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SR ANiE

5

1 SEE

A by E A E 1 O LA G I Wil AT HLARE g PIL R HIL BE L EROPL L B B R PIL . B DT AL L 3 AL
B L 75 Hh T IE HUAR L 25 45 28 O AL B L 2 B 1 19 AR B Ho o
AN IS T R R AL

2 MeHEsSIAXHE

TN SO T AR SCEER R R R AT Y RLSE R HO A S B SO A0 B AY R AR GE B AR T
. MEATE H IRy 5] H SCfF B R AS CRLAE BT A a2 0 ) 36 F 4= S0 .
GB/T 8541 EARIE

3 EMARIE

3.1 SREHLA B ARE

3.1.1

#HEVHM metalforming machinery

W I T LR

Xf B ekt i Ab g A EL e AR BA VR ARG 8 RO sl IR B e S 4 RE L H DL BB TR ElCE
I I TR HL4S .

i HHEARR RS % & W GB/T 28761,
3.1.2

P E 4L  mechnical press

FABLIE A% 33K 3 TAE LA 69 3 B0, CAEMLE — 8 oh il GEAT 0B S5 20 A
3.1.3

i JE# hydraulic press

FH i 1A% 3 f B 2 i Be ol T VR SR 0F 09 15 h ML B BR L 4% 4 A ) 43 b il FE HIL AR R B 9%
3.1.4

BEH#EHL automatic metalforming machinery

HE H 2 5¢ I _CAE G B0 0 R 1) o B9 i T BILA
3.1.5

$  hammer

KU TAESE 43 Gig Tl o 800G 3008 ) Br B8 B9 RETE T 47 14 05 X 6 {1 08 47 7 o 1o 6 7 2545 90 1 A2
T 1 8 R B SR .
3.1.6

H#E#l forging machinery

SR N T — 2 JLAnT RS 2 AR 0 o s g o 1R i ML 4
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3.1.7

BU{JJ L4 shearing machinery

AT U1 AT BB E bl . 1% 4% S I 2000 DL BRI e PR R .
3.1.8

ITZ ML press brake and flanging machine

VBT HY AR X iz 3l 4 55 fobt s A B LS
3.1.9

E UL  bending machinery

M TAESLR L T RS B T AL oS sl 2ok sl £ 25 sl A e SR TE A L ES .
3.1.10

BilE (K IE)#L# straightening machinery

v 19 A0 B S o e o R T 2 v N R
3.1.11

BEh& =& automatic production line

thZ & EPLRIGEOLTE 1 20 T2 B 3l 44 15 % 8 R P8 ) 3 G i k. 52 8 H sl AR By ARk 2
3.1.12

IhBEER1EF function units

S e T L R — Sh Ry AR A .

3.1.13

E@EHEVIM  general metalforming machinery

% i B i THLR

K5 R PEREAT 5 A O dm b i v R 3 3 R B S AL
3.1.14

fEZHEVH  precision metalforming machinery

5 % B2 N THL R

K YERBAT G A0 ™ i 1 T I KT 8 S B SR AY B AL AR
3.1.15

BB FHWENM  super precision metalforming machinery

B 15 T R L ML R

Ko BE AERE AT S G ™ b E [ BL S 09 R A 8 O A LR Y B F pIL AR
3.1.16

HEHEVH numerical controlled metalforming machinery
HAER M IHLAEK NC metalforming machinery
FEN TR T S g il A R I L th 3R Rk MECE R BRSO T st n T A BLAS .
3.1.17
25BN EIRH EYLHL  economical NC metalforming machinery
e FH T 7 20045 5= 6 19 2005 i T AL
3.1.18
SR ENM  high level NC metalforming machinery
> T e P fiE B0 22 40 1 B08% RO LA
3.1.19
I ALy metalforming centres
HE H sl e B IR aE 9 3 A sh i T2 a9 £ da e R LM .

2
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3.1.20

EA/HENM metalforming machinery for composite machining

ELA Y A a9 A L AN (] 28 Y i e T VR R 20, BB 50 B 22 N T T 20 0 20 s He LB
3.1.21

FZHEFRIE(MMI)E T flexible manufacting cells

A — 5 80 2 & 80 i B LRl 1o 4wy A = e BE B s i TSR] Ty T
3.1.22

FZMHFIIE(IMI)Z&ES flexible manufacting systems

H — 5 8% 2 & B0 B PLAE I PO gl By L s EAR 8 LA RS,
3.1.23

Bz automation

R F BB B ML AR A A T ARAE A 7 ik B0y M 2H 2 HE — S BE 98 11 sl T, F s As i, 1 3l
il sE M ARG — RGP
3.1.24

$EBTE  automatic forging line

2 © B LML Bl T 2 0T A 1 ah % 206 %8 B R3304 ok S0 B 1 3 T4 i i AR
=
3.1.25

MEBZNZE automated press line; automatic press line

2 & EVUREEVE b R T2 B shifie % & myE i R el k. 908l B 3 TEm vp s 4R
[

3.2 WIEMHIRIEARIE

3.2.1

STZ0  inching

(e ACA T AL e 3045 (] BRI %) /) 1 5 467 8 A — R /R LS Cln . PR L 8 ) .
3.2.2

=31 crawl

e 8 B 0L D B 305 03 2 5 T 3 3030 B L 0 7 1 1 B B
3.2.3

f{Z1 micro moving

FIH T o015 7 & A e s = AR kP (S 5 SE R AT PLA AT B 1 — PR E ARG .
3.2.4

B /R1T#E single stroke

Ji B — WK AT AL 58 I — R T AR I fas e i o 7
3.2.5

ELZETTFE  continuous stroke

I 8 J5 AT LR S AT i 2 TAREES . B 2=l Ar e k38 AE 0k,
3.2.6

EESEIE  stop at set-point

AT R B E L
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3.2.7

EREIE emergency stop

aE

MESF IR E LN T PLA L .
3.2.8

WF#E1IE  two-hand control; two-hand operation

PRAE A 0T [A] B PR ST OLR A RE R ah AT R R T EANRE R 3l .
3.2.9

EFI2{E one-hand operation

H— H T AR IS sl .
3.2.10

%2 1€ pedal brake operation

FH N5 5 O B3 A 358 R AT 454

3.2.11
2 N121E  multi-operator operation
NG S e ] E X ¢ e
3.2.12
FzI manual
FHT H EARAE 5 iRy S0 sl 1
3.2.13

X851 semi-automatic

BE9C I — > TAET SR OB 46 [ RS 1 a1 .
3.2.14

H 3 automatic control

2 1015 F by o8 % 2L TAETE IS CRLAS B L P RS) nahE .
3.2.15

fR £ pressure holding

78 B 5 B T LI HE 2 56 0 TR T R
3.2.16

X AL emergency return

o S AT HIL Foy TG (MR P B A
3.2.17

B TIEEFE Y ejection of moving bolster

MCEAEA & CE TS W) B 21 56 7 B Y ah A .
3.2.18

BB ITIESEN reset of moving bolster

M B B A8 3 TAE A7 B CT R Ry ) 1931k .
3.3 ILZEKIE

B LZAARBEW GB/T 8541, R TEFMA.LIFEKE S L T GB/T 8541 Hr Ay KL 46 A i I 5 3 .
,
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3.3.1

f#iJE forging and stamping

X SRk N A g A L A R AR B U RS IR R s % fiE L LA L AR R L TR BE
AT N T, B i Y v R R R
3.3.2

EREHBEMTI  metal plastic working; metal technology of plasticity

FIFH 4 T (9 28 P 7 HE e 8 112 00K RS R oIS Pk i L AR A TR LR B L MRORA L R b R P R Y T
e, ERLIEREE G IR B B L PR
3.3.3

BT chipless working; chipless machining

& B R L P Rl A & 0 T R e B AT YN TR T AT,
3.3.4

EEREIMT rotary metalworking

{4z Jm I (] % B8 AN 1 B [m] 5 g o 8 00 [l 2 oy BB P n 1 ik

vE . AT EL Rl IR AL R R R BT
3.3.5

R 2 sheet forming

FHARCEE B S R SR D IR R A T 2 T 09 T ik
3.3.6

EF K bulk forming

FH A L 2l B A O [ b R R A7 BB PR T8y ik .
3.3.7

#.42  hot forging

FEeEEGSgEMIEE L#EfTNESE TS,
3.3.8

B warm forging

AR O T AR TE & T & AR T g dh i O B N R T RS T2

3.3.9

=i cold forging

AR N TR T2, B ST SRS TREN TR,
3.3.10

&R isothermal forging

PR S e B b R R AR AR T2, ek T O AL B AT i PR 5 R i
3.3.11

B, forming

4 Jm obA ek AT B AYE AR I 10 R A BT SR AR R RS ] A i
3.3.12

AR 2 hot forming

4 B A 45 AL IR B UL L AT A RO 1 R
3.3.13

imEL % warm forming

— MR 0B AT B R B T R RO TS R Ve TR P A R RO AR
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3.3.14

WHL T2 cold forming

FIE PR A R Uy 0 — R OE SR
3.3.15

#11E forging

TE Ay B TGO B AE IR Af BB 85 88 = A4 J5 3 g 42 38 0 800 A8 8 L LA ARAR — 2 LT RS
PR B SR 1 B n T ik
3.3.16

M E stamping; pressing;sheet forming

(o bl Ak 222 40 1 sl NI 1 A5 3 A T SRR
3.3.17

ZL% rolling

wiEAE AR R RD e LR R D ERE = AR B R IE e Fr 2R R JJBAR
PERE AU ik o 1 L 4R Sl 28 15 L ) 2 18] R LA AE ) B9 5C 3R AN ) 1) o R AL LRH AL Fn b 5L = Ffr
3.3.18

% E extrusion

YR E 35f PRSI PN A2 < 1) Fe B D PE TR o AOBEEL Y FL 1 Bl 4 B 55 H 7 4 a8 1o A2 A 28 1k, i ol B i
il d N T
3.3.19

##l heading; upsetting

T SR AT 1] o P B o 4 D A R A O AR T
3.3.20

itk drawing

Rl | I AE AR E AL L 2 A B AR R A s A D R B i T
3.3.21

BEE metal spinning

RO T Jm SO IR R T 07 TR B R B0iE TR S R 5L S b e e T B 5 ROR

FH R R4 AT AR 32 TR 7 A % S 0 Ja) 3 8 FE 200 8 8 A T A 3 E TR | 2 S R R g S R R S L
3.3.22

24 roll forging

AR LG e,

3.3.23

BH# open-die forging;flat die forging;free forging

P B PR T L SR A V48 1 T ) B A AT 1 45 T 7 1 L TR 1
i A R T
3.3.24

e die forging;closed-die forging;drop forging
) FH A0 B8l =5 1 2 T 30 A5 R A R i T
3.3.25
% [ 45$ multi-ram forging; cored forging
52247 1) [F) O 0 A7 hn #8009 i U i . B TE B 20 20 B 9 M) 2B R )N aiE A7 109
6
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3.3.26

FEZH#1E precision forging; net-shape forging

s k2 — . HER AT S Aoy el K b s UTE N T,
3.3.27

f&8JE sizing:coining

FERLH TP 2 P8 i TG o )T O B 28 Ty
3.3.28

P E  blanking

AT rh R O LA AT B Fe 58 -5 R 0 8 i — b i T ik
3.3.29

B2 EE  fine blanking; precision blanking

FH e 0 B ol e v 2 L0k 7 = g e i Iy A TR . R B 2 a0 i e L S R B PR R T g s ) i
Hi% .
3.3.30

7% #l  blanking

F I h 3 HURS — 7€ SME v i) 2 25 R Y p R Ik
3.3.31

iMFL punching;piercing

B i P e oA 8 A LA ) PAT ) R I8 8 T ke L A5 300 AL M B — b TRk
3.3.32

8/ Y] shearing

VLT b R 4 Jm #4 R A7 B
3.3.33

4% nibbling

i 10 T DR 1 & de 3h 9 T BT A T 1Y B 2 T OB L Ay 8 AL o R i
3.3.34

Ll bending

FEARORE BB SR M AE S RE R T & B A I AR A R AR Y RO T i
3.3.35

FIZE stretch bending;tensile bending

PR AEAE 22 PR S F AT B ST 1OE 597735 .
3.3.36

2% roll bending

i Ak A2 e e ) AR Ty BV T L e R S 2 [R] i e A B N Y L
3.3.37

HBMIER . (8F) roll forming

i Bk 38 o B A AT RS ey SR e L MO AT T i WO L R 0 A 3 I o R AR ] Y I O ik
3.3.38

#Z[E edge rolling;edge coiling;curling

ek 8 250 B v #8452 0T o AT L S ARORE B 28 A 2 ol G [ TR A e RO i

|
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3.3.39

HZZ M 75 straight bending

F1 VB0 U T8 By BRSO B i ek e AT o il L .
3.3.40

BiE straightening

{538 09 ARCRE TR FIEREAS S P R B BB N T i L W R 098 B O A R U8 BB T
H R ES.
3.3.41

Fri®  drawing

Vi U3

) FE DO 5 L ek it 07 B8 i g o T A T B T8 B A A o I S o s Y (] R B (] HE R
. 5 AR AR i T 5 s
3.3.42

[0  necking

P s O o 0% S T LA 1) RS /N T ik
3.3.43

JEED  coining

A5 L g T 57 AR A o Aol AR 3 g e T 2 S R T 2 B e 5 o0 TR R T T AR S L A 0 3 R B
0 5 3%
3.3.44

HH twisting

P b He R TEHUE G VR T A% 1l — 7 A BE =R i i T ik
3.3.45

¥ O expanding;flaring

S R AR IR G R DA Rl Wl 1 D AN 7 N <9 1 B P
3.3.46

f¢#  bulg;bulging

T oy He R sl =R B EL A Ve TR (O} g 230 B 7 2 4 AR T AR A% i i ) A7 1 (P T 2%
3.3.47

. sizing

R 118 ) 1 R L G HE R ) I AR A RO T
3.3.48

B (%F)¥F flattening;levelling

AN g Ak B A A 19 RS 3 A BT A A T 280 S0 Ay AR R 2Z 1) 0 e L AN P B A A
LECH RS NI EE L N = a2 S = A T i) [
3.3.49

LB (F)E roller levelling

(i BCRE MO A 22 5 AT B R AR 1 )i L A SO A AR T L DTG A B i P R B e A T
ik
3.3.50

I IR (7)) F  patent flattening; stretcher (stretch) levelling; stretcher straightening

