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Automatic Glass Welding Machine Line 3.
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AUTOMATIC GLASS PRESS MACHINE LINE

INDEXING TABLE Air Former : -b- -2- -3-

DELAY START IND.TABLE:| 6.60 ) 0.60=50

—
'
Hn
'
+
i
.

CUT SETTING 1/MIN 200 120.0=20.0[ 1

=~
2
i

=
(¥
bk
iE

=

PRESSING CYLINDER

PLUNGER COOLING ; 1.24

Positicn "mm™ Delay time Time Pressure Speed %
PRESSCYL.; ‘{l ] 1 50 5050 | 50 50£50 | J
PRESSCYL ; @ 0.60 0.60+1.01J 50 50£50 | J S0 50=50 | J
DWELL TIME : .20 62010 () 10 16=50 |1J 10 1056 |1
PRESSCYL ; ﬁ 0.05 0.05£1.0 (7 50 50250 11 59 50+5G | ]
PRESSCYL.; G m ] 50 50450 3 30 S0+5¢ )

PLUNGER RING

Position "mm" Delay time Time Pressure Speed %a
RING : G 0.02 0.02+1.0 | J 80 80=50 | J 80 8050 [J
RING : ‘G J 0.15 0.15%1.0]J) 80 8050 ) 80 8050 |[J

TAKE-OUT CONVEYORI /I
DELAY STARTIN; m ] SPEED CONVEYOR 1 : 56 50=50 |1
Mould Time Time SPEED CONVEYOR II : 20 2050 |
TARE-QUT FORWARE : [i) 0.60 0.60+1.0] ] Delay Time Time
GRIPPER CLOSE; =< i) G 0.40 0.40+1.0 ) ¥ COOLING COVEYOR §: 220 2.20£5.0 | 2.50 2504507 )
TAKE-QUT REWARE : <3 0.60 0.5¢+1.0 ) § ROTATE SECOND HALFT : .50 2.50£5.0 |7 2.50 2502501
Coniveyor Time
GRIPPER OPEN; <3 J
CAM-SHAFT (-8 FEEDER MECHANISM

Start (°) End (°} Plunger Stroke {mm) : 20 20100
Start Press : 272 2724360 276 276£360 Tube (mm) : 20 202100
Start Welding : 200 200360 214 2102360 Speed Tube (Hz) : 20 20450
Plunger Up 100 100=360 184 1 80360 Gob Temperatuse (°C) : 1082 | 10824100
Plunger Dowa : 10 10£360 80 80+360 Temp Bottom Mould : 300 300200
Shear (Reserve) 048 | 0.0£360 0.0 0.0+360
Shear Close : 130 1364360 155 155360 WATER COOLING PLUNGER
Shear Spray : 250 2504360 350 350360 Water Soft D Intet (°C} Qutlet {*C)
Shear Lubricat 256 250360 350 3502360 Weter Chiller D - - 35450

Operator : Leader :

mi13de 4 Bangkek Crystal QD-F1-248 Rev.No.07 Effcetive date 18/05/23
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AUTOMATIC GLASS WELDING MACHINE LINE1

