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R @Ak - A3 10,909m° : ; F o %ﬁﬁé?ﬁﬁﬁ%zaéi?lﬂ » BRFREEST  Although we might encounter difficultics, teamwork's
ok 886.7-8716666 7L : 886-7-8714567 ~ 8719999 HMFRESEERR B BB  efforts can always provide a way to bright outcome.
: 'ﬁ—?--f’%‘ﬁ -:L welltime@spargnet.net =% welltimestar@gmail.com 3 B{EERIHERNEE We can be never satisfied with the achievement on
ikt R s e < AT AN B S s work, even though we earn the praise from the customers.
AP H Our Design Goal
I~ B~ WA Economy * Material Benefit ~ Practicability * Function -
INRE ~ 3RE ~ B& Efficiency ~ Safety » Quality ~ Automation ~ Durability

i R General Applications of Equipment

axt i 1= B 5 SLITTING + SHEARING + ROLLING -
S Z R W - BIE - FORMING FOR METAL COILS
A General Users of Equipment

L e AUTOMOBILE PLATE
E R
) POWER PRESS PUNCHING INDUSTRY
IR METAL COILS PROCESSING FACTORY
SIS i LR STAINLESS STEEL ~ HOT AND COLD ROLLED STEEL -

TR - S RVERRH SURFACE TREATED + ALUMINIUM « BRASS ETC. METAL COILS

REGH - 88~ MEZFEF METALS FOR BUILDING AND CONSTRUCTION FACTORY
SR TR METALS FOR PIPING AND TUBING FACTORY
e K TIN-PLATE CUTTING PROCESS OF CAN INDUSTRY
UL 2 B ] i SILICON-PLATE CUTTING PROCESS OF ELECTRICAL
Rk AL Jaea EQUIPMENT AND APPLIANCE
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The flattening and cut-to-length line of rotary

type could be suitable for various kinds of

material, such as SUSEG etc.

HERE I 4HI—&F cHILAMGE B SUS-BAZBEEGZ BT
Twin precision leveller,one of 4-Hi,the other of 6-Hi

could be substituted for levelling of SUS-BA. 2B or EG.
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1.6m/m~6.0m/m SR TG AT R0

Flattening and cut-to-length line

for thickness of 1.6m/m~6.0m/m

3m/m~13m/m
B ETUIR

Flattening and
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cut-to-length line
for thickness
of 3m/m~13m/m
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Flattening and cut-to-length line

for thickness of 1.6m/m—16.0m/m

T6m/m = 6.0m/m A 4 1 5% fi
S ¢ 120m/min FE © 281H
Slitting Line for steel coil Thickness of coil I 1.6m/m~6.0m/m

Line speed: 120MPM | Coil weight © 28 MT

SUS 7 1R fig
1.0m/m~9.0m/m Tx 1600m/m W
i : 30,000kg HE : ¢ 2100m/m
SUS Slitting Line
1.0m/m~9.0m/m Tx 1600m/m W
Production: 30,000kg Outside Diameter: ¢ 2100m/m
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5 E£0.3m/m~2.3m/m
% FE1300m/m

S EEBO4/160 R/453

Cut-to-length line of rotary shear type with single leveller
Thickness of coil:0.3mm~2.3mm
Width of coil: 1300mm

Line speed:80M/160 cuts/min.
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Specially for silicon steel non-separator

tension reel of slitting line.
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3 ‘S!itring line for various
metal coil and steel coil

of surface be treated.

AR T 6 T
Coil products

by high tension recoiling
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Mini cut-to-length line of '

rotary shear type ‘
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Cutting thickness:0.2mm up

INEY 53 (R A 2 IR IR 20,05 A E
Mini sliting line

Slitting thickness:0.05m/m up
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Rough turning for Forming Roll

of ERW Pipe Mill

7 16 71 8 & T

Rough turning for slitter shaft
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1982 55 — 2
T 18 X S Al IR A A%
1982 the first set of

reverse type rolling mill
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Precision turning by NC-lathe for forming roll after hardening




Various kinds of pipe mill and forming roll
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SRR - BN T 5 0.05m/m
%Eﬂﬂinn 12m/m
£ R 7] 0 B 220m/min.
o B 5 30 A
5% T FE=FE (5 I RAR B )
2% #il (304 ¢ /406 ¢ /508 ¢ =FEfRFEFE )
DY YIERME - BN T & 0.2m/m
RENT & 16m/m
ﬁl‘kﬂuléﬁ 100m/min.
T R EGH 3 190cut/min.
BEET 30 W
BEMAEES  130mL (B HEFEER)
96mL ( SRS JEE )
WRETHE : £4 300 B ( HE AKEER/R)
BRAFEEEE : EENE
B — | AL AET ET CRUHE D RE, EEE— (199 £R)
DA B A R R SRR R SR — (04 FF ..1988-2003,July)
D EEWY S REERT RS BEE—
D 1975 BEMAEmM#E A DC BERSGRM — &R
D 19834 BRIA(E A fE) RIS S RS BT ARGR i — R
D1985F BHIRE R ERETEH AR S GERE — R R
1991 BHMREEZTIES RERE — &5