F A % L 25 s AR R 72 O LR i

3
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3.3.51
Z, BB (%) F  temper rolling;roll levelling;skin passing;pinch passing
ULV 5L A o 32 (0 AR Rk i i S0 i o DT A5 280 g 1 PR 2 ol S A ik
3.3.92
Fif2  stretch forming
LB 0 SR db i) i 2 3 oo ™ B 5 AR G 3z sl (S AORESZ BT O B A R 1) s
3.3.53
BRIER T  explosive forming
FFH K 28 K K I B = A 0 e 5E P o 38 o a2k AN W) g Jo (o R 7 A P AR 1 T
3.3.54
B electro-hydraulic forming
FIFH AR T A4 A7 i v i s 8 e i) oy 7= A %) 5 BB v o 0k (e Aok = AR BE R AR JE I O ik
3.3.55
BE T electro-magnetic forming
) FH B i ok 2 B P s A 9 8 LR A T SR A A BB R R T I
3.3.56
WA BIERT. sheet hydraulic forming
FHR A R B5HO AE A% TR A o ol 50 b A B AR ™ A 384k Bl TE B ik .
3.3.57
SIEMF. pneumatic forming
A RSB B E R 7E S5 1F T 89 = BB P AR i sl iy IS B ) 89 Rk n] DL e <O AE S £ )
A i ARBA F B FBAR WIE #9 T2 7k .
3.3.58
HZHF vacuum forming
AL BE B4 R 59 i S AR A9 5 s Rz CEIE B0 ) AR RS Ao S R B 2Z (R 9 B 5 L R RS
30 AR R T T 5 I G R S s R M T
3.3.59
BiRIERT tube hydroforming
RN EERF internal high pressure forming
RS I T R U A Sk R < b P MG 5 S A 0 S0 B T A B FL R
HOR I s AR B 4, 1 a9 b 28 L3l 3 o0 N 78 A28 P T T 25 il A 2 e AR AR 1t 8 PN o) T g
T RN 22 38 45 N e TR BT
3.3.60
% S B F.  multi-point forming
TR D) HE 5] B A AR (R Sk ) i B A MR BT L o o el 7 R A A ey JBE 1) B9 6 80 AR B T BEAS 4R
BR Sk B 63 2% 1+ BRI B RSCTES (H e E AT ARCRL B PR BRIE
3.3.61
%= El  roll embossing
{6l S 1 AR Tk DA A3 - 2 Ta] A gk BT AR R ET R Bt AR ST M B AR .
3.3.62
Z0% longitudinal rolling
ELAR S AH T 17 e FE Jy ) A B L 5L AR AL 2kaz 8l i L .
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3.3.63
fR#E  roll forging
FH — X6 H [m) g 5% 19 Js) 12 1 LA B0} 7= AR A A . BRI 2 SR SR e A R BE T ) A2 B 4
Al Ay 4 Im T T L R o 4 R TR T [m) Ak 20 WIS H A R T ER R . DA AR AT Bt A et B Y R
L.
3.3.64
fE%lL cross rolling;transverse rolling
LR Mo S ELIF 2 1T HLALSR S5 5L R VE AR X 5 sh i FL i o7 ik .
3.3.65
245 % cross wedge rolling; transverse wedge rolling
T A B L H i AN (ol =) FLAR L RO 51y DU R 09 7 m ey . R e e i ERT T I
] T 5% 1 5L .
3.3.66
w3 ELHl  gear rolling
Al 5 T 0y LB CHLAR) 31 e % ih itk 25« (o B S e e i o 75 vh T 4 408 B RO 2%
3.3.67
IR ring rolling
AT 1% e A SR 2l 5 0 R A A L LY L e A N TR s L BRI A R S Y [e] 5 hn T
T8 R ELIA R .
3.3.68
Y22 flat die thread rolling
P R VE AH ATz B (R ) g B R AL Rl AR R A YA A R N T 07
3.3.69
# %  thread rolling
i B R 22 B 09 BE & i FL Ta] iy BoRF 5L B8R E T B9 {8 A8 B n 5 8%,
3.3.70
IE#]E forward extrusion;direct extrusion
Bk D FL A e o 5 o B Az B0 5 ) S TRz S 5 1e) 48 [R) B R B ik
3.3.71
R E backward extrusion;indirect extrusion
Rk By i o VBT Z 18] B9 1a] B i H e sl 1o 5 B iz 3 5 1) A B B A5 R RO i
3.3.72
2B %F[E side way extrusion;lateral extrusion;radial extrution;sideways extrusion
Hoehin A2 m 57 Ry 5 T =
3.3.73
i E  hydrostatic extrusion
AT RN Il TN 730 N I RO 0 1 15 5 o 0 i S A T R U N £ 0 B B S T 7501
Br s B By ik .
3.3.74
B IFE warm hydrostatic extrusion
% )| e R TR 20 Y v €1 5 O

10
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3.3.75

MIEEFHTE can extrusion;cup extrusion

g S0 T T 38 5 T 4R BT R A ol BE TR L 5L Rl B BT =5 () T A TE 1
3.3.76

BEFHE tube extrusion

W a0 VR B A AL 69 B R S FL AL R Bl Y [ B 8] BT R T
3.3.77

AT HFE sheet extrusion

MRk Y BE BE G TR ORAY 22 4 i HLam 2 MTRE i AT TR T ) el — T T 20
3.3.78

ZIFE cold extrusion

% 4t

fEE R T Tt R T,
3.3.79

imBFE  warm extrusion

it $5¥

SR OCT AR TE & T 5 AR T A IR R AT 9 B e T
3.3.80

HFE  hot extrusion

L

o I T AR B 2 A L R DAL AT B R L
3.3.81

8l cold heading; cold upsetting

kR TE VR BN LR R S EORL B I T ik
3.3.82

BEHEEE  single-blow heading

S EA T — B B AT A5 2 B o A A RS A o ik
3.3.83

WHFEH double-blow heading

o AG B R AT ROT /5 A G B b AT s B T i
3.3.84

el heading; upsetting

T T4 g 3 FY Jg PR EIOR

3.3.85
% cold drawing
T M VETE
3.3.86

3% hot drawing
0 EoRt A ) R R LA RS R AT YRR
3.3.87

Fi2z  wire drawing

— R B R 0.14 mm—~10.00 mm B A 4B M SR 0.01 mm—~16.00 mm A4 (48 Y
|1
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3.3.88
Ei#AEE conventional metal spinning; metal spinning
TR R AR T BE SRR A A — 0 A A B — B 2 0 [l U e T TR T
3.3.89
V4 HEE expanding;bulging
ol i i) o6 7= AR ey SR A B AR ) — A B R T i . EE S RIE VIRIE P 0 R
3.3.90
2 S1IBEJE  spinning with reduction; power spinning;shear spinning; flow turning; flow forming
JE §e 28 S0 8L e % FF HE &5 N U RE =50 [l S AR M 09— R OO0 s BUIE 120, B R HE TR S B R
i€ He o 15 i He FN B e i 5

3.3.91

HEEL spin rolling

18 e H AL b o T B 2o [A] B A T 1] B 7 09 Jog 30 4 FEL RS IR B9 e e A i
3.3.92

IZENYRIE rotary forging

R A Eh 2 5 e A OV T D) A 3l 2R it — A A R L — 1T SR i O e A L — T IR R AT
b s g — I B[00 R 3 R G A — 80 40 B hn 1y ik
3.3.93

ZEH#E3E  radial forging;rotary swaging forging

Rt A i) % K i Y R L B AT AR I A o) K e T 8B n E  e) BL AT AS [ R B Tk
3.3.94

BBl  electric upset forging

A B BOLRE AR MR sy 3 i P o] 69 7 1%
3.3.95

7SR melted metal squeezing

B 0 Tl T RN TR A R PN A 4 D BIVRE ] B 58 1R 2T CRIR . 8 P AH 25 A7) AT Oy A
FE A HC 8 [ LA 2 7 75 JE DB PR i I T ik
3.3.96

MEERE  hot iso-hydrostatic forming;hot isostatic pressing

TE e U % 3 28 2% v A 2 A v ) R Bl e S B G e v T A B il D A T A Y R
J1 DN SR A e B8 BE R s AR T2

4 HLHIETIN

4.1 LM EHV B TR

4.1.1

VLW EHL  mechanical press

Fe MU AL S VE b TAENLA A9 B0 TAERLRD 2 20 dhfw L EFF 3 B 55 40 0%
4.1.2

MARE WL  crank press

oA FH iR 2 AT &2 Ge A v LAERLH Ay TR g #IL.

12
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4.1.3
F1EZNEAVL  top drive press
JE PG 8 R4 ALFE L & S A S B TE i e b oy G EfEdL 5 L #) iJE J1#l.
4.1.4
TEBIEHHL  under drive press
Bah R (WIHBEVLAE S REETES T E L.
4.1.5
BZESNH single-action press
il 2 4% 3 F e A s — - Bz sh iy s 1L
4.1.6
WEEFH  double-action press
W AL B R GeAl sl Y AN Bz sl T L.
4.1.7
=Zh[EHHL triple-action press
BA =007 AT 8 sl i He CRP M A 35 B Ae i Boaspe) 7, — i e R ) B L.
4.1.8
BAESNHL  one point press
AW 7E A B b ) s AUH — . BB — > AR sh iy By e L.
4.1.9
WEEHNH  two point press
th A tE FHZE I B0 D 5 AP B -T2 F TSR A i H i 8L,
4.1.10
MSEAHL  four point press
it A 7 A i e b ag A 20 548 TUAS . B B A PO A 2 FF SR sh 3 Bery 8L,
4.1.11
AIXESH  bench press
GRAL G T ol T/ N R L.
4.1.12
B[ E #L  inclinable press
PLE 531 A 3 1 L 3 FOPL S 2 2 pl ] i 9 He 7 6L
4.1.13
BEhENHL single action press
1) 45 B0 F G B — A~ I Bag 3 09 Hs A1 4L
4.1.14
WEhEHHL double action press
W AL s ARG s AP Pz S TR L.
4.1.15
ZT{LBEEAIHYL multi-station transfer press
R — IR AT T a4 a9 2538 TR 40 3 78 B 23 HILAY 251 U A7 ] s 58 i iy e 11801
4.1.16
F X MBRE YL straight-side press with side slide
LB P92 A7 M0 AW 2 KT LA L Afy 8l 35 T Bt 0L B A0 38 e ot A 2 F T LS A 2 0 3 B, B 5 00 T
|3



GB/T 36484—2018

e r (7] — il Sl s shay e Pl B 2 H T UL SO ST T
4.1.17
HEAEENY  geared press
fn 2l 5 O 00 Ji0 5 B 1 Y 0 0 — X BRI R B O S B TR T L
4.1.18
B sCES1#L  knuckle joint press
HH A 1L+ B 2 5 Baz s gy TR 1L .
4.1.19
fEEML coining press; knuckle joint press
SR ST AR AT BILAR A% 8l 59 32 U T3 L AR v e i B D ARAT R /D 2298 T K 5 T T 8 P 9 A s
VR DA,
4,1.20
FI[EFHL  open front mechanical power press; gap-frame press; gap press
HoAy H 205 TAE S 89 =~ J7 18] & BT B PLROE T4 .
4.1.21
F X B ARESIH  open front servo drive mechanical power press
P L) az By ] R AR B0 4 B s 95 ) o T 20U TR 77 HIL .
4.1.22
FREEESEHH open front mechanical power press with fixed bed
BLE TAE & [ A s i I 2% 1L
4.1.23
FHEFHEENHL  open front mechanical power press with adjustable bed
PR DHLTAE G AR Z W e T m ol Barse g b @ s T8 s — A s L 8k k17
SN S
4.1.24
F Al ESIH  open front inclinable mechanical power press
FRHL 5 LA & 1T LLS KP4k — 5 A B Y TR X L.
4.1.25
FRXIZBEOEAIH  open front deep throat mechanical power press
bbb o TR I 11 0K 50 Da A L i U ST HL .
4,1.26
FRWNEZEAH  open front two-point mechanical power press
TLAT PR ol Sl AT P A 34 Ay s 38 Bz s iy JF A0 T 4L
4.1.27
FREAEBIESHNH  open front under drive mechanical power press
L 2l AL 4 e A I 38 PN =R 8 2 1 JF X 1 L.
4,1.28
FRWBHFHEFHL  open front double-action mechanical power press
FA7 F 2001 B i s iz 4 = 8L
4.1.29
FH 2 THENHL  open front mechanical power transfer press
HANAH W 2y 2 LA EZL H allii R e B m s i il.

14
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4.1.30
FHEEENHL open front high-speed mechanical power press
HA VLS s B U &0 K 4L
4.1.31
A2 HFXEHHL  NC open front mechanical power press
FH &% 7= B 3% il iy TR =X Hs 1L
4.1.32
FZLEFIHL  straight sided press;straight sided mechanical power press
UAE & ACHT = BOT 72 40 A LA R PL U S L.
4,1.33
A =0 {7 AR JE A1 41 straight sided servo drive mechanical power press
i ey iz o i AR IR R 0 5 422 9 0 45 1 8o PR SCPL B T 0L
4.1.34
AR B SESH  straight-side single-point press
[t Ak AE AT B Ay FE 0 SO — 1 BV — A % A K Bl 3 iz sl P 20 B
4,1.35
ARXPESVIAEAN  straight-side single-point trimming press
FH DI BB R M €l iy P 20 R R T AL
4,.1.36
FAXNMBIRE P straight-side press with side slide
LB PN 2 % AT i AN 25 FF FLHS 7 2l 320 B B B A3l s iy i 2 1L R 3 2 s ] 35 B, 9 B b 0
Bl ] — il by 20 e 32 A T U0 i ECH: b B T
4.1.37
AX WS EAYL  straight-side two-point press
fi AR A AR I B B A3 0 A A B P 2R AT R s i iz sh ey A TCTR L.

