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Vacuum Squeeze & Y #E
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1) Moulding machine(13) : 1000 X 800 X

400 / 400mm

moulding speed : 120
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| | complete moulds / hr.
FLASK 4- 3% "Iy

cooling time : 33min
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Vacuum Squeeze 1= BIHE b=, kg 5t

2) cope line : 1-automatic ~ vent drilling machine &
automatic drill change system

3) drah line : 2-automatic core setting station
Z-automatic core sétting jig changing
device,

4) automatic pouring machine (1500kg ladle)

5) 2-In flask cooling line

6) drag flask N FF2ZF42) automatic sand cut out
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device ¥ automatic jig changing A ]

7) automatic pick up, gate cutting and loading device,
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Interf, start 1 22.52.47clock interf, end : 22. 53, 00 clock
Machine part : cooling conveyor

I. 088.2 SIG cool.conveyor in pos.

Trv. Cyl. 2 movab,

I 083.4 movable cyl. 2 gripping pos.

Total intereering time © OO minutes 13 second
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H 2. Computer system

= =1 S pecifcation ¥ o
Maker SIEMENS ( =<l )
Mode]l Name [S5--150 S
E_’rocessor 16 Hl =
Cycle Time IK binary statement®] 2.5ms

Timer 256 7l
Counter | 256 7}

Program & [48K 7]Xol| 2] 64K 71A]
Memory &% |7h&

Input ,
Output

2048 inputs
2408 out puts
128 analog input

128 analog output
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3-2. Multi Piston Squeeze
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3-3. Mould Hardness.
Vacuum squeeze 3\ multi plstonoﬂ el&l 15kg /
T
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12l 4., Mould Hardness

Sand &3 Conveyor

Mould®] 2] &3-9] : oF 88 in GF units(“C” scale)
T2 Kol . ok g() in FG units(“C” scale)
ok & AF 2] ok 92 in GF units(“C” scale)
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No 2 374 ! lifting into filling position 3) A B A o] %3 3ol
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