INDEXENG TABLE

B-MARK MOVEMENT TIME 148 JEL TN E]
cur pesmin DELAY START IND TANSLE - Lo [ 100230 tadisg
TIME CAW LOCKING UP [ Y] D16LT 0| lozding
TEME CAW UNLOCKING DOWN : 333 QI0L5.0| take-oant
CLOSING CYLINDER
Parsitian "nm" Delay time Time Speed %
COLE YL ﬁ‘ RJikY l 20450 E 408 [FEI N 90 LEVERHI]
DEALL TIME {3 .28 325210 (LX) 06010 14 132360
COLSCYL G 0.60 D60:E0 S0 50£100
coLsove: O} 93 gostou
TURNING GRIPPER NEW
Position 1 Positian 2 Speed %
} 04 f l).(liig(li | 180D ! ERO&]KHI 1 550 I 550:509'
Time
Delay Close Gripper
TAKE-OUT
Speed & Speed %
FORWARD L= 4% §5£100 FORWARD UP ﬁ' G AE100
FORWARD DOWN : 3 L11) 60100 REWARD = &0 RG100
TURN & DOWN : ﬁ 30 302100 REWARD DOWN - O. 40 400G
REW._LIP ﬁ 55 s5a500 TURNING - iy 65 52100
BASE POSITION FORWARD: {3 85 52100
UNLOAD TIME : <
OPENING CYLINDER
Delay Tine Tirie:
QPENING CYLINDER : G35 103510
UNLOCKING : 45 045218 l 350 | 5021 (IE
CIUTE /LIFTING TAELE
TIME CUT DOWN rA L A [ 3R LIFTING TABLE . O | 010410
DELAY START CR. TABLE - 0.20 0.0 DELAY LIFT TABLE DOWN 012 #1i=10
CROSS TABLE FORWARD : .50 [(EDE R
PELAY CR. TARLE REWARE,. 630 | 030£1.0
CROSS TABLE REWARD : .40 040210
SWIVEL COLUMN NEW
Delay start to 1ake-ofT position m
Take-0ll pusilion. Speed %o Unload pasition Spoed %
i o4 l [iRex200] , | S0 j SE]GS‘.S(HII I 0.0 | G0} ! i 500 £ SH0£560 !
Delay Finger Tune Finger Unload Tite Delay elsw ook up
[ gas Joseol [ o4 Joavsio [ os0 [oause | oo [oaosto]
wn the foading iy the welding
Tine Swivel Open g | G.05 i 0.05} €J| | 0.45 I D452 ()E
ANNEARING LEHR TEMPERATURE
Zone FA | 500 500250 | Zong 3 480 4806250 | Zons 6 68 160450 | Zone 9 - | 160 | 160250 |
Zone 1B 500 500450 | Zope 4 450 450250 | Zone 7 290 264250 Belt speed
Zpnz2 p o 500G 50650 | Zone & 430 430250 | Zone B 130 23050 | 30 l 30450 ‘cnv‘mm
MEETING RURNER
Gas Supply Pressure m mbar Air Supply Pressure mibar
Gas Ale
Bumzr No - Ll 4256 | mbar 6t $0£25G | mbar
Bumer No.2 ¢ 40 425G | mbar &0 64225¢ | mbar
BumerNo 3 4 43250 nbat 60 250 mbar
Operater : Leader:

Bzngkok Crystal QD-F1-24% Rev.No.07 Effcative date 1805/23
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AUTOMATIC GLASS PRESS MACHINE LINE 2