4.1.38
AXWETBE N straight-side two-point trimming press
A VI BB il Y A 20005 T T 4L

4.1.39

FARXNEZZEFFIEHH  straight-side two-point link-drive press
F W B 238 KT PR K 3h i P U8 R il
4.1.40
AN ESHL  straight-side four-point press
[T AR AT 7 30 B a3 00 5 AT DU B DU 2 K 80 3 Bz s iy 20 1L
4.1.41
AR E L EFEHAY  straight-side four-point link-drive press
1 W B H 22 7% FFAL R 3R 2h % PR o8 DY A3 FE AL
4.1.42
FIENH  drawing press
HT T AR B2 09 e J 8L,
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4.1.43
AL B S BEFREANAN  straight-side one-point single-action drawing press
FLAT B AT HE SR, 50 50T Fe g B3 B {1 8L
4.1.44
ARXWNEZ BRI HENYL  straight-side two-point single-action drawing press
HLAT B AT RE B, 050N i A S 3 B hir {5 4L
4.1.45
RESINENHMIESIH  under-drive type double-action drawing press
& S HLAS 76 J5E 4E PN Bl 6 82 DL i) BUsh 7 4 e T A,
4.1.46
AXESWEHFIHEAH  straight-side single-point double-action drawing press
LA B AHE AL L DL S TR S sl i Ad TR S 4L
4.1.47
AX N ZWENFLHRESHL  straight-side two-point double-action drawing press
ELAT B P HAESE L LU0 i e iy 3 s 4 4 i 8L,
4.1.48
AR ENEFBEAH  straight-side four-point double-action drawing press
ELAT BT HRE SR DAY 5 s ) 3 sl 4 fi i 4L
4.1.49
AR SN F L ZEFE 4L straight-side four-point double-action link-drive press
FLA B P RESE L LLDY G0 e | 320 P T 22 0% A0 AS BIK sl (4 ALl (i = AL
4.1.50
=IEEEIHL  high speed press
— R B sh e L N HeRg o B A R OB L S RO AR R 938 TR B 24 A T SRR AT
B F ok R E W E Ak R B RS LAEM R L.
4.1.51
HIEEIELEAHL  turret punch press
Bz R
5 Sk 82 32 22 AN M AR B9 B L, Rl EAT-fn] — - B H5L 54 21 ¥ e i 78 B JE 09 o B0 A7 B0 SE 19
B R AR T T B
4.1.52
BZENHL  dieing press
KR LB 0y JE D HL GG TR % vp I Ty
4,1.53
M EAHL  notching press
E 2 of e L S LA 5 - RER R R A9 T R T AL
4.1.54
WmEIBZIEAAH  sheet automatic press
W BBk e B AT TE AL — AT B D L DL 2 Rl B[R] 22 TR v R i AL VR TR LT
i Eih 5 2 U in L i AR AR — 2 R e TR I HIL.
16
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4.1.55
WEHEE FIHL  screw press
SEF AR BER W ahig B R aE s a s L,
4.1.56
FEFEMEHEIE /1#  friction screw press
P 1 I #L
A FE B Bl A2 A A R A e e . ek FRE R O RS R T R T e e 9 IR e R 1 AL
4.1.57
FEEMEHEE 1Pl electro-magnetic screw press
57 L AR FH ke Y R AT e i e 4R e s L.
4.1.58
M EMAEE HL  hydraulic screw press
I AL sl i o e RIS T e B A9 SR T R T L .
4,1.59
BEaaVBIEEANAYL  clutch screw press
AR 2 A AR I HLA B JE . RS 0 2 DR L 1) iE B L A 3 e B R S S UE AT By R e
H F1#l.
4.1.60
EEhIBAHEE Il  electric screw press
AL RO B RFE . 2R 984T B i B B T 12 30 i SR E T 1 #IL.
4.1.61
I TNMEREE IHL  NC electric screw press
AT B R GE L RERT I FE W A RE T fE R L S R T T PIL .
4.1.62
WZEEEE WL friction screw presses
P T 1 H
WL ML 30 A2 A T R AR e A a0 ok E 4 L [ R R B AT e L sh g B | T HEEEE).
4,1.63
HEBEZEAY  high-speed automatic press
AT B B8R A L.
4.1.64
REZNENHL  under drive press
K AL A B L.
4.1.65
EHR[E WL die spotting press
T b B E BB B8 DL R s s e T Bl
4.1.66
AR B THIEHYL  straight-side transfer press
HAHMERMLSA 2 T s B ah L B 3 E 0 DL iR AE — A h ol il T %500 T
-4 S AE T 3 B0 25 A4~ A ¢ KL
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4.1.67
AXEEEAYL straight-side high-speed press
HAF A HERR @ A7 B B = 1 HL.
4.1.68
AXSEBEZHEDN straight-side high-speed precision press
H TR T2 A = st e L.
4.1.69
AXIBZRFE NV straight-side fine blanking press
F TR b o B R AR My & A 20 L.
4.1.70
FALEIZE 1L straight-side NC press
BAT B ARER R FTECF W & g0 nl JE 17 700 51 g R 4 ol ) R D5 B
4.1.71
FAREFZFIRE A straight-side servo drive press
BAT B PAE SR 5 i fa) R i DL 3 4 O 32 4% 30 09 B 1R 1L
4.1.72
MEBTHZ automated press line
— R B EE O R VUL AIAL 08 5% B 4 v R T 2 W R R R R R A Rk
4.1.73
#HlZk  blanking line
MR R AL E A TG BOE 8y ) 00 8E S5 Ak P DL R R R AR A B R I B2k

4.2 HHEDNBREESE

4.2.1

Ze®R 71 capacity ; nominal force

e [ e Rz i e RAEHL S
4,2.2

oFR 71977 nominal working stroke

He T3 OL A A R T I 3 3R i AL s iy e — e
4,2.3

Z~FR 71/ nominal working angle

HE T3 HL A 2 R T Bep o AR BE 5 3] 5 1 S s iT R —FE AR
4.2.4

BERITIE  stroke of slide

fa 1 e M B FE g B T AE s B S sh P
4.2.5

BB KITIE  slide maximum stroke

P H AT R O e O (0 P 00 B R () B AT R B
4,2.6

B ATAITIE  slide adjustable stroke

AT R AL 09 BRAE

18
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4.2.7

BEHITEXEL  slide strokes per minute

e B o LN = R I R W /N = A 1 S T e SN R 1
4.2.8

RAITIZEAE  micro-inching strokes per minute
HH T 0 3 L 35 3 9 — B g o Bl sl B AT R U8
4.2.9
TEEAZERHRIERE bed to slide distance
TAES LV 2w mnmy e B, s KRy 8 3 B A T 5 28 A, i Bl oy 2 i BR A B
U
4.2.10
M AXEHRSE shut height; maximum die height
A NI Ry ¢ d il N T A N = 82 W O T A W = 8 T e O Sl O e T Tl [ £)
[P .
4.2.11
RS EEATE die set height adjustment
e Tl oy FE R R B RE A T Y BRES .
4.2.12
S @k guide separation
F5 = T ALT 122 S PURA S 0P 0 T 2z el Y S
4.2.13
AAEMAORST  upright side opening
SE AT T TR B D RS o BE T e Y R
4.2.14
TEAMWRT area of bolster
TAEG M EREAE AR AT,
4.2.15
BHREER T  area of slide
P RS A A R,
4.2.16
B TIESSE moving bolster height
¥ 2l TAE & #biy b -1 % i e b ST Ay B
4.2.17
FEEE open height
e A5L 5 T O VT BILAS A T e A 3 L R PR AL S AL T AR T R R R AR & O
TAE & A L1 2z 6] i B
4.2.18
TESHFLR T bed opening
TAES LRI G A R,
4.2.19
ERFROLEE  feed level
iy Bl kbR B T BLER bR LT B kAL 2 R R R R R A SR e
|9
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4.2.20

SE{# /1 capacity of balance

ATy el P a4 S|S0 —Fh ).
4.2.21

B f  capacity of die cushion

FLavBE A Y R KIE T .

4,2.22
4T  die cushion stroke
B K aih & .

4.2.23

BEREXBFHTE  maximum effective stroke of die cushion
P38 TR £2 B)) Y 1w R P B
4.2.24
ERTIEFEATE  stroke adjustment of die cushion
L ST 7 e R R Y 19 RS
4.2.25
=#NE R~ pad area for die cushion
B TOE A I AT R AT
4.2.26
XS LM A B E  maximum stopping time
M Bz S 55 E 15 5 & I 06 203 Hudss bk 09 Bt A g
4.2.27
Z 2= 1ERE  emergency stopping time
M 2435 §1H Uf S0 4 3] B 1k B 1 fa)
4.2.28
ZEE safety distance
AT PR OCH PR3P %6 B 5F 2 R ) PL A B DX B ) o /iR
4.2.29
=IEHAE stop angle
Mg Beaz Bl 45500 15 5 206 0 R R L 208 Bedss b 09 e Ta) BL L R o R I & ff BE
4,2.30
T/EEE working speed
A BRI HE 1 Y IS i Bk ) s B
4.2.31
JENHLRIE press rigidity
S DALAE S fof B red 2B e —fh | ik B R Lt 5 R LA 2 & 124,
4,2.32
& deflection
T Fe I VLA AT 52 J1 I i 85— % 2k el — 1~ F i Ay b .
4.2.33
BIRIEE  slide deflection
e e ) PIL ¥ B i R E By ye TR Y e 00 A 25 2 B g B 22 A gl for B 0 A5 B9 T B RS TR TE

2()



GB/T 36484—2018

4.2.34
T/EAIRE table deflection
TEJE DAL AR & i e f e [ A 2 T AR eyl LE . B LIEaE T
JEME MM TAEG R EIE SR,
4.2.35
LW E whole machine rigidity
T JE AL T AE £ 1) A B i i 22 [a) B0 22 B9 50 Bl P 0 A 2 2 B8 0 B9 39 A0 38 g B L 5 B g B LA T
V£ 1 -5 W PR T 2 6] 45 5 {7 & Y T 29 X 28 TE &
4.2.36
BIREEE  slide separation
6 DL JE 7 AL P9 3 BRI 2 38 B TS T g a5 62 2 T =2 18] B RS
4,2.37
i /NBEEE  minimum separation
{6 FTOL08 20 5 v o ;9 L Z 1 i DR ) RS T AR B 3T 1 B
4.2.38
IEE B  normal separation
TN 03 BB AL T A5 B I A5 1 R
4.2.39
mABEEE maximum separation
NS TR 114 I TR AH B s (1Y R
4.2.40
fRi>EE  eccentric distance
A 0 R OO ) H S L o ol Al i SR D) A0 2 3 il AW (D ) HR D ER Y BELE L
4.2.41

45  torque

f& = A 0l ¥4 3z el a1 = A 0 ez sh Y S ds  HAB R J R0 CW T &G ol 2 0 69 4 F 26 ) e B 2B
B,
4.2.42

#1280 7148 brake torque
FE 1 BLASE 42 i L A M Bh o012 3h B 75 2500 5

4.,2.43

B AT maximum stroke

e R e VW O B @ RSB [E D= 5 0 =2 ] A el B = TV
4.2.44

THITH  ejection stroke
T e 7E T AR 2 vh T #8 ah i E E
4,2.45
1T /X # strokes per minute
A PR IR
4.2.46
fTHICE  stroke of slide;stroke length
HH— KT R s i iR .
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4.2.47
A[8 1T adjustable stroke
BLAH T LA T FE A< BE ol R Y B
4.2.48
fT2AT  stroke adjustment
MR AL S R I BL AR & 2Z 8 B B A R A
4.2.49
F% 5= upper dead point;top dead centre
JI ML By b B8 00 fs v
4.2.50
TZ = lower dead point; bottom dead centre
H AL P ) B AL FS i e (IR B B T4 5% #A O O° IR A 7 B
4.2.51
HEi® throat depth
CIEHLE F JLiE e ot 28 2§15 P g gy BE
4,2.52
mAWEBIESE maximum eccentricity offset
Fe J ML A A2 O 28 for B o BT 900 09 B R IR B B B 0% 1 g vbols 2= R 3P0 v ons B f i Y B R
i
4.2.53
{EHASIE air pressure
Bees L0 e 4 = o E el -7 .
4.2.54
#ESHE hydro pneumatic cushion
F FH T 48 23 /=00 458 i e i =3 HE it DA SE R Tt 4 PR 3 Y — Rl 6
4.2.55
iWEE  hydraulic die cushion
A A LA 58 e T4 B He 3l iy — Fp 23 A

4.3 MHEDNF SBEARE

4.3.1

L& frame

B4R T HL0Y 2R B — SR T AR & 52 2 W28 T2 S a4 . fe a5 ¥ e =0 0 4 (R pL 5 A1
HAHLE Al T2 ok d s HL 5 AR DL &
4.3.2

FRXHNEF C-frame

ARG CFdLE . A LANHT A2 A7 =T m b #4E .
4.3.3

HAXH B straight-sided frame

AR S RETE 0 7 A S A7 LS.
4.3.4

AXEEYLE straight-side one-piece frame

He Sy HLEYHIL B 2 — B (A1) ) A HE 2

22
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4.3.5

HAXABSH T straight-side assembled frame

i R GE SRR IS S TLER A 5 R 2 R O B AT HIL B
4.3.6

2 crown

Ha LB 3t 08 5N AT S
4.3.7

SMAE  upright

2H 5 2CHL B A M0 A L 30 e A T By T e AR A

4.3.8

JEFE  bed

A UL B Y — 3R 41« 5 A0 4 B tiy Gt 7 E WR e 7 2 2H N 3 A AHE ZR RS P e B Sy AR F . i
WM TEG R s TAEG 5.
4.3.9

I TIEE moving bolster

BERS L L ARG TR E 2 E
4.3.10

T{E& table;bed

RS L TAE & My Bk s e R sl TAE & . TAE & fny SR,
4.3.11

THEEEMWM(TI/ESH) bolster

[ 2 75 = AL TAE & L g9, H oA B FLak T BUAY, 4[5 5 6 alght e H .
4.3.12

B slide

JE S ML b 11 Sz 3h i) TAEFRAF . LAUE S ALAY LBk i), B3 B
4.3.13

Shig ik outer slide

He 31 B

ALl e L 4~ 3 e S0 ) 3 B o A1 B B B AT ERC e AR S
4.3.14

A iE  inner slide

T

AL BN E, = 8l i 3Bl b 2 5 v sk CBHED) aY i e .
4.3.15

TiEER lower slide

=B EIHL A

4.3.16

a4k additional bolster

B i

[ 72 L s R L AT AL T AR, L e LR .
4.3.17

BE5s clutch
Rz sl 1863 E .
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4.3.18

HEXEST/ (NHEESEE) clutch-full revolution

— WA R E RIS — 2T R S A B BT A B G, I CE Gar . WeEE A E TAETS
P 14— 5 or B B A GE JBL T 19 28 5 4%
4.3.19

SEANEGF(EEESS) clutch-part revolution

fEH AT R AE B B L AR S & R TR A B 5 2% e i 5 45
4.3.20

#lZh &5 brake

{58 11 ¥ Bz 3 iy il Bh %
4.3.21

#EHF connecting rod

Wz h A0 Sy MCIRLAG 1 1 A% 3 30 B B alOR AT b 09 2 e 1 o 2% AT 0 R 0% 2 T 230 O o0 B2 AT
4.3.22

Bt#F  toggle link

8 [5] %3z Bl e 7 Ry i B A Az Eh B GE T — B R 3K SRS TR AL L LS T BIL ) AR e S
4.3.23

HAFZEFF ML crank link mechanism

O AT AL I R PL S SRR e FY a2 A i o % RS i S Ay e ¥ 12 sh iR AR T By B2
[E=RreI
4.3.24

A BTAFHL#  toggle mechanism;crank toggle mechanism

P SR B L TR R B AE S B s e LR . T B s S LS LAY [ E SR B O .
T 38 ok 5 A R B R AR R L 5 0 R T Sl e 8 AT SR AT B R B AR A
4.3.25

