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AUTOMATIC GLASS PRESS MACHINE LINE 1

Sui; [ A
fupida ; AAVIHAAR : 1 nv: ) o (O &n
- al ~ ﬂm:m Juwuazommigueafon msudhunnznanysadly Stop
51 Tugn (ih) Code
mansrsmoullan Defect (Wildn3onnng X dionudym Wlamioamas v ioistuiyn)
G nond ;| 08:00-09:00 | 69:00-10:00 | 10:00-11:00 11:00-12:00 | 12:00-13:00| 13:00-14:00 | 14:00-{5:00] 15:00-16:00| 16:00-17:04 | 17:00-18:00 | 18:06-19:0(| 19.00-20:00
Q P nefin ;| 20:00-21:00 [ 21:00-22:00 | 22:00-23:00 | 23:00-00:00 | 00:00-01:60 | 01:00-02:00 | 02:00-03:00] 03:00-04:00 | 04:00-05:00 | 05:00-06:00 | 06:00-07:00 | 67:00-08:00
GOB WEIGHT : ..o #10 g
GOB TEMI* : 3082420°C
HOT CRACK AT SURFACE
NOT FULLY PRESS
GLASS SPIKE
COLD CRACK CORNER
HOT / COLD PLUNGER
SHEAR MARK
COLD CRACK SIDE WALL
BUBBLE fivay 11nm3 Press
ORIFICE MARK
Wiedinn 1z Bos Mould Equipment Ussdng
Station hinuld Izi::g Mould Bottom
MR.No. Wiy Ased 1 nlfus aad 2 MB.No, nlfvu aTaf | whon afaiiz
Sl
St.2
St.3
St.4
S5
St6
St.7
St.8
St.9
5t.14
Code : PM : Preventive mainfenance ME : Break down 9311 mechanical Team ;
SPM : Sep up MAY preventive mainenance MR : Break down 910 mould
JC : Job change EE : Break down 230 clectrical Operator
$3C 1 Setup M job change UT ; Break down 230 atility
SE : Set up & adjust equipment FU : Break down %30 furnace Operator ME. ¢
LM : Loop Mould CE : Change equipment
Leader :
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AUTOMATIC GLASS PRESS MACHINE LINE 1

INDEXING TABLE e Former « -1- -3 3.
MOVEMENT TIME - 1.20 1.2041.0 | 8§ 516G
DELAY STARTINDTABLE: | 060 | 060410 |3 - .5

CUTSETTING  1MIN: | 200 |200:3001) I

PRESSING CYLINDER
PLUNGER COOLING : 120
Position "mm" Delay tine Time Pressure Speed %%
PRESSCYL : {l | 150 | [.5041.0 [ H | 2.25 | 0.25+1.0 | H 50 5050 |4 50 S0=+50 1)
PRESSCYL {} .60 060240 }) 50 0£50 14 50 FUERIVNE )
DWELL TIME : G.20 0.20=1.0 }) 10 W50 |4 14 19450 |1
PRESSCYL ¢ G 0.05 0.05+1.0 [} 50 5050 |J 50 50+50 {4
PRESSCYL : O 1 oo oo s s ] s0ssp | 50 0150 |1
PLUNGER RING
Positien "mm" Delay time Time Pressurs Speed %6
RING : '0 .02 0.02+3.002J sC 80x5¢ |J 80 R0£50 |
RING : {} | 0123 | 123210 | J .15 015250 ) R 80250 | s0 LHESTUNE
TAKE-QUT CONVEYORE/IT
DELAY START IN : 01 ; SPEED CONVEYOR I: sa | sosse |
Mould Time Time SPEED CONVEYORIIL: 20 20356 |
TAKE-QUT FORWARE : li) 0.60 06030 L) Detay Time Time
GRIPPER CLOSE: =<3 | 0.50 ] 0.50£1.0 | I {} 040 04010 |) COOLING COVEYOR | : 220 2.20£5.0 |1 2.50 250450 | J
TAKE-OUT REWARE : @ L60 {50230 1) ROTATE SECOND HALFT : 156 250250 | J 2.5¢ 2.50+50 |
Conveyor Time
GRIPPER OPEN: <2 I
CAM-SHAFT 1-8 FEEDER MECHANISM
Start (%) End (%) Plunger Stroke (mm) : W 20£00
Start Press : m 272360 276 2762360 Tube (mm) : 20 204100
Start Welding : 200 2004360 210 210£360 Speed Tube (112) 20 20150
Plunger Up : 146 100+360 180 1802360 Gob Temperature (°C) 1082 1682100
Plunger Down : ¢ 10£360 80 80£360 Temp Bottom Mould : 36 300£200
Shear (Reserve) 2.6 0.0£360 0.0 0.04:360
Shear Close ! 136 {30+360 155 15523460 WATER COOLING PLUNGER
Shear Spray : 250 250368 150 350=3460 Water Soft Cj Inlet {*C) Outlet {(°C)
Shear Lubricat : 250 230360 350 3502360 Weter Chiller C) - -
Oparator | Leader;
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