Cvefes Yor 7 Min Ghaas thicteza migasunng
KR . 3 5 Setpomt 5 5S4
Stuft Angle{t { 00 LIOSt] 100 =360 3y IR 36 g 00360 Theshold maximat 01 wIE1L0
Stroke an Al | Pestion tmmd { 100 1360 140 15360 120 130360 g D360 Thostieht aunmust AL 018710
Shear owy 10¢a =160 | Acel Hivmm ) [ 40 4 G160 (1) 602360 8 EO=360 (113 0360 Manmsl Rezt 1o (R854
Minimad Heset o | s |
Ho ¥ o2 ol Nod Nk o6 Bealing i 1.0 § 20 ]
Aar fmmer { 5 i £sj I s I 510 I 5 E Sl I $ § EEgt] { H I S0 I 5 1 S04 ] Glass thieaess OK E
Actvalie thiehess measrng .
Hasg frame adjustment Water coolmg plunper
Pogition tnes} Velocity tmnvsy Ageed (39 Breed (%)
X twdewd §E [ wo | wow we | o m 5050 s s-50 citter ] son [
Y- Leit/ Rght “ -p { 140 10= 108 [fe2e] =100 i -3 p] 0250
Ao Up s Dovn ‘t [ wn 10- 100 100 0100 =0 S=EY 0 $0-30 Inter :] °C) ket C] Y]
Fressing evinder Meuld fempersture
Posmtien (tn) Time {5} Force (Kgd Yelooy {mims) Kauhd Achusl
Delay e sad 00 £4K5 1008 Mauld 1 30 T 400 |
Retpid den ¥ T Mentd 2 PR v
Slow dewn ¢ Press-tine 3 1, { 250 E 22100 ] | 050 G LD E o 3100 Mould 3 550 m
Progselime 2 E:‘ o | oieste E W00 | 10051500 M4 T | acteann
Actual pross positios w 3t=100 ’ Pressure ramp (ms) 108 18+1g Monkd &
Staw up 1 5 s=10 Moutd 6
Lrable taide . ‘ 325 225150 Mintd 7 350300
Raped up L TR Moutd &
Avcebaration Ll RO+ LG A Deceleration Moukd ¢ A50200
Countey Delay nme Mol 10 4200
Munger mutside coading nipht sede { i }' 10=10 ] E 0.10 010-10 ] [ o o180 [ ] Kedd 13
Plunger outside cotmgletisite |+ | oot | [ o Jwseis ) { o0 | veae ( ) Mouid 12
Plunper ring Cooting pipe
Time Maontonng
Pasition {mm} Tire {8) Yeloeity (mmis) Pipe | 10 10-10 am 00)1+3 .0
Datay (ime slart (] 010 Pipe 2 io 1oxL0 a1 eal=10
Rapid down ‘ 300 0= 1000 | Pipe 3 i 10eLD a1 om=50
Staw down 1 Mo | dsowso0 ] [ ¢.40 I 010-). } | 240 250-1000 l Pipe 4 =10 o 010
Stow up 1 15 1 19ses00 piges L0 co-10 e Dos10
Ensble tabe (Safity positions T Wi | 390-500 [0 [ isocsone ]
Rapsd up ' 170 3000 Blowing ot nezale
100 Drelay time (8) Time (s}
Riowing out norde { et} I L0110 ] { RS I Ohz=L0 ]
Shear Comseyor
Master engle I} Velocity {mmis}
Sheur drive %% Convevor | Acceleration 100 1090500 | %
Shoar cut Deceleraiuos o Loo=100 %
Pre-select Dielay ums {s) Tins () Designation Slart <) Eod (°)
Spraying Cooling 1 10 162360 200 G360
Water left [ 450 DAY ] [E14] LRI Coolmg 2 0 S350 00 10360
Auteft .50 R 0.0 LR Glass hock g 1 op 00360 ] D60
Water right a50 .5 050 | 0505) Glass Bk wrming 2 { 00 00360 o Boe360
Ade right #50 D50E, 0.0 vE0-)
Biowing off G430 D301 niz LRSE}] Conviyor 2 Only One Sperd
P—— 930 | o ois | e | Spocd Comveyor Jy—
Deceleration
e chute Take out
Evemt 1i€3 ol OFF () Pemtinn () Timz 4sy ¥elocity (mmis)
Shear cut o 100-36 Lichay twe start aly ; 01E1n
Chits Serword £ hagk s 115530 suedn P 5 | 30em0 }
Option 148 16536 Grpper dose . 450 4502300 § { 005 E Bos=10 ]
S e — s | s [0 ] e Pickop postion o | oo | {ren § rsoostom |
tead conlmg } (19 G360 [ 150 15036 Suoke up ‘t‘ { 410 l 01010 ]
w2 i vo | po-e0 [ o0 ] eesw Gripper open . w ] soeme |
21 ) 2 | 23 e Loy dovrn pstion | s |
2ES } 330 330G=36 ' 1] =26
2ES } +5 Asedog { iy 170=34 Acueleration m 190+ 21 Dezeleration k)

Operator

Lesder

Msnghok Crystal QR-F 1-248 Res No67 Effcetine date 18:05/23
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AUTOMATIC GLASS WELDING MACHINE LINE 2

Deflector Loading system turning / loading arm

When turning starts down, Position () Time (s) Veloeity (*/s)

wilch half is coming to the sensor ? [_ ppnerToick HAL }

Brick between sensor < -- > Deflector Turming pick up position n 0.0 0.0£100 600 I 600£500
Delay time gripper closed ) 0.22£1.0

Designation Start () End () Time gripper close b

Brick on sensor Turning lay down position ¥ 180 180+100 580 I 580500

Control ume Time gripper open -— > 0.15 I 0.15£1.0 ]

Deflector forward Turning waiting position "} 90 90£100 600 | 600500
Start loading arm 150 150£100

Cam loading system / BSV
Designation Start () End () Acceleration % Deceleration “ %

Start loading turning r J [ ]

Start loading arm J } Loading arm lay down position s 90 90£100 180 180£500

Locking cylinder down / up ] ] Delay locking cylinder up 0.12 0.5£1.0

Start loading pusher _] ] Delay stroke down 0.70 0.5+1.0

Start index.table I ] Loading arm pick up position "™ 0.0 0.0£100

Speed conveyor 2 {fast) | J Enable position index. table BSV. 50 50100

Delector Back (reset)

Start cross conveyor Acceleration % Déeeleration 50 %

Loading pusher Take - out
Position (mm) Time (s) Velocity (mm/s) Time (s) velocity (%)