FFEEEE NC die cushion

A R4 2 40, nl 0T FR R T 72 55 2 B0k A 100 5 15 s R & 2 4 T A 4
4.3.26

A die cushion lock

seTa AE T HL BLELAE M EAT R M 100 7 By LR R TE E AT PO — M3 E
4.3.27

AT IER die cushion adjusting device

VA R A T R A T RO B LR
4.3.28

&% flywheel

F5 B TEMh D RS Fe = A o R TR TR D WLz Fe ol B vp i AR T4 X B N A7 3 BE . T 76 R I #IL
) TAER BN BIRE = .
4.3.29

I EEE ejecting device

peAE T H N L AP T ] R PR
4.3.30

ROEESIEEE  micro-inching drive device

W EAesh R il R s T R

24
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4.3.31

BHRIETESE  slide adjusting device

W E RS TIESRZ B AV BT 5 H SR 5 & .
4.3.32

BRI ZEIEST  slide lock device

B EAE BN Ay P E E R ST BT EM E FW S BN E LA Ik R iE,
4.3.33

WRRBERKE die lifter

1 R L E A H DCER b T el Y

5 HEIEM

5.1 WIEHLZFR

o2.1.1
#EHL hydraulic press
FH R A% 20 o0 8K 3y 3 B sl AR SR 4 9 B 0 PIL B BB 3% A 5 AN ] 23 A T B AL T 2K e B0 o i e
PLE 5 9K sh 1Y = F1 8L
5.1.2
FEHEEHN  hand hydraulic press: hand-operated hydraulic press; manual hydraulic press
J 3 sl s R A% s B9 L
5.1.3
FEZEWMEZEYL fine blanking hydraulic press
FAE AR K 25 vh 8609 Wi R AL
2.1.4
HAE#IENL single action hydraulic press
AT TR BAUE L.
5.1.5
BEERRERENL single action hudraulic stamping press
A — A~ 1 B AR P TR AIL
5.1.6
WEhi#EHL double action hydraulic press
HLAT A7 550 9K sh 7Y i B A R L
5.1.7
=Zhi%IEH triple action hydraulic press
FE ALl M FE AL A I 4 T8 A5 — A~ B ) iz 3l B9 35 B 03l R AL .
5.1.8
WEhHEHF M FEIEYL double action hydraulic drawing press
AT A 41 1A% Bl 8 SR ) AR (R R AL
5.1.9
MiFEFEEN. four-column type hudraulic press
LRSS L TAE G MU 57 A2z TP HEZR AL B 1 |, T 2038 HPE B R m i s AL

[~
P
L |
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5.1.10
ZHIEEN multi-column hydraulic press
HZ TS BRI TAES Y AHEZRE YL B m il AL .
5.1.11
BAEREN C-frame hydraulic press
HLE I C B bk G54 i TR AL
5.1.12
BHERIEEZEZEN hydraulic press with C-frame for straightening and press-in
A CIEVL S 45+ my R 1k % - AL
5.1.13
Z T EH  multi-station transfer hydraulic press
e 2 LS H ik B B RUEL.
2.1.14
ZHEIFEEHN  multi-cylinder hydraulic press
HAT A LA L TARR R AL,
5.1.15
5B IEEAIHL  hydraulic fine blanking press
BE [7] B $i Ak T 10 g L B T )y i v 6 0y g - RS 4% o B TR BIL 0 T v A 2 R Y o fL L P L 2
fLEE Z R b Ly .
5.1.16
HEBEEHREN superhigh pressure hydraulic press
100 MPa 8¢ DL F TAREE I A3 EHL.
5.1.17
ERFEMHEEN  metal extrusion hydraulic press
B JE OB e iU B9 = 4L
5.1.18
BEREFEFREYL hobbing hydraulic press; hydraulic hobbing press
5 PR A6 JE FH 0 T R AL . B e 5 R 3 F1L 5 22 RS 1 450 EL R PN 0 1) 0 % RIS
5.1.19
MERXBARS REEN. powder product hydraulic press by lateral pressure
AG ) F e e e o A ) R AL
5.1.20
BRLE mEEN  plastics product hydraulic press
e itl] 28 8 s FH B9 3 = 4L
5.1.21
£NAEEN diamond hydraulic press
A i WA PR RIL
5.1.22
i NFEFEH  firebrick hydraulic press
e i) e KA P A T AL

26
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5.1.23
ERARESIFIENL  carbon electrode hydraulic press
ot s T B FH 1) i He L
5.1.24
RS m#EN  abrasive product hydraulic press
FEe il w0 &6 A7 i AL
5.1.25
k&l i ENL powder product hydraulic press
F ] 85y A ] oty FH B R L
5.1.26
EBRITE®EN  hydraulic scrap baling press
W % 4 Jm AR A | 2 bh S R 4 e E T B R R HIL
5.1.27
EEBITEHEEN hydraulic baling presses for lower bale densities
AR 4 Jm B A RE R S R S R A2 ] B iR AL
5.1.28
EBRBIERMBEEHN  metal scrap briquette hydraulic press
W4 e Tl VRIS VTS L e L8 S R 46 R AT H R R BIL .
5.1.29
EHHEIEN.  hudraulic press with umbrella slider
A A i By 3 KRB AHLE A B AR AL
9.1.30
BHEFREBEHN  wheel mounting hydraulic press
e 2% El 4 1 22 A 5 e i AR R L
5.1.31
HEEHEBEEN die spotting hydraulic press
B Be R B B H B W T AL .

5.2 BIENEESH

5.2.1
Z4T ] idle stroke
e E I (= 0 B = L NS 7 B Sl [ K e
5.2.2
=FREE  closing speed;approach speed
TE 25 frRE it i RS P B A iz B i
5.2.3
B8 return stroke
i Bl ] s ek A
b.2.4

B2 & opening speed;return speed;speed of return stroke

U B [l I 11 iz 2 2R

i
=]
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5.2.5
FRHBEAMEES maximum hydraulic pressure used
W R g VR Y e KR )
5.2.6
B TFE{E inertial over drop distance
M B0 458 1B 45 5 At I s L 33 s AR ok i B nd R
5.2.7
A TEEE maximum descending speed
M b fe) T iz 3l i Y e RIE B
5.2.8
A EHEE maximum ascending speed
P L T e R

5.2.9
/TR A rated force
W ENLDY 2 LT AET .
5.2.10

B2 71 return force

iz Bp 8 A CUl 3y B 45 T I BT 75 2211 77
5.2.11

M 1 knock-out force

ot H 3% 2 5 T A AILAS 0 4 s
5.2.12

T1E71 working force

iz B Cnd Yo i hnAE T ey 77,
5.2.13

W mATI/EES maximum pressure of liquid

W 52 40 T i AR B i X AR ).

5.2.14
BRITIE  stroke of slide
P He RS ) e R
5.2.15

FOSE daylight

HHCOE L) F¥mETAEG mm & b E.
5.2.16

THEAMM AR~ dimensions of table

TAE &0 (B FO 0 B RA B R,
5.2.17

IntH 1T stroke of knock-out

T 3G 8wl 100 P A B gl Y dR R
5.2.18

BRERL)ZFTETITEE  descenging speed of emply slide

B B ) g i B CHR SR ) 25 &g v B RS 8 1 P S

28



5.2.19

BR(ESL) TIEHEE  pressing speed of slide

B B ) PN Rk T a B ah RY R
5.2.20

BIR(EXLIEIIZEE  return speed of slide

BN ] N T e RSk TR RB sl 1 I T
5.2.21

BINE  total power

B 5 W H BIL B i F T SRy BT,
b.2.22

PlesEE Total weight of machine

W EYLAY B E i,

5.2.23
B EN total force
i fh 5 K 2
5.2.24
P71 drawing force
i ff i Bemy TAE A7
5.2.25

J£i1 77 blank-holder force
I EE ).

5.2.26
W EE 1  hydraulic cushion force
RS R E .

5.2.27
WIEEEITEE stroke of hydraulic cushion
i T 3RS Bl 1Y e IR

5.2.28
HEHTTHS  knock-out force of hydraulic cushion
i HE AT 08 g

5.2.29
PLRBRITIE  stroke of drawing slide
P A BLR 3 1 e KR

5.2.30
[Ei#iBR1THE stroke of blankholder slide
Ji 01 ¥ A% 2 1) de R BE RS

5.2.31

FHEBREIEESEEARESE maximum daylight opening of drawing slide

P AR T 1 A AR G i R KPR
5.2.32

GB/T 36484—2018

FihBRZETEESE&AIEE maximum daylight opening of blankholder slide

Jeih B R & UAE & i KRR .
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5.2.33
FIREHR R T dimensions of drawing slide
Fir e ¥ PR A 1R S R ER R R
5.2.34
BETIERTITHE stroke of moving bolster
Bah TEG & RKEHIEE .
9.2.35
ME#R throat depth
U AL B R ) rput 26 2= C IR LS Pl 1ar 89 &2 /D AKEBEES .
5.2.36
BRIETIEA R~ dimensions of straightening table
BeiE TAE & 09 8RR BEE X 5D

5.3 HENFEFTIHH

5.3.1

L& frame

RS LY 32 32 T 2 4 % % R 0B A 09 Bl L RY 2O R ik 20, DU = B R ACRE 2R Lo & 2 HE
R
5.3.2

F#Z2  crown

HE Z2HL 5 iy I ) 2 52
5.3.3

AR slide

W B 3% sl 5
2.3.4

iZ#  column;upright

B B RS TAE A — AR
5.3.5

T1EE table

WEAL 8 e RS I PR R O M T AE S M SR 2 T AE 5 0 . 2 5 PP 4 1 | OF- T RP
EATAEG IS,
5.3.6

¥z T/ES moving bolster

T AR RORBE H s KRR S8 AR S
5.3.7

S % guideway

e THEZL L B s B 5 i /) a2 2 3 (o) 5 20« o] FRLAE L ARD R JRE R0 52 452 ) (] Bt ey 9] 365
5.3.8

T1YEA bolster

TE AR & LB R I & A O AE & i 2 a8 7 35 B 1] 142 4 5 H alg il
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5.3.9
M EE cylinder
5 S A B BB AR L A% el E R LA ) R A s Bl A

5.3.9.1
F & main cylinder
2 3 EZAE 09 W FE T
5.3.9.2

M &L lateral cylinder
=T 0 g R T
5.3.9.3
JMHE  knock-out cylinder
Tt ek i 47 1 B i T 46T
5.3.9.4
Bl 24T return cylinder
A AsE H R L
5.3.9.5
FE{E#EL  balance cylinder
2 - 1 VR ) W T
5.3.9.6
Ei# 4T blankholder cylinder
e 321 R Y ¥ 6T
5.3.9.7
IM/EEL booster cylinder
iy iy By KT g A ) B IR G
5.3.9.8
5B ET  auxiliary cylinder
S B 5 Bh 3l 4 By W R T .
5.3.10
B H#EE drive mechanism
S Bl L 3 R AT | R A S 2H R 0 AL Bl U
5.3.11
M A4  knock-out mechanism
[T b o) 4 FH 1 5
5.3.12
R M4 operating mechanism
B EYLiafT TAEM R E
5.3.13
W5 ig# ® lubrication device
iFe T 0 BIL 3 1 4 I FH B R T AR
5.3.14
i€ & maintenance platform
AR B YL s Pl i g 6.
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5.3.15

iR filling device

P FC VAL 1 TR0 7 TR v 4 S o 1 2 ) £ TR P T b T IR A 1) o L
5.3.16

BEIZETE  cooling device

B AR A BT i i I 5 4
5.3.17

A IEE  heating device

PEw TAEA FRE HE ISR S .

6 §E
6.1 $EHBWR
6.1.1

#73E forging hammer

A AF &R 2 G156 90 30 8035650 B BLUE B9 S RETE B 17 72 B 05 58 °F a8 7 4T o 0 1 1 3R A4S 08 1 A2
JE i 1 He B2 LK
6.1.2

HIEMHE Z$E drop hammer

Sk HSE [ Ry BT T e
6.1.3

WAEFA$#E double-action hammer

FH TAEA B (895 . 2 Lo & O BRAEH T TAESL L IEWAE T TYEGD T I8 i ik =k o] [ 32 zh
o o) Bz sy AT
6.1.4

BiER 5 single frame hammer

O HA — > A Y

6.1.5
WA 5 double frame hammer
Ik 2
B A P A ST 0 i EE

6.1.6

HraL$#E Dbridge-type hammer

B TR R AT A SR 1 5 RE N R R N — A R PIL A g OO
6.1.7

=S pneumatic hammer;air hammer

2 VR PR 46 G A AR S L B PLH 80 TR 46 05 282 8 8 R 4a 2 AR e % A T AFEEL B g sl b i,
A Sk 1) Faz shal e Rz s JF kAT ATy
6.1.8

#R-THEBAAKRE steam-air forging hammer

DLz PRCECE 4 2 =0 2 TARA T I, 3K sh e Sk | Tz shalb AT dv . e ad W [ e T 2575 2209 Hie
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6.1.9
FE-BSEEE  steam(or air)die forging hammer; steam hammer
DIZZ R gz SO N TAEN . WahiEk L, FizshdbfriTd . b M T2 B En
247
6.1.10
W EE hydraulic hammer
S0 Wi AR A s 3 () 0K 3 il Sl P oty 4 S 980 IR sl e Sk R A AT o 9
6.1.11
iR FE high-energy-rate forging hammer
T 5 B[] PN R ke 7 B 2 0 0 4 J8 BT Y — Pl R L £ T EE O 20 m/s &£
6.1.12
Jzii 5% board-drop hammer
P EE Y il TR T e 6 T A e e T 5% e S L B AR O TR 8 0 Bl Sk L T S O e A
Bk AR R A T AT
6.1.13
EE=S¥E  die forging air hammer
L5 5l e ARl 0 s SOHE AT TR
6.1.14
E 7 HE  belt drop hammer;belt drop stamp;belt hammer
P B Y —Fh R ALY B s i o RS S S RO O DR R Sk . S ROIT B R DU R Sk SE A R
B ATE B AT
6.1.15
3t#$E counter-blow hammer
RN N T ST vk = T LI B B 5/ SO O 1 S = T S i O A 2 N e S0 s i L 5 S ESB | ANRTEE i o
JAs e
6.1.16
%%E drop hammer;drop stamping
HELSE A vk T T AT RS R
6.1.17
) BA$E petro-forging machine; petroforge machine
F AT N RRAIL By A [t 8 i 44 20 7% 28 R e Sk U PR Y e e
6.1.18
MEE  spring power hammer;spring hammer

T A% Ty % B A0 Bl Sk 2 8] 150 A e 55 A9 B
6.2 SEMIEEESH

6.2.1
FTIHZZE blow efficiency
7 S 3T o SR 1 B o BRORE 2R PR A B IR W ) B S R v R AR B BT B AT BE AT HE AL,
6.2.2
fTTEBEE  blow energy
RSk AT B PR R A BT BAT a9 BhRE .
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6.2.3
TR E  blow speed
i Sk AT o B A e B HAY Y
6.2.4
BT X% blows per minute
B SR Sk 0] BE T T e FR AT 5 7Y due s DR
6.2.5
= TE4RE  droping weight
f Pl v T AR CELEG TG 28 VBl AT ERESL . RRGEC E DAY T A,
6.2.6
$E3L1TFE  hammer stroke
HEY P& T s sh i
6.2.7
Z2FREEE nominal capacity of holding weight(manipulator)
i i A WL BE Je 3 Ay die JOHR (F B A
6.2.8
Je3 148 clamping torque(moment)
YIAFRMFEm AR E RN B E R SR EOCEY D E PO EEMRE . BRI %k
55— 72 A By BRI I SR VR R B e R

6.3 SEHEAH
6.3.1

L  ram

P N 5 e S s S T 9\ o 5 1
6.3.2

$85 frame

FH e ke 5 ) R SR A% B %R B AL
6.3.3

hEJE  anvil block

L TR HOIF RS2 3T & i .
6.3.4

HAl foundation

HET Hb R YR AR IR EE L A58 B BRGE RS2 H I P2 R Y oL SRR ORI R T R AR
6.3.5

BiE  sow block; bolstersanvil cap

B RbHR R HEE 2 0] B g i R
0.3.6

EHIHL  horizontal forging machine; upsetter

HA gk i B e Fig By Rh=CH Sy AL . 42 98 53 B B 1 0 5 [a] AT G ORI Ao 4 T - SR L A
ER IR S 2]

