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Main Features and Usage of Machine

This machine is a kind of heat treatment equipment for quenching bevel gears used in automotive,
construction machinery, tractor, metallurgic machinery and other industries. At the same time, the
round and flat parts can also be hardened on this machine.

The machine is equipped with a PLC control. Except the workpiece loading and unloading, the
machine can be put into operation automatically. Electric and hydraulic controls are used for the
operation in an automatic quenching cycle so as to increase the accuracy and stabilize the quality
of quenched parts, with the operators labour being lightened.

The worktable (lower die) of machine moves between the loading position and working position of
workpiece by hydraulic control, in order to transfer the workpiece heated to quenching temperature
to the working position of machine one after another and to be cooled in the machine. After that,
the quenching operation is finished.

For ensuring the quenching quality and controlling the distortion of workpiece, the machine is with
following constructional features.

e When workpiece being quenched, outer ring, inner ring and hole will be pressured separately
(separate setting).

e The pressure can be selected as fixed pressure or pulsing pressure which can be adjusted.

e A concave & convex setting equipment is provided on the worktable (lower die).

e During the quenching operation, cooling oil in different step can be realized with oil flow and time

setting separately.
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Specifications for Basic Type Machine
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Max. diameter of work

min

500
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Distance between mounting surface of expander pressing rod and bearing surface of lower die

ik

Maximum

mm

280

s

Minimum

mm

250
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Distance between mounting surface of inner & outer rings and bearing surface of lower die

Bk
Maximum

mm

165

A

Minimum

1

140
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Range of diameter for adjusting concave & convex on lower die

mim

® 160- @ 430

M (7 ® 160mm G#RL)
Concave (at dia.160mm)

I

0.6

M (fED 160mm GA2IE)
Convex (at dia. 160mm)

1Ml

0.6

WA

Maximum pressure

IR
Quter ring

kg

7500

M5

Inner ring

7500

ks
Expander

kg

3500

% Hil
Cooling oil

Faa Ty
Volume

1300

i

Flow

L/sec

215

L

Electric Motor

s 5 H
Hydraulic pump

Kw rpm

4 1440

RHHH
Cooling pump

Kw rpm

75 2900

IMERGE (K x 52 x )
Overall dimensions (L x W x H)

i

2880 x 1237 x 2622

Bl
Net weight

kg

5300
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Specifications for option function machine
ok LR
Max. diameter of work
BKIEN
Max. pressure

Quter ring

[nner ring
Expander
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Range of diameter for adjusting concave & convex on lower die
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Note: The specifications are for you reference only, because of the continuous development of

product.
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