Time arm pusher forward 0.20 0.20£1.0 Delay time start 0.45 0.45£1.0

Pusher forward — [ 420 | 420¢100 ] [ 450 | 4504500 | | Take-out forward - [ 100 I 1004100 ]

Pusher back Rl E 0.0 0.0£100 -] [ 800 ROG£500 l Delay jaw unlocking down r 0.0 1 0.5041.0 ]

Delay arm pusher reward 0.0 I 0.00£1.0 ] Delay vaccum on 0.40 0.40£1.0

Enable position index.table BS' 50 50£100 Pick up fime 0.60 0.60£1.0

»\ccclcmlmn 50£100 %

Deceleration 50=100 %

[,

Take -'out backword

100 100£100

Delay jaw ualocking up

Vaccum blow ofT

Close cylinder

Dlay time (s) Time (s)

Delay Maecum ofl
Velacity (%)

[ 115 [LIS&I.(I H 1.50 Il.S(lil.(l]

0.05£1.0

0.10£1.0

0.25+1.0

Blowing air Cross conveyor
Rapid up ’t [ 0.10 T 0.10£1.0 } 1 25 252100 Position (mm) Time (s) Velocity (mmv/s)
Press time [ 0.25 ] 0.2541.0 H 130 | 1304k0 ] 3 3100 nopicce; | 8 200 20061000 | wmp
Slow down 1 020 u.mﬂ.ﬂ 40 40£100 Brick distance 260 260+1000 To Lehr: 800 800£1000 Y
Rapid down 4 75 75£100 } Poiitisal 3400 | 340041000
Position IT 3250 3250£1000
Opening cylinder
Dlay fime (s) Time
Opening cylinder f 0.50 0.50£1.0 Acceleration % Deceleration %
Unlocking cylinder [ 0.50 0.50£1.0 ] [ 0.40 I 0.401.0 ]
Melting burner Pusher

Air supply : mbar Gas supply : Time (s)

Gas Delay time start 3.10£5.0
Burner No. | 60 60100 mbar 40 40£100 mbar | Time pusher forward L 3.0045.0
Burner No.2 60 60100 mbar 40 40£100 mbar | Time pusher up ' : 2.8545.0
Burner No.3 60 60£100 mbar 40 40£100 mbar | Time pusher reward =

Annearing lehr temperature

Zone 1A : 530450 Zone d : Zone7: 250 250+£50 Belt speed : cm/min
Zone 1B : Zone 5: 400£50 Zone 8 : 200 200=50
Zonel : 510£50 Zone 6: 350450 Zone 9 ¢ 150 150£50
Zone 3 480450

Operator :

Leader :

Bangkok Crystal QD-F1-248 Rev.No.07 Effcetive date 18/05/23
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AUTOMATIC GLASS PRESS MACHINE

Tase rame adjostment

LINE 3
Cyale Pes/Min Glass thicaess messuring
1 2 3 4 Setpoint 5 seg | Glassrhisness OR
Shifi Angle '} ( (1] ! 082360 100 100=50 360 I00=50 a4 i{) 0:3(;!)] Theshohl maxienal 010 110210 Avtvsles thivness
Sirvke 40 A=100 ¢ Pestion l"""’{ 100 100:36 | 140 | 140=S50 120 120=50 s (a.u:s(.a] Foesholdmumiesal {7 FETTT T ) messtag
sarcet | 100 | toosto | et 00w e o T oo | eosso | w0 | sees0 | oo | opszeo | [t mOm T
Mumimal revet e
Hol N2 Nod Kod Nos Kad uating 4+ [ 625 | prszie
awime (5 | a5 | s | s | s | s8] 5 | s | s | oss | s | s ] ] oo