34
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6.3.7
HIEE DML forging press
it S 4 8 0 WL sl WL T T HIL .
6.3.8
% R HR#EEH.  multi-cored forging press; multi-ram forging press

HA 3l {7 [0 MK T ) 22 345 B0 i AL

7 B
7.1 HALEAFR
7.1.1

ZEEIEH  radial forging machine
FH AR 1) BB 25 0% 7 22 6 1l 7] 4% AR B 2k A BIL 2% .
7.1.2
EZhEEIEHL  rotary forging press;rotary forging machine
HRHEAT RN T HixE.
7.1.3
ZL#HL  rolling mill
FIAE 4 J@ FL 00 T A HLAS A5 A5 v 00 50 7 5% sh A0 B4R 8] 28 T8 . LU T8 68 BY b e b O 8F L 4
5.
/.1.4
SH# 4.4 gear rolling machine
FL I A S RO BIL AR
7.1.5
BAE LAl cross wedge rolling mill
K HBOE RS T 2 A0 %% .
iE . PR ELLAE F oA iR Y R S
7.1.6
iR EELYL  cross wedge rolling mill with two rollers; two-roll cross wedge rolling mill
E A [0 T8 5L 1 2 e BT B 2 iy 5L AL
7.1.7
—iEHEHEELHL  cross wedge rolling mill with three rollers; three-roll cross wedge rolling mill
£ = RDEFLIR | 3R BB Hay 5P .
7.1.8
U ELHL  plate cross wedge rolling mill
FE WAt L 22 5 T B B 09 SLHL . 9 A 458 o R i AR AR X iz 8l
7.1.9
BBHEIHL  forging roll;forge roll
AR T A HLES . AR AR 04 3k 20T 0 S B =0 0 3 i e A
7.1.10
BEJEHL spinning machine;spinning lathe
T eI Ly dLds . o3 b 3r ARRMa
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7.1.11

BU#E 4l upsetting machine

H T Rl e i AL O B0 Gl & S S BER )
7.1.12

PRIAFL ring rolling machine

A I BT AL .
7.1.13

FFEMNL  extrusion press

A 5% He T 200 4 Jas B4R ol = 4 B30T iy AL« 0 O ar SORTRP G
7.1.14

Fi# ¥l drawing machine

TR T A fE M R TR i T PLER .
7.1.15

AL 24l stretching machine; stretching former

BRI T 234 #ErY & FIPLER

8 BIEEM

8.1 BIEE/ENZR

8.1.1
BE1H#IEYL automatic metalforming machinery
HE 1 zh 56 BT ARG 2 o - 10 il i i) 55 R BB
8.1.2
HEI B # 4l automatic header
£ B B U IE 0 1 2h B L.
8.1.3
AHEHL  cold header
FIAE 4 I8 A6 5 IR 8RN TRy BL 2R
8.1.4
BE14 8L  automatic cold header
H 342 I TR 19 Bl
8.1.5
BHREEBIHAEM singles stroke solid die automatic cold header;single blow solid die cold forg-
ing machine
(AT — A~ v Sk A SRR T — PCBIUER ROIE | MRy B (R =0y 1 3 BPIL
8.1.6
BHESEEHEEM singles stroke open die automatic cold header;single blow open die cold forg-
ing machine
(AT — 1~ 0 Sk 06 SR 7 — URECHR I o T2 ] g /Y 3% B
8.1.7
WHEEBEBINSEIL  double stroke solid die automatic cold header ; double blow solid die cold forg-
ing machine
AT A~ arp Sk R ERREEEA T U BT () B 33 BILEL.
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8.1.8
WIALEEhE#ML  double-station automatic cold header
A P Sk A~ B ML Y H s B .
8.1.9
=HENITHAEBEhSE4  three bowl two-die automatic cold header
A AL B ML B 3hie 8L .
8.1.10
WEK B /AL ball automatic cold header
il A BK B M B B H shie L.
8.1.11
EFBENAEHL  roller automatic cold header
il &SR B A 8L, 2 PE A gL R B s bl 2 TAHE 1 A 3
PELL .
8.1.12
 T{HLE NS EWHL  multi-station automatic cold header
SANTAE LA A A ahig L,
8.1.13
B2 EHl  nut automatic cold former
il 7 SR BE IR Y 2 A [ shie B .
8.1.14
ZIT{EEThESE4l multi-station bolt automatic cold header
il 785 SR A PR Y 2 1A shiR BOHL .
8.1.15
BEhH R4 antomatic bolt maker
TE2 TATERFE H a2 Sl B3 B M 22 S50 ny B s RNl 1565 2 1AL H shig iRl . 2 T
{i F1 sl F R AL .
8.1.16
S IEMEIHUL  hot upsetting machine with high speed;hot former
Sof AR L A B Wy LB L R 3 SR 2 T T R T A e o R A LR R L.
8.1.17
% T{ALEhEE4]l  multistation automatic header
AR LL BBy S ECERL .
8.1.18
ML electric upset forging machine
W 4 Jm 1 At Jay A H I AR i A OB R P AR .
8.1.19
HZH  thread-rolling machine
Mgz T FiEE/MERS A shi EL.
8.1.20
TERXELZLHYL planetary thread-rolling machine
T B 5 (1918 22 5 M [ e 09 T 22 2 8] 3 TR MR 2 19 8 22 0L .
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8.1.21
Bah#E 2 41 automatic flat-die thread rolling machine; automatic thread rolling machine;
automatic coil thread roller
P — % 48 22 Hh 78 20 {40 #1310 42 ) SR 2 sl v 4 1) 1 sh B R AL
8.1.22
BohfEZ 4l automatic stamping and bending machine; automatic bender
Al b Bk B who ) 3F 2t T ) B S R R AL
8.1.23
B8l  automatic trimming machine; automatic trimmer
ot B AT D1 N TR AL AR L T SR R R MR S SR DT e AR B B sl AL
8.1.24
E£E YL spring winding machine
Bl S AR NI HL A
8.1.25
Ba1&E=Hl  automatic spring winding machine
AR 28 5 3 iy & Bt .
8.1.26
HIZEFHYL NC spring winding machine; NC spring coiling machine
AT B R B2 H sl G i oS a4 L.
8.1.27
SHEHEXBZHEEN archde-plate type automatic spring winding machine
FH I 1 1A 56 | FHR A 4205 P 2 48 il 00 RIS BE 1 A sl 5L
8.1.28
BB EZEVL  cluch type automatic spring winding machine
FIES & o il 26 BHC B 3 [ 3h & 3L .
8.1.29
MEMRIL hot spring winding machine
s ORI i A L
8.1.30
B ZM#L automatic stamping and bending machine
P b BCER A v U 32 il O 09 1 s AL .
8.1.31
BE1HI$THL  automatic nail making machine
il 26 (9 A 6T By H s TR AL .
8.1.32
XHHEEEMN semi-automatic metal forming machine
HE B 3 56 I TVETE 36 . W5 2 8 ME & 2 55k a0 B0 6 A a1 ) o 00 s s AL

9 ETYIHLH

9.1
BifR#/l plate shear;plate shearing machine;guillotine shear
IS V105 ik i dhoet o B ML A . 1 1% 3B 2000 D MUY #k LA s 39t AL
38
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9.1.1
BAZ IRl NC plate shear
FH &9 & g1 i 19 85 A pL
9.1.2
W EBIHH4L hydraulic plate shear;hydraulic guillotine shear; hydraulic plate shearing machine
FH W 1 5K 3 1 54 Al 1L .
9.1.3
B AL swing-type plate shear
I 2R 58 S i AR sh B BY AR L
9.2
M EVIEIHL  laser cutting machine
I OCA R ROE . 20 R g B RS D) 2% RO B 2 TRt s T
FHOOTASL B8 89 B 2 o fre 24 B4 RHE iU 48 89 PILAT .
9.2.1
FIZ B VIEIH  CNC laser cutting machine
K FRGE ZR el iy o BRI
9.2.2
ST EIH 3 axis CNC laser cutting machine
HE #E 17 = 48 DI 9 B OB YR PL
9.2.3
M EFEZIHL  laser engraving machine
FFHHOG A% 250 B I0OG . 2800 B R G0, 3 HE 0SB % % T A 06 o IR 3 T e, el S T
FHOGE (07 B 1) 8 B 2 17 M 2 (9 BIL %
9.3 Ex&MEN
&M B4l universal ironworker for punch.plate.bar and section shear
ELAT phfL AR 55 DI A0 R B4 5 D) = Fh Lyie iy 5y B AL
9.3.1
MAEIBIP]4L  nibbling machine; nibbling shear
15 1z sh iy i ke 3 20 3 59 98 208l 1 pY Bk 473 28 b U1 R AR n 1 AT 0 AR i B DT L
9.3.2
WEIIHL  circular shear;rotary shear
JU Xk (8152 71 7 s 47 1M 26 51 A 2 U W Al kA o By LI BIL .
9.3.3
HMFLS B MY universal ironworker for punch.bar and section shear
ELAT rp L AN B R 55 D 5 Fh D) 58 B9 PLAS
9.3.4
I SEHEYIH universal ironworker for plate and section shear
FAG Aok 5y 0] Fn ALk 0 1) 9 Fd 2 e 04 Y DAL .
9.3.5
HEEEES M EIHL  universal ironworker for punch.plate.bar and section shear.notching
FAT oAU HSObt 5y U0 R B U] R B DU Rh 2 BE 1Y 5 DI HIL.

a4
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9.4 BIYIM

9.4.1
B BTHT 4L billet shear;section steel shear
R0y 2 F 5T DI#L .
9.4.2
BERLBTETHL  bar shear
PRk £ BT ET#IL
9.4.3
BRI E#l  precision bar shear
B TR BE B¢ v AU R L BT EI AL .
9.4.4
B2 5T AL alligator shear
L1285 7]z s iy sy 4L .
9.4.5
WET B BTl reinforcing bar shear
T ) Y UIAIL .
9.4.6
tRIESPIHL  slab shear
i 28 1 & 5T H1 4L
9.4.7
E BT ETHl  scrap shear
JE& W 1) T H 5 UI AL
9.4.8
WIEETHTHL  ingot shear
BN R TR IR

10 rEVLH

10.1 TS YL 2 TR

10.1.1
FHETZE AL  universal folding machine
F-sh fi 25 i pLmE . S AN R ELn i VO U Y g Y R 2 (] RS T 1y 75
10.1.2
AL ITZ ML press brake
LA H i AH A 12 2 4 25 AR A AL AR .
10.1.3
BT Z P NC press brake
A 2% & a5 B BOBHIr S L.
10.1.4
VIR ARITZ= ML servo drive press brake
> FH ] Al 3% 51y 2 S a8 i Lk A% 20 8K 3l i SiORHIT 2SI .

4()
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10.1.5
AT Z ML plate bending-former
A & I E N T A i 20 WU ORI S L e A7 SEHE O HEZR &5 4
10.1.6
HEHRMAITEH  hydraulic press brake
FH W= 50K 3 T B i) ARORE 3 25 4L
10.1.7
BI=mIEREIPFZ AL NC hydraulic press brake
R HH B 2 e 45 T A TR ORI S L.
10.1.8
HEHTZ B 4041L  combined press brake and shear
HAWUI IS ey g .

10.2 TSP IERESE

10.2.1
~FRJ1  nominal force
PrasyLay R R TAE .
10.2.2
Rl K EE max working length
P75 B B4 Y E BT
10.2.3
#7197 nominal preassure stroke
DL AR U 55 HIL A& A 2 i 0 ) 2 3 BR A0 By B
10.2.4
T{E&HE length of table(or bed)
TAEG MR ERA .
10.2.5
WO E throat depth gap
C RUPLZE BORHT AL B O LS MR AR RST .
10.2.6
iFRIT#E  ram C(or slide ) stroke
A B AE s R R S A B A
10.2.7
fTRHRIREL strokes
i B 554 Bh 0y % sh IR
10.2.8
=TEHIEE approach speed
Kb AR B I I i 0 e R R
10.2.9
TAEEEE working(or pressing)speed

o Al A 0 s B ) ) P ke g
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10.2.10
BIF2iEE return speed
] A A4 0 e BT S 1Y) B B
10.2.11
SIAEEEE RS distance between uprights
P ST A A1) 1 R
10.2.12
EFE#EE  back gauge range
Ja R R B A LD 1 R E
10.2.13
ix K2 S E daylight opening;open height
T FmZETAES R KBS,
5 PR A R i TS 1 A R T R T S E -
10.2.14
RAKEESE max die setting height
PR TS PR LR SR BT P2 LES L P mpip .
10.2.15
BRITIEIFETE stroke adjustment
AL Ay R T,
10.2.16
&30 top drive
FaREM T TIEGZ L.
10.2.17
T 51 under drive
e ZEMTFTHERZT.
10.2.18
EZH  downstroke
Y TR am sh iy,
10.2.19
TzhX  upstroke
Adem FAETE R BBy .

11 S B IEVIM

1.1 HEMN

11.1.1
#I=EHHL  NC plate bending machine
T AE Ra 6l E iRl .

11.1.2
Fzh#EEHL manual plate bending machine
ULF s 8 4F h 1 &AL .

12
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11.1.3
—iREWHL  two roll plate bending machine; two-roll rolling machine
A o o A O e R AT — AR S A RH A7 B A R B L W e TR L O AR R R
BB 25 it I B A B AL
11.1.4
=38 %&tHHL three roll plate bending machine
HA =T B oet iy Bl
11.1.5
KETIEX=EEHEYL three roll bending machine with bottom rollers horizontal adjustment
AT TAERR B KR8, I TAER oIEER iz sh iy =R Gl
11.1.6
g TEARX =&AL three roll plate bending machine with inclined adjustable bottom rolls
b UAR R A B AR 1 P AR o] A R iz sl B = R AL
11.1.7
ek TR =8EWHL three roll plate bending machine with arch line
H F TAERA B A M F TAERAHX T ER 0T WORL 7L F 2 sh iy =3 E R
11.1.8
FRAEX=ZHEEWMHL upper universal three roll plate bending machine
F T ARG G o 7R e 55 ) gz sl T AE K R im g, mi M T TR SR A7 & AH A A 22 ) =
AL
11.1.9
MiE LY  four roll plate bending machine
HANNMEF ST HCR ERL.
11.1.10
At A ZEWRHL ship plate bending machine
FH T 18 B 7ol 3& i S TA°F 8 e 9254 1 ] =X R S AR bL .
11.1.11
i ZE &AL  plate bending machine for tanker truck
PR ENIPE LR b RS R Z A 2 465 H T 6 i EE 4= 8 m T HoF 4G
HHL .

