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Cutting and Chamfering machine
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o | 1900W x1200Dx1800H mm

ili | 900 kg
AC220V
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D4x50L (Cut to 6 pieces) 214

Fit& (mm) 4
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©8x60L(LI5H)
D10x7SL(N4F)
©12x75L(tN45)

©16x100L(H135)
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Outside Dimensions

Weight

Power requirements

Air pressure requirement
Applicable bar diameter range
Range of length

Tolerance of each length
Sectional squareness tolerance

Chamfer tolerance

Cutting wheel /
chamfering wheel speed

Chuck speed

Coolant

1900W=1200D=1800H mm

900 kg

AC220V three-phase with four
wire(R-5-T-E)-50A0r

AC3IBOV three-phase with five
wire(R - 5-T-E - N) - 404

4~b bar
$3.2~$20 mm
38~200L mm
+0.05mm
+0.02mm

<0, 1mm

Max.4500rpm

Max 800rpm

Oil based emulsion

* Filtration system and oil mist separator are not included

within the machine.

238 D6x50L (Cut to 6 pieces) 238
220 D8x60L (Cut to 5 pieces) 220
255 @10x75L (Cut to 4 pieces) 255
301 ®12x75L (Cut to 4 pieces) 301
186 P16x100L (Cut to 3 pieces) 186
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No.14, Ln. 108, Yazhou Rd., Tucheng Dist., New Taipei City 23677, Taiwan (R.0.C.)
Fax : 02 2269-4412

E-mail : hht nd@msa.hinetnet &i—4&5k : 2840 9464

Tel : 02 2269-4388

MNote / Two factors will directly affect the production
capacity, cutting off the wear of the grinding
wheel and the quality of the cutting fluid.
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Cutting and Chamfering machine
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Feedin e

system: machine can automatic adjust when change different dimensions rod. Additional butfer
device E'!'-.nl:-!l.i].i.:--l'.l.]-..l'-. shape track impact damage, increase lite time. Mean while it can make sure the

rod/bar steady fall in to track

XYReRa: Hﬂﬂﬂﬁﬁﬁﬂﬁﬂﬁﬁ EEE!H'IHFF'J _Jiﬂﬁiﬁ_lﬁﬁﬂﬂ ﬁEEE
XY axis slide table: steadiness 1s ba on contacted with slide table on | 1':[--~=~ -:j..'[i: way, even there is the
gap between, stil [.!:*!Jr-.::i'.:~.:-.-r:.|n.|*-.1. l.:|1.!.:...-.~;-'.|i'-.'.'U: se working condition
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During cutting process, there are three cutting speed can be
etup. First stage cutting feed: when cutting blade approach
to edge of rod; second stage cutting speed: when cutting
blade cut the rod; third stage cut off speed: when cutting

pblade approach to cut off point
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One operator 1s possible to handle more than 5 machines

reduce unnecessary |]|. rsonne
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Quick change (about 15 muns): all of parameters (OD of
rod/bar, length, and amount of chamter) only need to setup

on screen, the machine can automatically adjust to proper

position.
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Fast replacement of parts, modular design, no need to make
-I{i._l.l"w-i."!"'l".'- 1O Compiete positioning
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Chamfering method: The x y slide table 15 used to
SY nchromize the two axes to complete a chamfer of 45 de gree

s When grinding, the entire ::::'h:i:'h’_; irea of the grinding
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wheel Is used, the loss 1s uniform, and the efficiency of the

grinding wheel 15 improved
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vo-end positioning: the pusher accurately pushes the bar, and the front

end positioning device 15 used for

positioning limitation.
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itting wheel monitoring: According to the set cutting times, the outer diameter of the cutting wheel is

utomatica !'-I measured. and the amount of cutting wheel wear 15 corrected.