Water cosling plunger

Actiead solpe ) Posttion (mm) Veaity (puesh Aot (5 Decel () cutter [}
X Forw fenand l’ 1 158 150=10 150 156=16 H 10=30 56 $0=50 50 5080 St D
¥ Leliigh  dom b 50 | sweso | so | so=se | o | weeso | s | seeso | oso | osoese totat [:] 0
#Upasn ) s | oso=s0 | o | sesso o Foae=so | ose | so=s0 § osn | seeso Ot D e
Yress, Cylnder Motld femperature
Pagtion inm) Trme (s¥ Pressure fhard Vilacity (ums) Maoull Actual
- i Maowdd 1 450=200
st tims st Il pos | oo 550 | ss0=500 -
Rapid down Boukd 2 4502200
1 70 350 | 3s0=s00 ot pom——
Show down Mo 2200 |
Pressetime 1 [Coso Josoato] [ 10 | 1aeae ] Mouid 4 [
Press-tisie 2 i 003 | wo3=to | [ oo | 100:100 } Mol § Te0e200 é
Show 1 1 3 5250 250=500 Moutd 6 250200
Fnable whle(Salety prsition) - 220 220108 Mengdd 7 230-200
i Muoudil 3
foridup T [ 20 o= 5002500 - 4502200
ok
450200
Cowntzr Delay vime Time Muode Mould 30 "
450201
Phunger outsule conting npht side { 1o I 10210 ] [ 0.8 D10=1.0 ] [ 10 I |Ri=3 8] ] [ } Mould 31 prr
Phunger outside covhng kel side { I . ] ] [ 1’ N ] [ } Mould 12 -
[RY 1.0:10 [ 0.1 0ik=1.0 10 10210 4502200
Shear Conveyar
Sliear drive Master anpgls Chernde
Caleulated movement time [ 0,50 0.50£1.0 | { ] | 100100 ] Velouty {mnvs) Acccleraton 50 S0=110 %
Shear cut [ 00 106160 | start { 50 | 50250 ] Conveyor § Deceleration 50 S0x100 A
I're-select Pece Delay time (53 Time {s) Designation an Start {7) End (*)
spraying 1.0 o=t Conting L a0 802360 20 26360
Watet Jelt 1.0 0.50:1.0 048 086210 i Conlng | 50 S0=3640 L 114360
Aur left 0.50 050210 0.50 050510 } Gitass Block namng | | { T 0360 1] K360
fatei 21g) 3 rho 2 2 25 2 =3
Waler 21ght 00 00=1.0 0.0 NO=1.0 } Glass block lnung E 125 {25360 50 250=300 J
Aur right
(110 0010 0.4 {10250
Blowing off } Convevor 2 Cnly One Speed Acceleration e 50=100 S
030 | o3osto | 1o | pio=rp | - o] e mg—
Bleswing off 2 Spead Convevor 380 IR0:500 cceleration 13 %
¢ 0.30 0.36=21.0 .10 0.10=1.0 ]
Pluager ring Conling pipe
Tirme Mogitonng Sep
Passtnn {nm} Tt &) Velocity {mone) Pipe 1 0350 | 0se=io 030 | 03018 | o0 |
Dalay tiar: start m 00214 Pipe 2 650 | oses10 230 | o3vz1n 00 _]
Rapid doen 4 300 ) 300560 Fipe 3 os0 | ese=10 030 | 030=10 a0 ]
Stow down } 398 3952100 ] m 2002500 Pipe ¢ { 050 | es01.0 J g0 | 0306=10 [ 08 J
- 1 a00 | aooe100 [ 002 | ooze ] sson | [0 [Tam Losero ] | 0w Jowro] [ oo
Lnable tablelSaleh p<=s|llell“ 3%0 356100
Rapid up t 370 1702 100 Diowing eut nozzle
Delay time (5} Twme (5] Stepr
[ 630 I 0318 ] { 066 I 6.60:1.0 ] [ (i) }
Take ot Gob chute
Passisen Qom} Time (3) Velocty (riws) e LN OFF
Delsy time sian "’ Shear cut o0 100=360
Stroke down 315 38=100 Chate forvord s back 150 150360
Grpperclosy  —» 4= 515 | s15=100 | [ oos | ooeera Ution 150 | Ls0=360
Pigk up pusition 550 AR0=100 { 1700 I 17001000 J Relesse from press 2503 2502360 a0 2002360
Stroke up ‘t @10 010=1.0 ZR ] [ 50 50368 150 150368
Cmpper open 4= =+ 45 452100 ZF 1 | ( 180 | 1002360 ] 200 | 2002360
Lay down position k) 30=106 1700 1700+ 1000 413 I [ 250 | 2802360 ] 20 202360
284 ] l : T
300 30300 20 20=360
Acceleration " Decelerauon Wwoz100 | o 25 5 I [ 1 20 | 2030