11.2 BHESHH

11.2.1
B ELZHL  section bending machine
FF AL T RS S s A BB G ) B R wi A — i AR el 2 il ZR e AR PLER .
11.2.2
=HEEHEZHL three roll section bending machine
HA =R S L,
11.2.3
MiBR A EHZHL  four roll section bending machine
HA A3 09 Bk 2 Hh L.
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1.3 TELH

11.3.1
ZE WM tube(pipe) bending machine
T4 A APl .
11.3.2
FHEEHYL manual tube bending machine
H T3 VE 8 zh 71 I 755 L.
11.3.3
MEZEHN hydraulic tube bending machine
W YK 2 B S E L
11.3.4
FEARTEHL heavy duty tube (pipe)bender
EZEOHR I KT MB RS0 B EIL 5 U LRSI,
11.3.5
ZFEBTEH  hairpin bender
F 25 o e A8 1 |G Y 45 O R 22 3 1) B AR AL
11.3.6
INEZEZEWY  tight-radius tube bending machines
TERE S M 254 FRETRIEFE 2 B AT H IS Fr /s bR Rl 1 1 e EhiEhr
LS AT EIIMERNEEL.
11.3.7
TEMIFL  tube bending machining center
HAUE B s i Ra b i R 20 0 A B8 R B ah )RSk i) — iz
oy AU R Ge A i A U 8 L Ay Pl .
11.4
A EFFEHL  levelling machine
it 5 b HE TR B A B Bl XSS A ARObE HE AT 22 0 OE RS il L 2 U iR AR D R R i — iy
FIT e 20 - R HLA
11.4.1
BIVHFEVL  roller leveler
VAR A S 2L JLA R 2 (a) A p b A I A B A IR Y A A

11.4.2
VLA R #2185 41 mechanical levelling machine
A H LB 4K 50 79 A RH B F L

11.4.3

M EREI S EH  hydraulic levelling machine

AT SR B e A B B R FH IR B 3l B AR AL
11.4.4

£ EHRF S EH  full hydraulic levelling machine

T A 5 e % A0 B 38 2R HH i s 5K g 09 ARCREET F- BIL .
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12 S EMEHNM

12.1

BASEHENH  roll forming machinery

i 2k WPy V6 22 18 IR LR ) PE H L 0 4w ARORE /25 B g L B8 AE O B 25l A2 08 L DA R R el JE AR
WBIT T 1) 48 J e 280 Al ) AIL A
12.2

WA FEFEUYEFTLZ  levelling and shearing line

A R S P e o BT o e e < 1) GV 1 e N L B I £ i 5"
12.2.1

R EMEIZ®E  sheet metal forming equipment

W 2 T AR TR e R 0 S G R AR s 7= o T 22T B AR A T e AR s, — Mgk
LoREBL ., v UL DT AL A2 0 0L A S L AR AL B RS L R R L e AL L2 AR ML JBE Pl . PORHILSR A A
12.3

BREYZHEITELZL bending line for truck beam

AT TR EERNNRE T2
12.4

BEWEBRBEZ%  roll forming line for truck beam

FORCIR S TR A b A G S A BE AR L B i Al U B SR S T 11 R IR 0E R W A A 7R AR
12.5

=AW MIE~%2% punching.marking & cutting line for angles

FH 100 T A 09 9 A 7 2k

13 TheE &b

13.1 % Bh 3 B 0 1) g€ SP 4

13.1.1
Hl#,F mechanical hand;robot; mechanical operated arm
B A T Fe 10 2 P TAE R HLCEE .
13.1.2
HEIEE unwinder;decoiler
g 45 BE R T ) — P e
13.1.3
HiE3EE straightener
B R a M HE AT A — R
13.1.4
EREE  feeder
EERBE IR B 1 Y R
13.1.5
BE1ERIEEE automatic feed attachment
AT B HE U E TR 0B K R TR LA A
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13.1.6

FEiEMEE  semi-automatic feed attachment

PR S R A AW R Bl A BEiE 2 B S Hb iz 17 Y 3R I 5
13.1.7

£ TAEMER  multi-station feeder

HCAT— T ARSI i BT — T 9 B2 TS H sl I T A&
13.1.8

5 EEiX#  index feed

F o3 BE 38 i 3 ¥ i AT ik k).
13.1.9

HEEAEZEE blank vacuum absorbing device

A 5025 5 4L {e i 5% 55 AROR} ) TE 0 5 2 i WA ASORE L DL (B 2 TR 6 Y — P
13.1.10

B HiE4HL  belt conveyer

TR ) Ak T 09— P B, B B TR TR L AL IR0 A S 4 A
13.1.11

tRELEIENL  plate conveyer

U () Ak Y — e B L Pl BEAR LB RS LA BL IR0 2 SR A
13.1.12

N HEML  chain conveyer

Ty ) 4 6 T A ) —Fp 2 B A T B VEERS RTC ERIL L 2 SR A A
13.1.13

SHERWIESE suspeasion conveyer chain

L REAE— 5 o BE L A 6 B s B S B EETEEE LY TR B R — TP ML 25 &
13.1.14

iH1E  slip way

— o {1 - 1T AR L AR TR B O 8 T R Y
13.1.15

Z1E roller conveyer

AR AL ¥R shfn a8 TR — PP 32 7 . 20387 S 08 By iR A i A PO 2, 3 7 i 9 8l S0 28 1
ETIFAEREI.
13.1.16

E#&IEE traverser;traverse device

G5 B AE W S — R ) R Bh i R
13.1.17

Mm% turning chain;sling chain

KB E RS I, 0 SR 15 F2 sh Ay 6 AR T
13.1.18

WERHLH  pusher

KRS RS T SR s MR — R B . RCRhHLE 22 1 1 A iy gk | R
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13.1.19

15 1EYl.  manipulator for forging;forging manipulator

FH F I 375 809 B Bl VR RF HE T 7 408 P A M Bh B AR A DL B 55 . i g nT R AR e B | TR L4 El BT e
R AL BAEOL B B M A UL 3 GREE s AR SR sh iy .
13.1.20

TRELIRIEH.  quick forging manipulator

— sl {E R iz sl EE s A BRAEL
13.1.21

¥ IEE turn-over device

e et B e RIS L A B OR ER B R E MR BT 1B LR
13.1.22

HIESHIEHL  forging manipulator

— R TR W e e e ey BORE 2 & . TR R iR BB T M ey m s b e pL R Al SR gl
13.1.23

B E$EES hammer automatic operating device

P = Bl B AR R HL RS 28 e AR B FR G b LI N TR (1 %
13.1.24

REHREEFEE quick anvil change equipment

FE S TP L N T S g i A I e g )R S sl e s B s e Y — R R
13.1.25

HEHMFE  extracting mechanical robot

PR EALM B HLE T 7E TARTTRRES B 4 T MR L B 68 T e i e v & F .
13.1.26

SHEREE air ejector

A 5T 55 e 47 23 S e AL o He PR B
13.1.27

EHEST workpiece catcher

F 2 FFTFEPLA 308l W TR PLR (E 2R A LR B Z 0] DA B R A R R
13.1.28

3T workpiece arrangement device

F B A HCEE 11 7 3R F H A L RS o v R s 0 T8 e A 5% 3 A 25 L L B HH O 8 B o T I T
MR B SRR — MR E .
13.1.29

TREHEFER quick die change device

M 8 T AF & WS LA 2 7B B Bk T T 4 65 B 5 L 3 i el B0RUE FL 3l 2 B L 55 5 B
SER I iR
13.1.30

EARERKE die lifter

Jy 1R, R H MCE B A Y % T
13.1.31

BIIEKIEE automatic sizing mechanism

A P Ak I 2 B o ) DT L Y
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13.1.32
M F X rotary cam switch
R ARAT N He RS B 0 U B 4 Ll e e A AR B B T OC .
13.1.33
iIZZ EMEE movement monitor
the 0 O 3 17 e T DG T BRI Bas B[R] 2D ) e A
13.1.34
4k safety block
Sy B R HOR s R L TR Z R Y SRR,
13.1.35
#l Zh MZE  brake monitor
bR ) 1 2 i o) Bl DR A e M
13.1.36
AN SE  overrun monitor
Al LA S L B gk 6 B S R O OV (A A T
13.1.37
TFEHFEIPES  overload protector:overload device
i P SZ B 0 20 a3k fof VE AT . 1 sl By Lk o B ey 0 2k B, 20 B T LR LA S Cln R ) IR
R N AT A
13.1.38
FFtE  progressive dies
HEF B2k 09 W5 1~ 22 A T — @R o LA — A a0 A7 P IE R 2208 T i Tl e T
i B —38 L. #l1FRA SR ECE R B ah ik 9B A B IR R Ry 2 S
13.1.39
H#riEHLEE A robot for forging;forging robot
FF Je 35 909 B 55600k 1 17 6 i 5 4 2R B ARV E v pLaR N .
13.1.40
WIEHZE A robot for stamping;pressing robot

T 32 155 M 81wl 0 R F a7 vp e P A R D R E WL s AL
13.2 Z2%E

13.2.1

e E safety device

P Ar e e LAERAE 2 & 3
13.2.2

fA#P3&E guard

B 1 mlg 0 70 35 3 fi DX Sl B 4 24 B
13.2.3

BlEXPIIFEE flxed guard

DL — 78 /7 20 Clin R AR T JBROE 150 [E15E iy . 2 RE T T B a6 05 1 18 72 7 204 g 11 F 5047 B
1B 1P %
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13.2.4
im@HICPFIFEE  movable guard
Al T HEEREST R Y B 47 3% B
13.2.5
BExgifhfP3E | interlocking guard
iy A3 R A Bl AP e L SR8 B I R L o i B LR B B R R AL B L AR VL AR TR 2 iR G B
X 1 .
13.2.6
WFERYMPFES two-hand control device
W BOOCT [) B 8 A RE I sh A O o 10 B AL e B A9 22 1) 23 W OF LA Ol 22 %% ¥ o A N B 4
Pk — o R AP it
13.2.7
SERIFFEE active opto-electronic protective device; AOPD
T TE AR VE A FOAIL AR 08 G B DX 22 ], > ' 2 e 41 e 590 W7 Az il 4 5 L O & S PLAR 5 s SR & = I
RNINE =S
13.2.8
iEhiiE XL 4e3ESE  movable barrier safety device; movable-barrier device
T B T AR i A fa 56 DX ] 8 2 o i A2 < B 4= O L i PR i iy 3R L.
13.2.9
ElEM=3EE fixed-barrier-type guard;fixed barrier guard
U H T A A 09 f P DX s 81 58 A I A= S5 R A O L T &8 A 1 2
13.2.10
[RRIZEE vibration insulation;vibration isolation equipment
(N A e s 15 AS B A T AY3E E .
13.2.11
HERIFFEET overload relief device
S B AL el T B Yol 2R B LAY .
13.2.12
T#FEST balancing device
5K P08 e e P F MR AR DT S A A T 60 3 1 25 D 25 A
e T
13.2.13
244t safety block;safety plug
tEHLLEAZ I SN Bl R T B R s O b R R 2 JE] ) S Rk .
13.2.14
ZEEGIRR  safety control module
R AH 2 7 ) D) HE Y R RN A R A A T
13.2.15
BRI A /SECHiPARIEE  early opening interlocking guard
A B B R B A UARSE RS X A A BS iE sl B R S AT IR B 4P e B A i CAEA TR .
19
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13.2.16

fAtFEiESEE guard locking device

DL (o HH A B ) RE 1 ) 5 & A A6 B W ol 00 By 47 3 ¥ B9 By 40 11 A 4 8 O AT RR i s AR 3 Y —
PLPH e & . Bl 47 % B O H T 4 g A s I AT HE 15 ¥, JF H e IAURE 35247 11 BRI By 49 2% B — H R 45 B E
13.2.17

ZERIEM A back-up safety tool

TEs LU EVLLASN O P 2 B vhse it T HH3RE T B, U4 T 8 8t A &
(LR ) BT AT T R
13.2.18

ZLWELH safety double solenoid valve

PRk 2 4 | nl 38 T AR RS — B 2 FHAY Ul 46 ) HE RE 1Y
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verernenns 4.2 31
verreaens 3316
PreSSiNg FODOL ==+ cereeeresrnrrnaneaet it eet e tes ettt s ettt s sessnn e es sensn s seesenneeeeees (3] 40)
N IR I
B W I

PrOZressive di@s ++ressteseenssoretiiettiuitint ittt e ss s seb s s sas s ses s s sanseeneenen 131,38

L]

press rigidit}r R REE R E FEE BEE RER BER R REE R REE R RRE ERE R F R R B R R R R EEE R R R RER R RER FEE R BEE BEE BR

L]

pressing R AR AR R R AR R AR REE R REE R RE RS RS RS RS R E RS RS R ERE R RS R R R RER R R AR AR R R R RS

L]
L]
L]
N
L]
L]
L]

pressing speed of slide «=+++---

L]

pressure h“ldi“g BA R REE REE FAR BEE R R R RS REE R B B RE B RE R RE R R R R B EE R RE R R B B BER R RER REE EEE R

punching. marking & cutting line for angles  ««sceseererrmmm i e 125
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p“ﬂﬂhiﬂg e e o e R N W

p“sh&r FE S FES FEEF EFE S BEE RFE BREE AFS BEFE FFE EFE AEFE REE N L L L F FEEF FSF FEAEF FEEF R FER RFR e F R

quick anvil change equipment

{I“ick diE {:hﬂngt de".‘ite BEE AFS EEE FEE FEE BER EEE FREE FERE FEE FEE FAE FAE BAEF FEE EAE FEE EW FEE EW

{I“ick furgil’lg “'lanip“li‘.tur [EE N TR NESEEENEEENEELNENNENNERNESNERERNESRNERMESRJEERSJEEREJNN}] FRE ER

rﬂdial Extruti{}n R R R R R R R R R REE AR AR R REE R RE B R R R R B R R R R B B R R R AR R R R R R REE BEE R R EE

radial forging machine

radial forging

ram (or slide ) stroke s+srsrsssssssisicissscnsss
I'E'il]fﬂ'l‘l'.:illg bar SHear +rrsrssrerreasnaraorsaesnenasnsrsvsansasasssasnannsssnssnssanns
reset of moving bolster =«=rorssermrmrieiinan..
return {:}?Iiﬂdt‘!r FE R R EE BEE BEE FEE EEA AEE BES AES RS EEN NS SES RES AR FAE BAE BAE RAS REE KA EEE N EE RN AR RS
return force  rr rrrrrrrrarrsrrasrsrrasrassassansas
return Spﬁt"d of slide srsserrrrrrrerscnssasnnsnassn
return stroke BEE R R EEE EES AR AEE EEE SRS RES RS HAE SEE SEE SEE AR KA EAE AN SRS REE KR AR ERE R
ring ru]]i“g machine sorrsrerersrrsranssissnsranas
ring ["U'"illg eeE N e e e NN EeE EEE EEE EAE GeE EEE RS EeE na
FODOE  sresresressnsiiaiiaireississssssssassasssssnsns
robot for fﬂrging BB B S B4 EEE EES EEE S8 SEE SE4 BN SN EEE SEE ESE BES BEE BAB S FEB BN S BAE S

r“l}ut fﬂr Stamping EEE B ES B EE E RS EEE SRS REE R EEE SR EEE BEE EEE EAE EAE EAE EAE EAE AR EAE EAE B

roll bending

roll embossing

roll forging

roll forging

roll forming line for truck beam
roll forming machinery

roll forming

r“l] ]E‘felli“g (EE N E N NENNEENETENEENEENERE N R NN L] (] L]

roller automatic cold header

roller conveyer

rnl]er IE\'relEI-I R EE R R R B R BEE R BER R R RE & LR &

roller leveling

r“l]i“g mill R REE R RS R AR RE AR ERE ERE R R FRE R R R R E R R R EE R RER R AR R R

rolling

T

[

FEE EEE ¥R EEE

L

- 3.3.31
-+ 13.1.18

- 13.1.24
-+-+ 13.1.29
-+ 13.1.20

3.3.72
- 7.1.1
- 3.3.93
10.2.6
veenes 6.3.1
- 5.2.9
- 9.4.5
- 3.2.18
=+ 5.3.9.4
5.2.10

