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Knuckle-Joint
Cold Forging Presses




iKT..

Cold Forging Knuckle-Joint Auto-Transferring Pressoes

Cold forge technology and Progresslon of Enterprise compedtition

In the pas! decade, when manutacturing & wide lleld of components for the indusiries
o automotive, blcyele and the other calegones of steol produsts, tha metal forming has
altaring from the raditionsl process of [ Ho-farging—+ Cutting—+Pastatiar-finishing—
Productsl o lollowing improvid methods: THat ferging == Cold ferging (thickness
aleration)—Producta] , [ Semihot forging—+Cold-forging—Producis| | and  TUnforged
compenants—Products| This progression retums to the Indusinies for so many advantages
- resduced energy waste, mose malesial saving, betler qualily stabdlty, higher elfliclient
preduclivity, and very economis manufeeiuring easl, the great expactation of Enterprises
far (e progressive competilion so thal can be satislied,

Espacially concaming two essentials as required for the mass-production, the cold forge
technology applies 1o the larming process of steel companants without cutling i1s metal
fibars and with stronger consistency strangth given by a proper fonging treatment.

Single forging and Prograssive mulll-stage forging

At single forging production, the pre-reatment for solening and lubrication ta the parts

is required bedore the parts ongoing for nex processes due 1o & hardened condition

pecurred atter sach forging, Meverhelaess, above-mentioned inlermediate freatments

are nat nesessany and can be avelded far the production of progressive mull-siage

forgimg. What mose, this kind of production offers:

1. Cost saving for the Torming process without intermediate irealments

2. Aroom for storing semi-forged parts and manpower for managing of that work is not
reguired.

3. The procuciivity of progressive mulli-stege feeging is triple times above single forging,

4. KT saries is designad to accept and to combing wilh the varicus awlamaltions, thus,
a minimized operation manpower, aven a no-manual-control preduction, can be
achigwed.

Specifications

Ml SEATEtDns

Fead direction (lelt 1o ngriy

Laft to F!_lghl

Capacity ;nns I W G50 W 1000
Rated tonnage point it} B ] B 8
Stroke length mm | 180 180 250 250
Sirpkes per minute  S.PM. Continuous 25-40 25-35 25.35 [ 256-35
Die height (S.D.A.U) mm | 550 550 650 | 670
Bolstor area (L.R.XF.BXT) wdiy} TONETOOX120 B0OXA00X 150 1100XB00X170 T0OXBO0X 180
Siide area(lL R.XFB) mm | 680X700 780X800 1080X800 1080XB00
Slide apen (E.B.XH.) mm 500X500 550X630 700X730 700X730

 Slide adjustment mm | 15 15 _ 15 15
Keep the air pressure Kagdem? & 5 5 5
Main motor HPXP |  V550Xd V.S 100X4 V.S 100X4 V.S 125X4
Frecision | JIS {CNE) Firsl Grade

[ Bedknockow
Capacity Tons 10X3=30 15X3=45 12X5=60 | 12X6=60
Stroke mm | 60 70 70 70
MODEL YTE-170 YTF-200 WTF-200 [ WTE-200
Feud pitch mm | 170 200 200 | 200
Clamping stroke mm 50 60 B0 j B0
Lift stroke. mm | 35 20 25 | 25
Inner distance of fead bars mm 240 270 360 ! 360
T Zn | 5 ~ | = | %
Strokes par minute 5.PM. : a0 a0 E ap : a0
Feed bar sectional profile mm | 7070 70670 |  100xt00 |  100X100




Specifications

Main specifications

LI

i I
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Capacity Tons 440 716 881 1102
Rated tonnage point in. 0.315 0.315 0.315 0.315
Stroke _mmm.ﬁ_._ in. 7.086 7.086 9.842 9.842

: Continuous 25~40 2a™35 25™35 g
SHORES RAL AL N A Tt 20 15 10 10
Die rm_m:ﬁ (S.D.AU) in. 21.653 21.653 25.59 26.33
Bolster area (LRx FBx T) in. 27.56x27.56x4.72 | 31.50x3150x5905 | 43.30x3150x6.69 | 43.30x31.50x 7.08
Slide area (LR X FB) in. 27.56x 27.56 31.50 x 31.50 42.52 x 31.50 42.52 x 31.50
Side opening (FB X H) in. 19.68 x 19.68 21.65 x 24.80 27.55 % 28.74 27.55 x 28.74
Slide adjustment in. 0.59 0.59 0.59 0.6
Air pressure Requirement PSl 71.12 71.12 71.12 71.12
Main motor HP x P V.5 50HP x 4P V.5. 100HP x 4P V.5, 100HP x 4P V.5 125HP x 4P
Accuracy JIS (CNS) First Grade
Capacity Tons 11x3=33 16.5x3=49.5 16.5x3=49.5 13.7x4=54.8
Stroke length in. 2.36 2.76 2.76 1.77
Maodel VTF-170 VTF-200 VTF-200 VTF-200
Feed pitch in. 6.69 7.87 7.87 7.87
Clamping length in. 1.97 2.36 2.36 2.36
Lifting length in. 1.38 0.79 0.98 0.98
Distance between feed bars _|in. 9.45 10.63 14.17 14.17
Height of feeding line in. 10.63 11.81 11.81 11.81
Strokes per minute S.P.M. 30 30 30 30
Cross section of feed bar in. 2.76 2.76 2.76 2.76
Feeding direction in. Left to Right




Charactaeristics of Knuckle-Joint Prossea

KT gariaa Knuckle-loint machanism can altar the motion webooiby
of Slide 10 a shaw spoed whan Slide ia diven epproaching ta Babom
Daad-and Centar {B0C) point, This special feature applias for tha
production of presaing, ermbossing, fergna, Bnd shaping.
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Slide Knuckle-Joint Mechanism
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; = ] bed for taking the work-pieces out of tha toolings
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Micro-Processor Press Control System——

MPC-3000

Main Operation Panel

Ready Status

KMain Motor Status

Safety Light Curtain Status
Indicator for Crank Angle /
SPM Display Ready Status

Grounding Indicator

{LCD Displaying Screen)

N Fmar Sl Main Motor Power Switch

Selective Key Switch
for Operating Modes

I Operation Status Monitoring

Q. 0. C Operating Switches

1- Motion detector monitor broken shaft, crankshaft, excessive wear of lining, engagement and disengagement of
ciutch and brake device.

2- Motor status {Forward f Reverse I Gonsumption / SPM) displayed on LCD Displaying Streen, with the selting function.

3- Dual-circuit protection for safety ght curtain and overmun.

4- Panel-gisplayed operation modes and Emor Messages with Troubla-shooting instruction.

Electronic Angle Control

1- Panel setting cam ONXOFF angel from LCD Displaying Screen,

2- B-spare-cams as standard, and increase ol 16-spare-cams can be added as oplions without mechanical modificafions

3- Brake Manilor is equipped with automatic sip-angle correclion within a limited range agains! inaccurate TDC stop
position caused by lining wear and change of slide speed.

Counters
1-Total counter, Pre-Get counler, Chop counter, Mainlenance counter, and Life Counter are all provided.
2- Setting figures and Status of counters all displayed from LCD Displaying Screen.

Provision of interface for peripheral equipment

1- Gam angle controlled misfeed detection circuits A1 & B1 can be set for ONIOFF, and A2 & B2 can be set for all-
time deiection. Aand B port can be set individually.

2- AS-485 madule i5 available for the telegraph-communication monitoring and contrglling.