Our Record
Slicting Line © Min. thickness to be processed 1 0.05 m/m
Max. thickness to be processed : 12 m/m
Max. line speed : 220 m/ min.
Max. coil weight to be processed : 30 MT
Numbers of slitter : three sets
(We have four times experience to manufacture such model)
Numbers of recoiling reel : three sets to be substituted quickly
(304 ¢ /406 /508 ¢ )
Shearing Line : Min. thickness to be processed: 0.2 m/m
Mazx. thickness to be processed : 16 m/m
Max. cutting speed : 190 cut/min.
Max. coil weight to be processed: 30 MT
Longest production line : 130 mL (Continuous Galvanizing Line)
96ml. (Pickling Line)
Max. Order © US$3,000,000.-(Invested by Japanese in Mainland China)
Max. Turnover : US$14,500,000. -- (one year)
Taiwan No 1 © To take a lead in manufacturing Non-stop cutting(Rotary Shear)
Cut-to-Length Equipment, the manufacturing Quantity is No.1 (Start in 1995)
To take a lead in using Japan JDC Belt-Bridle type Tension Control
Unit on Slitting Line, the quantity is No.1(54 sets 1988-2003.July)
To manufacture 25 lines for Cut-to-Length line and Slitting Line
per year, the manufacturing quantity is No.I.
1975 start to use DC motor on all Slitting Line-Earliest
1983 start to use Servo Control system on Cut-to-Length Line—Earliest
1985 start to use Full Line Linking-up Control system on Slitting Line—FEarliest
1991 start to manufacturing 3 sets of Slitter on Slitting Line—UFEarliest

BB (Sitting Line)
BERS ERIEN 5 FIIR RGBT - LRI R -

The technical details required for preparing a quotation on Slitting Line.

& F 48 (Company) ! R (Tel)

Hh HF (Address) : {#15 (Fax) :

B # A (Contact) :

LAV IEZ & BIRME (INEE S » Al ) (Materials to be processed) :
& #EL#44% (Cold Rolled coil) : JEG [IGI [JES [Color [1SUS JAlumi.
[ #EL#H1 (Hot Rolled coil) : [JPO [JSPHC [JHGI []SUS
OH fthi (Others) :

24717 = #$8 R~ (Dimension of coil to be slitted) :

1) FHEER (Coil weight) kg~ kg

Q) WEEE  (Coil width) m/m~ m/m
(3) P2 E B (Coil thickness) : m/m~ m/m
(4) #¥ A& (Inner diameter) : m/m~ m/m

[]¢ 406mm [1¢508mm  []¢ 6l0mm [1¢ 762rnrn
([ EEEE Z A& R ) (continuous two sizes of inner diameter acceptable)

(5) ##8 4+ ( Outer diameter) : m/m~ m/m
3.3 & # 2 #i ¥ R ~F (Dimension of the finished coils) :
(1) ##8 7% (Inner diameter) : m/m~ m/m
( 2) %8 718 (Outer diameter) : m/m~ m/m
(3) B AT 1EIEE (Numbers of individual strips) :
(4) 471 & (Individual strip width) : m/m~ m/m
(5) S #1270 11568 (Numbers of strip for the thickest materials) : cuts
(6) #HE R (Coil weight) : kg~ kg

4 T{E#FE (Line speed) : (HR MAX. 100~120m/min.)
(CR MAX. 150~220m/min.)
5.7 I (Power source) : % HZ PH
6ERER T EEIELITEE (Quotation are required on the following items) :
(WO & ) E R Bl {4 (Slitting knives and accessories)
Q) O¥ A H A A5 =R 778 H] & [Tension control equipment (belt bridle)]
GOHHAZED L4 F# (Interchangeable slitting stand ([(]2sets [3sets )]
OB BE YR <—E 5> DISCEE /MR R T A R IRFES5E B [Shear([Tlset[12sets)]
(5) [ & 37 1 {455 B (Lo position preparatory coil car)
(6) [ fe i = B AR k2R (Turmstile)

(7)H At (Others) :
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The technical details required for preparing a quotation on Cut-to-length line.
% P47 (Company) : B FA(Tel) :

#h #E (Address) {# B (Fax) :

I #& A (Contact)

—. TYE¥ (Materials to be processed) :

()# & (Material) : . 5
(2) & B (Thickness) : mm -~ B

BG)E E (Width) : mm~ i

(4) ¥ 4} % (Outer diameter) : mm-— mm

(5) ¥ N & (Inner diameter) : 508 ¢ 610¢ 762 ¢

(6) B # (Weight) : ks~ kes

(7) #IE S5k (Quality grade of sheet) © B i

— T ER (Capacity required) :
(1) TYEHFE (Line speed) :

(2) B ELEE (Length of sheet) : mm-~ mm
(3) & % YT E (Numbers of cutting) © Cut/min.
(RETE m/m LA ) (For length below mm)
(H B FETEE (Tolerance on dimension) o £0 mm
(5)UTBTIE f FE 1,200 X 2,400 BE5f A A 2= mm
Difference between diagonals at 1,200mm.W X 2,400mmL, = mm
(6)f@# £ A (Normal length) : 8 IR (ft.) Cut/min.

= CEEEME B R (Main cquipment required)
(1) R (Shear) @ [JHE& 28 di#A 30 (crank with clutch type)
LI EE =X, (hydraulic type)
i # 5K (rotary shear type)
M8 =, (flying shear type)
()W # (Stocker) @ O #E & BEHI H =X (side exit by lifting table with car)
CIE G I 5 (side exit by roller table)
(3)INEEE R (Electronic plateform scale) @ 152 (ves) [14F (no)
MY E A FE R (Details of services available)

(1) EEJF (Power source) : Vv HYZ PH

(2) MEERE (Hydraulic pressure) - 70]<:g/cm2 l"-}(}kg/-:rn2 210kg/cm’
(3) & EE /7 (Pneumatic pressure) - kg/cm’

4) T8 E (Pass line) © mm

(5) SBHERHE (Threading speed) : m/min.

(6) i BE i & (Hydraulic oil discharge) : I/min.

(7) E#Eh /) (Type of motor) : [JAC [JDC