®
L

#
L]

- 5.2.4,10.2.10

- 5.2.20

cereasnns 593

L

L]

L]

L]

L]

L]

- 7.1.12

cireeeeeenns 3.3 67

13.1.1

=+ 13.1.39
-+ 13.1.40
- 3.3.36

- 3.3.61

- 3.3.22

- 3.3.63
12.4

12.1

- 3.3.37

- 3.3.51

- 8.1.11

- 13.1.15
11.4.1

. I Y L
cirireaeens 7.1.3
ceesescsenns 3317



rulilr}r L“ﬂm switch FEFE®R FFE REEF REEF FEEF REE FEEF FEAF FEEF FEF FEF FT F FREF FOF KO FEEREF FE
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L
L
L

rulﬂr}r fﬂrg]ng AR BEE BEE EEE EEE BSOS ESE ESE EEE BN N A NES 4SS HEE 2GS REY FEG NES SR NES PEE EEE AN EAS BA BES BEN SEE EEE BEE BE

rDlElr}r fﬂrgillg nlac]:'lil'l{:. ERE EREEF FEE EREEF FEE FAEF FAEF FEEF FEEF FEF FEE FERER FEEE FE
rﬂli‘lr}l‘ fﬂrging press AEE EREE BEEF FEE BEF EEE FAE FEE RS EEAE BEE EER EEE B LI ]
rﬂli‘r}'r I“Etﬂ]“‘[}rki“g FES BEF REF EEE BEE ERE FAF FEE BEE FAE FEF FEE FAF FEE FEE ES

rﬂli‘lr}l‘ Sht‘iar LA RN ERNESNELNNEEENELNERNNENNERLNERNERERERMIERJMERDSERJE R ERENN] L

-
-
-
L
L

rotary swaging forging -+~

safety block

Sufet}r t“ntrul mudl‘llE IE AN EREERNEELEENEEREERENERNLERESERJEERJ.LEZJJLE].] FRE FE
Sﬂfet}r devi{:& R F FEF FEF FYF FYTE FEF PR R R RS REER FFE SR AF REY BFE REFE FEY FEY REAE R PR FEF FAF FEEF FEF PR FRTF FREFRR

Sﬂfret}r disti‘“ce EHEF FEEF EEFRER FERF RAFE RERE REE REFE RER REE BEE BREE BEE BER BEE FRE EERE FREF FEE FREF FEE FEEF FEEF FEF EEE FEF EER ORE

safety double solenoid valve

Sufet}r l}lug FEA REE EEE REE FER RAE RET FAE REE REE EAE RAN BEE AN EEE REE EEE REE EEE NW
Scrap HhEHI“ EEE EEE EEE EEE EEE EES REE EEE FEE EEE BAE BAN RAE EEE EAE EEE EAN EEE EEE EW

Scre‘¥ press EETF FEF FTF FEF FEEF FREF FRF FEE T FES EFF PES AFSE AFR EFE R FE SFS RFE DR W L L F FEEEF FEEF EEF FEF FAF FEF FEREF FR

13.1.32

- 3.3.92

- 7.1.2
- 7.1.2
- 3.3.4
- 9.3.2

- 3.3.93

13.1.34,13.2.13

* FEE FEPEF FFE AR RS

* FERF FERF RER FER RE

L
L
L

T FEF FFF FFEF FEE

*F FEEF FREF FER FER BN

Sectiun helldi“g “lathi“e FREF FEEF FEFER EER BES EEFE RFE EFE EFE AEFR IR BER AEE REE R L L E FEAEF FAF EEZF FEF FSF FEF FREF FO L) L]

Sectiun steel Shear FEFE®R FFE REEF REEF FEEF REE FEEF FEAF FEEF FEF FEF FT F FREF FOF KO FEEREF FE

L]

semi-automatic feed attachment

semi-automatic metal forming machine

FE FFE B FS AFS EFE ERFE AFE FEFE R RN ¥ I EFES ¥ ¥ FEF FAF FPF FEF BFEF FEF FEREF RFR L L

S‘Emi-ﬂutunlatic L ERE N EENEENEIENEIENELENEIENEEENEEEN I EEEEE N EE NN ERNELEEENELNEERNERNERNENERENRNESRERESEIEERNERMNNEREMJEEMNN L] L

-

servo drive press brake -+

Sheari“g mﬂ{:hiner}r R RS R ERE R R S R R R R R RS R R R R

* FER EEFE REE EFEE REFE AES REE BER BER RER REE REE W L L F FEEEF FEEF EEF FEF FAF FEF FEREF FR L) L ]

Sheari“g O FER FE O FEE R RER RER R R R BRSO EE RFEE R RS RS RS S RS R RS # L I B A R FEE R FER R R R - L

L

sheet automatic press

FEEF FEE R RS FEE RS B R RS R R R EREE R W EEEF B FER FER R RER R RE L ) L]

Sheet Extr“si“n FHE A AR BEE R BEE R EE REE R R REE R R B EE R EE R FEE R R B EE R EEE R R A FER R R R REE R L] L]

Sheet f“rmi“g FEE AT EEE EEE FEE EEE FAE EEE FEE EEE EEE EE

13.2.14
13.2.1

- 4,2.28

13.2.18
13.2.13
9.4.7

- 4.1.55

11.2.1
- 9.4.1
13.1.6

- 8.1.32
- 3.2.13

10.1.4
- 3.1.7

- 3.3.32
- 4,1.54
- 3.3.77

weeeer 3.3.5,3.3.16

Sheet h}?drﬂ“lic f{}l’lming R RN NN N I N RN N E NN TN RN ERRE NN RN NIRRT N RENERENNEENERENN] U] L]

L
-
L

sheet metal forming equipment

ship plate bending machine

Shul height B AR B EE BEE B R B EEE B R BN EEE B R ESE S EEE N R EEE REE EEE SR EES SEE B AN EEE FEE EEE BN AR EAE EEE RN EEE W

Eidt‘n “rﬂ}? Exlrusiu]‘l (EE N ERENEENEENEENEENEIENEEENEEN NN RSN NSRRI RN N I O T O O I O N O I N ] U] L]

Side“ra}?s Extrusiun EEE EEE FAE BAE ERE R EEE BEEE BEE BEE BRE BEE BEE B FREE FRE FEE BRE EEF FRR FEE FEE AR RERE ERE EEE R U] U]

single action hudraulic stamping press s« srresrrrrssraiiiiee

Single atti“n hu‘rdra“lic ]}r_EEE R AR R ERE B R RE R EER BER AR RER R L

Single atti“n press B R BEE RER BEE R REE R R BEE R RS R ERE R BRE ERE RS R RS R BER AR BER AR BER FER REE B (] (N

Single rram_e hamm&r R ERE BRE EEE B EE R FEER R R R RE R FER FER R L

single stroke

single-action press

Single-l}l“w headi“g A REE FEAR REE FEE REE B RE REE FRE R B RE R E B RE ERE B R ERE B R ERE B R R EERE R R B R R R RE (] (N

- 3.3.56

12.2.1
11.1.10

- 4.2.10
- 3.3.72
- 3.3.72

- 5.1.5
- 5.1.4

- 4.1.13

- 6.1.4
- 3.2.4
- 4.1.5

- 3.3.82

T3
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single blow open die cold forging machine
single blow solid die cold forging machine
singles stroke open die automatic cold header -sr=rrrrrrerrrrrrrrirrnnaininnsn.
singles stroke solid die automatic cold header -=--=rrrrrerrmrmereirrnnenninn..

Sizing ERF FEF B2 F FEF FREF FEF FFF FER FFF FFER B FS S FE P EFES TFSF SFF FFE R FF R F0 B FF R FE W ¥ FREFE ¥ ¥ FETEF FREF FERTF FEF B2 F EREF FR L)

SKin passing «=r-e-esrrereesrennaeriiranaiiaeaaaa.,
Slﬂh shear BEE SRR TEA EEE BES BEE TET EEE EET EEE ET REE FEE FEE FEE GEE RUL EAE REE NAE B EEE EEE EUE BE
slide adjustable stroke TR

slide adjusting device R TR

slide deflection cosseinauns

slide lock device sarrrsraans

slide MaXimum SIFOKE ++»srrrresrrsrrorsarsreestrcnrscssscasssrasrsssrsssasssssarss
slide S'E']]E'Il'ﬂtiﬂ'l] SR AN AR R EEE REE EEE EEE EAE EAE R E
slide strokes per ININULE *rssrsssssrssrsatiatasssssssssassssssssssssssssrssssnssasss
Slide srrrrrrrrornmisnrnsrase i rsn s ransrsasrrssnnnrarennns
SHP WAY  weereesrssresmsais it it it s e s s e

Suw hlu{‘k L EE N EENEEENEENRIENEENIENENNEEENEENEENEEEENEEENELEELNESNEEENESNEERENEEEIEEENEENN}] UL

speed of return stroke

Spill rulling FEE FEE FAE FAE BEE BEE BEE ERAE EAE W L] L] L]
Spinr'lillg 1;11_1'1{:.. LE R M ERNEENELENEEEELEREEENERERH:] L L L

Spill“ing ]l‘]a{:hi“e A FAE FEE AR B R EEE W L] L L]

spinning with reduction

S]}ri"g hammer R EEE B R FER FER FEE REE R L] " L]

spring power hammer

spring winding machine

Stﬂm]}i“g R REE REE EEE B R B FEE R AR REE BEE REE R
Steam{:ur air)die tr“rgi“g h:‘lnl]“er EEE BEE FRE R FRE FRF ERE FEE FEE R EEE FEE BER RE =R RW
S'I:E.am ham“ler B EE B ES BEE B EEE EEE BEE EEE BEE BEE EEE ERE EEE EEE ERE AR BEE FAE EEE SRR EER FEE EEE R

Steam_air fﬂrgi“g hammer [E RN EENEENEFNENEENEEFENELEELNEENERE TSN EENETENRERENERENH}:] EEEOREW

stop angle
stop at set-point

straight bending

straight sided mechanical power press

straight sided press

Straight EidEd S_Er‘lrn dl-li"llE n‘echﬂnital pn“rer press B R EE RS BRE BEE BRE FRE R B R ERE EER FER R R R R L]

straightener

straightening machinery

Straightening Se s R e s e E BN EAE EEE EEE BAE EaE BE

straight-side assembled frame

straight-side fine blanking press ===+ x=ceese-

74

L )

L B )

L B )

L

L]

L

- .

- k.

L

FE S BS L L

FE S BS

L )

& .

& .

L )

-

L

£

L

# EFF B ES FEFEE B FEE EEFS EFE BFE FEE FREE FRE FRE R R FRE FRE FEEE R L

o R R R R R ERE R R R E R R R R B R R R RS L]

& B ERE A RS RS RS R E RS R RS R R R RS R R R R e L ]

& B ERE A EF RS RS RS R E RS R RS R R R RS R R R R e L ]

o R R R R R ERE R R R E R R R R B R R R RS L]

TFEE ¥ L ¥ FERF FR2F FETF FEF FATF FREF FWR FREFE EFR

-

L N L F FEEF FSF FEAEF FEEF R FER RFR e F R

L]

-

L]

" FEF FAE

¥ FEEF FAE

" FEF FAE

- 8.1.6
8.1.5
8.1.6
8.1.5

- 3.3.27.3.3.47

T FEEF R FE N L]

¥ FEEF REE W L)

T 8 ¥ BES

-
-
Ll
L
Ll
" FER RE

L]

-

L

®
L

3.3.51
- 9.4.6
- 4.2.6

- 4.3.31
- 4.2.33
- 4.3.32

- 4.2.5

- 4,236
e 4,27
veeeee 4.3,12,5.3.3

13.1.17
13.1.14

=+ 6.3.5

- 9.2.4

- 3.3.91
- 7.1.10
- 7.1.10
- 3.3.90
- 6.1.18
- 6.1.18
- 8.1.24
- 3.3.16

- 6.1.9
- 6.1.9
- 6.1.8

- 4,2.29

- 3.2.6

- 3.3.39
- 4.1.32
- 4,1.32
- 4.1.33

13.1.3

- 3.1.10
- 3.3.40

- 4.3.5

- 4.1.69
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straight-side four-point double-action drawing press == «es ereerernrrsn i 41,48
straight-side four-point double-action link-drive press «:c-eseerevreriiniii e 4149
straight-side four-point link-drive press «=«esrereermsreerni i s s e 401 41
straight-side fOUr-POINt Press =« es=resreermameare et i aes s st s snesne s seesne e 4] 4()
straight-side high-speed precision press «rseerereerssresrniiii s 41,68
straight-side high-speed Press «=-=r+sssssssreeresretnaieantiiiis et sessss s ssssns s snesnnans 4] 67
straight-side NC press s=sesreererrernsmimmiiiis s s san s ssnssssnessssns s sns e 41,70
straight-side one-piece frame === «===r rreererrrre et st et e e sen s 434
.1.43
.1.16
.1.36
171
.1.46
.1.34
.1.35
.1.66
1.47
.1.39
1.37
1.44
.1.38
straight-sided frame «oossose it s s e 433
stretch bending «ceescrvresrrrsroriaisiimin ittt s s s e s s s s s s s sre s s s e eenne 33 36

straight-side one-point single-action drawing press «sreeese oot
straight-side press with side slide o= cosererrerre i e e
straight-side press with side slide +oscsrerere i i s s s
Straight-side SErvo drive Press «teece eeeee rsm ittt ittt it s s s e st sttt s s es s b
straight-side single-point double-action drawing Press «+++e«ssseeer st .
straight-side SiNgle-POiNt Press — sossoseesersre ittt ittt e it s s s st s re e e e saa sa e
straight-side single-point trimming press «receeeer oot e s s e
straight-side transfer Press roeteeee oo it ettt st e e s e s e
straight-side two-point double-action drawing press «=r«t:ese oo
straight-side two-point HNK-drive Press «rseseees sttt s sa s ans
straight-side tWo-POINE Press  +ossssreersreie ittt ittt et ssnirn ettt srsrt st tae s snsnaan

Strﬂight_side t“lﬂ'_p'.ll“t Slngle_atliun dra“,rl“g prﬁ.ss BEE B EE EEE EAE EES SR BAE BES EE SEE NES FEE B RS EEE EEE EEE EEE EEE

e e e e e L e o e - -

Stl"ﬂight'hiﬂﬂ t“[}_puint trimmi“g pr&bs EEA RS TEE EEE RS EEE REE WET FAN RAE PEE BAE EAE NAE BEE RAE ERE BEE EEE NEE EEE RN EEE WEA