Operator

Leader

Banghoek Crystal QD-F1-248 Rev No.07 Elleetive date $8/05/23



AUTOMATIC GLASS WELDING MACHINE

LINE3
Befiector Loading system turniag / loading arm
When wming siars down, Lower Brick Ha ] Posttion {'} Time (g} Velowity (/51
wileh hall is comung to the sensor ¥
Hrick belwren sensar < - ~ Deflector Turaing pck up position FaY i 00 ; 0.0£100 750 750£100
Delay bme gripper closed 0.95 0.95:1.0
Daesigaation Stast ') Eod U} Time grpper close ol i 0.25 0.25:10
Anck op seasor ] ( Tumiag lay down position ff % [ 180 I 180100 ] [ 700 I 700£100 ]
Canteol time ] Time gnpper epen L il o i 020 I 0.20£1.0 ]
Dellector lorward J Tuming waiting position {\ a0 90+100 300 300£100
Start leading am 150 $50+10C
Cam feading system 7 RSV
Desagnation Stant () End (') Acceleration % Deceleration %
Start loading werning ]
Statt leading arm Loading ann lay down position s a0 902100
Loading cylinder down‘up Siroke up 70 70+50
Start leading pusher Delay siroke down [ 0.80 I C.80%1. ]
Start index table Loading arm pick up position e { 0.0250 00 300:100
Specd convayoer 2 {fas) J Enable position index. lable BQ' 50450
Delector Back
Starn cross conveyor Acceleration 100 % Deceleration 100 K
Loading pusher Tzke - out
C Poxition {mm) Time {5} Velocity {mmis) Position {mm} Time (83 velocity (mmds)
Time arm pusher forwacd 0.35 0.3541.0 Delay time start 0.0 0010
Pusher forward wep! a00 | avosio a0 | 4004500 |[rake - ot forwors wp {500 f soos10 ] { eso | ssos100 |
Pasher back L 15 152100 800 8001500 } Delay jaw enlocking down 0.75 0.7541.0, ]
Dielay arm pusher roward 0,10 I 0.10£1.0 ] Delay vaccum on 0.0 0.10+1.0 ]
Enable position index.lable BS. 360 300£10 Pick up time 0.25 0.25+1.0 ]
Take - ousbickeard. 4mm | 5 | 54100 | (450 [ ss0100
Acceleration %% Deceteralion %] Delay saw unfocking ups 0.25 0.25+1.0 ]
Delay vacuum off 0.05 0.05+1.0 ]
Clossing cylinder Vaeeum blow ol 0.30 D.304+1.0 ]
Dlay time {s) Tigme (3} Velacity (%) Enablz Position index table BS- 100 100£10
Blowing air 00 | oaos10 |[ 020 [ 020610 )
Rapid up "‘ 0.6 0.1021.0 | 25 25150 ] Aceeleration LS Deceleration £
Press i 030 | 03010 |[ 070 [ orosio0 ]| 8 650
Stow dows l. ¢.10 0.10£1.0 J 20 20450 Cross canveyor
Rapid down 1‘ 20 2050 Posilion {mm) Velocity (mm/s})
nopicce [ 8 ] 400 | 40021000 e
Chpentng cylinder Brick distance 300 300500 To Lehr 950 950£1000 )_‘
Blay time {8} Time Posifion 1 4500 4500+1000
Opening eylinder 4| 045 | 045210 Pasition 2 4800 | 4800:2600
Unlocking cylinger | 070 | 0.7041.0 | o040 ] oaosto |
Acceleration % Deceleration u %
Melting burner
G supply 1.20 1.2041, Bar Pasher
Air supply 160 10020 mbar Time (s)
A Gas Delay time slatt 1.50 1.5045.0
Bumer No.| 60 B50£100 ] mbar 40 40+100 | mbar Time pusher forward - 4.0 4.0+50 |
Bumer No.2 &0 BGx100 ] mbar 40 40£100 | mbar Time pusher up 't 1.50 1.50+5.0 |
BuneeNo3 | 60 | 602100 | mow | 40 | 408100 | mbac Time pusher reward e | 150 | 150450
Annearing lehr temperature
Zune tA 520 Zone d 480 Zone R . Cooling R1
Zone 18 : Zone 5 : - Zone 9 - e _- .7 Cooling R2
Zone 2 Zoneé: Zone 10 200*5(}
Zone 3 ZoneT: 330 Zona 11 Belt speed - n p—
Cperator : Eeader :

niigan 9

Bangkok Crystal QD-Fi-248 Rev.No07 Effcetive date 1840523