Streteh FOIMUIE ++-vvvceeersvresee i ort it e it e e e e e e e s e st s e e eee 335D
stretecher (stretch) levellimg ««-«e««eeesensserarstue sttt e et st e s s e eee 33 5()
streteher Straightenming - ««ceeeeeersrtnimri i e 33 5()
strotehing fOrmer soreeesessesser st e e s 7115
stretching Machine ««« e eeeee oot s s e 7] 15
Stroke adjUStMEnt «««+seveseesrurncrriiiitt e e e e e s e e e eeaee 1(0,2,15
Struke H(Ijllﬂl:mEIll ﬂ'f dl'E' tushiun EEE EEE EEE FEE BES S EES S EES FEE EEE BEE EEE FEE BEE BOE BEE BEE EEE BEE EEE FEE EEE FEE EEE EEE BES 4.2+24
Stroke AdjuSHMEnt «+« s+ seseresrerir sttt s s s s e s e e see s 4D 48
SEPOKE TeM@ER «+vorveerersmnune oot it it e e e e s e e 4D 46
stroke of blankholder slide - 5.2.30
- 5.2.29
- 5.2.27
- 5.2.17
Stroke of MOVING DOISter «:«+tesseereersrntrtaintitiin it e et s e s e e s s e e 5D 34
SEEOKE OF SHICle v+« +eesevessnesussrn crnonnorsennesunnsessnssnssnssusensanssnsssssssarssssssssessessrsssnssnsssssnnsnsss 4 2 4
SEFOKE OF SHicle  +veveerererssrnnnssrennssissnssnssnssussnnsssssnsssasassenssssssnssnssasssssasssensssssssssasnsssssss 5 9 14
SIFOKE OF Slicde  ++ v+ serorssernsssrennasnssnssnssnssassnnsisssnnssnsasssnssssssnssnssassssssssssssssssssssssssssssss 4 9 46
10.2.7

7o

L]
L]
L]
L]
L]

L]
L]
L]
L]
L]

stroke of drawing slide --------

-
L]
L]
L]
L]

stroke of hydraulic cushion --

L]
L]
L]
N
L]
L]
L]

stroke of knock-out

L]

Str“kes R AR R R R R AR R AR REE R RS RS R RS RS RS R E RS RS R ERE R RS R R R RER R R AR AR R R R RS
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StrOKes Per MUIUEE  reovvereersoeoemnsaisons it neis ettt ons it are s esnsssae sasen seoan sae sae taenae o
bll[]'{ﬂ“ pl‘t‘:ﬂlb]{]ﬂ ITIElHIfUI']l‘I]I]g machiner}; B R B B R R RS B R EEE AER EEE REE RES R EEE RER EEE RAE EEE EAE EEE A
superhigh pressure hydraulic press «osess s eme i e
suspeasion conveyer chaim -+ «-seeseee s et

S“‘i“g—t}rpﬁ pli‘.te Sheﬂr EEE AFR EEFE RER EEE RFE BREE FEE FEE FEEF FEEF FEF FEF R F EREF R F FEERF FREF FREF RR

tﬂh]E def‘le{:ti“n TRy nymmnyTnrmrTmmnm M mnmnmnmnmnmrmImMmmnmmmmmnmmmmnmnmmmnmmnmmmnmmnmo
1 1] D D L R T T T P P
tﬂﬂlp‘ﬁr ru"i“g BN B R e R R EEE AR EEE EAE FEE EAE EET EEN N RS REA TAE RS RS EEE AEE EEE NE EES A REE FEE EEEEEE EEE ERE A
tensile I]Eﬂdil]g BEE BEE B EE R BEE BEE TEE EAE EEE BAN PEN BEN BN EEA BRE BRE TN ASE SEE REE LT EEG AEE REE PEAEETEEEEEE IRE A
thread I'ﬂ'“i“g BN B R e R R EEE AR EEE EAE FEE EAE EET EEN N RS REA TAE RS RS EEE AEE EEE NE EES A REE FEE EEEEEE EEE ERE A
lhread-rulling MACHINE =sresrrsrrsserirtsrssrtsrasssssnasssssssssasssssassarsasssssssssrsssnsssssnsassan s

three bowl two-die automatic cold header  ssssrrsrr i

three roll bending machine with bottom rollers horizontal adjustment

1]:-]1—{_-.{: ]._Dl]. ':I'UHH \','.lr{}tigc ].-Dllillg I-'l-lill EEE EEE FEE FEE FEE EAE FAE BEF SEE BEE BEE FER R BER RE

thrEE. I"-ull p]ute hEIlding “lachine AENEERIENRIENEIEREENEEENEENIENEENEENELNEELNEERNENLNENRNENNERNENNNEREMNERJMNREMHE] LN ]

three roll plate bending machine with arch line

three roll plate bending machine with inclined adjustable bottom rolls

thrE& rull Sectiu“ hendi“g mal‘hine FEF FESF FEEF FEEF AR RES FFE RS RES BES EFE AT AFE AR R EEW LI L H FAF FEEF FEEF R e

thruat depth BEE OEEE EEE RN RS ESE EEE FUE NEE N EE RS NEE FEE FEE BEW DEY DEG RSN BEE GEE DEE ROE RO BUE DAL ENG EAE RS

L R )

" EFR

L R )

T ¥ *
* ® *
T ¥ *
- -

*F HEER FER B

F*FES FFET BFS

FE¥EFER FEER BREE

F*FES FFET BFS

- 4.2.45
- 3.1.15
- 5.1.76

13.1.13
- 9.1.3

- 4.2.34
reeeeerees 5.3.5.4.3.10

3.3.51
3.3.35
3.3.69

- 8.1.19

- 8.1.9
11.1.5
- 717
11.1.4
11.1.7
11.1.6
11.2.2

ceees 4.2.51.5.2.35

throat dEpth gﬂ[] BB BB ESE EEE EAE EES EEE FEE EES TG EES SN REA UEL EED I BN ASE SEE NS BN WA FET EEN NOS SEN DAL EEE N EEEREEEEE S
tight-radius tube bending machines ==++=+x=r==-- TR
Ty [ 111 ST L L R LTERTTETTPIS
£0ZEIE MECRAMESIII +++ orceree een ettt e e e e et e et et et e e et e ee e
top el Centre ssessessessssse st ssesassssssssssssssssssassassassassassassassaasaasasssasassssassansassassassnns
FOP Ve +rveeevmmere o ettt e et et e et e e e e e .

tu]], drlve l}ress BEE EEE B E B E EEE EEE B EE EEE N RS EEE S EE HEE FAE EAE PEE EAE AR EEE FAE EEE EE AR R

tﬂtﬂ] f{]rCE‘ BAE B EE EEE SEE BEE BAE BEE BAE BAE BAE SEE EEG FEE ESS FEE EEE BES SEE BEE EEE EER NEH GUE BEG FES BEE PEE SAE BEE FEE DAL S UES BEE
total power e
total “‘Eig]’ll of machine e
[FAVEISEE  ****rrteessssssssssnaassanssssasassssssatssssssssssasssssssssanssssssssssssns
TTAVETSE OV  *esesssssssasssasssssasassasssasssssssssssasssssssssansssnsssnssasnn

transverse wedge Tolling seeeersre ettt e e
ll‘i]]lE ﬂcti'ﬂ“ hj‘ldl'HUIiC press BRGNS AR R R B S EEE EE R RS EEE EE R R REE AR EAE B R
triplf‘ﬂctiﬂ“ PIESS "rrerrsrrrrrrar s rar ey rsrsr s nE TR SRR SR s AR arn s
tube hE“di“g mﬂfhining center BN EEE B SR EE S R EE S SRS EEE EES EEA EES AEE SES SN NS SEE EEE SRS EEE A EEE R EEE R
tube extrusion BB B4 S E A SR BAE A EAE BEE EEE FEE NES SE 0 EEE SRE BEA S N4 B8 E AE0 SES SEA GES UEE EEE SEEEEE AL AN BAE BN Ba

tuhe h}rdrnf{]rmi“g EEE AR EAE EEE EEE A EEE BEE S RS B EE B EEE B EE EEE SRS B S EEE S S W N EE EEE EEE SRS A EEE EEE EEE B

o
it

L]
L]
L]

L]
L]
L]

L]
L]
L]

L]
L]
L]

10.2.5
11.3.6

- 4.3.22
- 4.3.24
- 4,2.49

10.2.16
- 4.1.3

- 4.2.41
- 5.2.23
- 5,2.21
- 5.2.22

13.1.16
13.1.16

-+ 3.3.64
-+ 3.3.65
e+ 5. 1.7

- 4.1.7
11.3.7

-+ 3.3.76
-+ 3.3.59



tube( pipe’) bending machine -
turni"g Ehﬂiﬂ;ﬂlillg Chain  srersrrrresnsesranrsrssrsnssnsssrsnssnses
tUrn~Over device  rr s rrrrrreasrsarsrsrsnsasnnsrasrsasnsssanssssnrsasns
turret punch press ==--=-==srrrreeees
EWISHIME wvreerrerremnsnrnnannennn,
fWO POINE Press  +essresresreeseeen et e s sasae e e e

two-roll cross wedge rolling mill === reemmreermmncninnneneenn.

two roll plate bending machine

twwrﬂll ru']i“g “lachine TEEEEERE
two-hand control device +-oveee--
twu—hu“d {:Untr“l TEF BFT REE PR PR RN REY REE FRF FERF FRF FEF FRFFER FREFER EEEF B

t“’rﬂ'_hﬂ“d. ﬂ,pttrﬂtiun EEE B R REE REE FAE EEE REE BAE RAE AR BAE FAE EEE EAE RN EAE B

“nder drive TR EFFE RARE FEY REE NEN SFY RER PR RER FER FREF OFER FEN PR FER OFRY OFRE ORER PR R OFEE RRE FEE ERY RN FEY REE RER RRY RER REY NEE REN RNEN

under drive press

under-drive type double-action drawing press
universal folding machine -«
universal ironworker for plate and section shear ==+ +22e00ee
universal ironworker for punch.bar and section shear
universal ironworker for punch, plate.bar and section shear +=»+s+ ssereerenneniaiena..
universal ironworker for punch.plate.bar and section
UPPEr dead POIME  «+v e ere e ert ettt et e et s s e e e e
upper universal three roll plate hEI‘.I[liI‘.Ig machime - ssssesssesrareatntscisrenssrccassssnass
UPright «+eeeeereereamn e,
upright side opening ===+ sxeresees

“pright EEE EEE B R REW NS EEE TEE EEE REE EEE PGS FEE FEN FEE EAE FEE SEE EEE EEE EEE EEE G

upsetter

u}}ﬁclting‘ FEE FERREREEE BEFE FER AEE FFE AR FEE AR FRE FEEF FRE FEEF FEFE R FEF FEE R B B RE L ]

“psetti“g m;‘lchine EEE EEE RAE FRE EEE REE (X NN [ EE AR NEENEENIENEELEEIENEEIEELNBENNENNENNEE BEEENEEE N EEENEENERENNERNN]

upstroke

vacuum forming
vibration insulation

vibration isolation equipment

“rarl“ Extrusi““ F3E FEF FRF FEF FRF FF FE S FE EFE FEFEFE SFS ZFE BER BFT RER FEY FEE PR FENY FREE FENF FEF FEEF FRF FEF FEF FREFFR

warm forging

¥R B ES ¥R RFE AEFES REE BERE BER BRER REE REE W L L F FEEEF FEIEF EEF FEF FEF FEF FREF K

¥ W B ES TR FFE EFE A FEFT AFE EFE AEY BEE R ¥ I EFES ¥ ¥ FEF FAEF FPF FEF FEF FEEF FEE W

¥R B ES ¥R RFE AEFES REE BERE BER BRER REE REE W L L F FEEEF FEIEF EEF FEF FEF FEF FREF K

¥ W B ES TR FFE EFE A FEFT AFE EFE AEY BEE R ¥ I EFES ¥ ¥ FEF FAF FPF FEF BFEF FEF FEREF RFR

FEE BEE FE EFE SFT FFE RER BFT RER FEY FEN PEE FEY FREE FENF FREF FEEF FREF FEF FREF FRF OF R

L L R EFE BT AFE PEY BN ERREE FEY FEY R FEE FEEF FEF R FEEF FEF FEEF FTF FRTEF

*EFE B ES FE EFE AFS EFE BEFE BFR AER AEE REE W L L E FEEF FAF EEZF FEF FSF FEF FRE ¥

LN O R R EE # R FFE W ERE W FE R FFE EEE W Ol EE W O EE O FER AR FEE R R R R R

R FAF EREE R R R RER AR RE R EE

L LN TE EFE FEEFE AFE BFE REE REY RER PER PEE REE REE RRE RRE

- E L L FE EFE SFE AEFS RFE SFE FFE AR RN

Sht]ar_nutch]ng EEs asE asE EEE EEE EEE B FEE

GB/T 36484—2018

serarssarserenaes 11,31

ceenseneas 13.1.17
ceensenees 13,121

cererenreresneses 4. 1.51
seaseniseinaanse 3 3 44

ceererneennes 4.1.9

R
ceerieeeeeeeees 11.1.3
verrreraeeeeeees 11.1.3

ETTETPRTTETPRTI. I I N o

3.2.8
- 3.2.8

10.2.17
- 4.1.4.4.1.64

cvrenanreneeenns 41,45
ceverrineneeneees 100101

cerveresanees .34
N I I

crvesreeees 935
B LR I
cenereeereenens 4.2 49
vereeeereeees 11.1.8

N

cersssisennsnans 4213

- 4.3.7
-+ 6.3.6
--++- 3.3.19.3.3.84
e 7.1.11
10.2.19

- 3.3.58
13.2.10
13.2.10

vesssnssanassans 3 3 70

=

=]



GB/T 36484—2018

warm hydrostatic eXtruSion s« tssss essererteriiiiiiiiiiiiiiiiiaiaiiai i taiiisisis s sasssaas 3.3 74
wheel nlU“ﬂtiﬂg h}’dfﬂ“li{: PSS  sxrssrsss s aosus st s s e s e s s e s 5. ]’30
whole machine rigidity «++«creererrerniimiii i s s e 49 36
wire dl"‘d“’ing B R BN BN EEE S EEE SEE SR B B A S S EAE S S FES B S B RS SN S SRS EEE NN AN AR S NS S EES S B A SRS SR 3.3i8}|"
working (or pressing)speed -+ +++sssreressrrrae ettt e e s s s ssesee s 10,29
WOTKING [OrCe  wvesrerreeeern e e et et et et ettt ettt ettt b e s b ees b e s cat e sen e senseeees § D 1D
workpiece arrangement device ++reeerrers st iiii i s e 131,28

WOrkpiece catcher — soreseeeeeesretrs ottt st s s s e s s s e sseseenes (3] 27

3 axis CNC laser cutting machine +++«ereereermermeiiiiiiiii s s siessnsens e 9 2 9







GB/T 36484-2018

e N B O O H
ES S T i
EmENHE @ KiE
GB/T 36484—2018
v B i e ML R R & AT
A HE K ERAER 2 5 0100029)
dbm i E = Bk 16 5 (100045)

[ dik ; www, spe.org.cn
Al 35 £k . 100-168-0010
2018 £ 7 HEE— R
@

IR ESR BENDR

GB/T 36484—2018



