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AUTONMATIC CONTROL TECHNOLOGY
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Weihai MIKOM automatic control technology co., Ltd., located in the coastal city - weihai in shandong, was founded
in 2006.Mainly engaged in industrial automation product development, production and sales, provide industrial
control products, electrical system integration. Production, design, manufacture with high automation, high precision
electromechanical integration equipment.Company's existing plant more than 2,5000 square meters, with wave soldering,
reflow production line and other automatic production equipment and with processing center,CNC lathe and other
processing equipment.More than a decade, the company adhering to the "technology for this, quality first" principle, based
on a deep understanding of the industrial automation system, used in computers, embedded control, precision machinery,
advanced technology development ability,in the high speed data acquisition, the application of field bus and image
recognition processing, highly automated precision mechanical and electrical equipment manufacturing, etc, have made
considerable development. Widely used in precious metal silk industry. Has a high reputation in the industry.

In recent years, the company provide first-class technological equipment and services for the precious metals industry
positioning as the important direction for the development of the company; Micro tension automatic control system and
so on a number of independent patent technology has been widely used; The company independent research and
development, design, production of the precious metal wire special equipment has become the focus of many enterprises,
key equipment.

Company for the production of precious metals industry production technology and equipment are: smelting
furnace,minuteness non-slip wire drawing machine,middle-sized non-slip wire drawing machine,large double drum drawing
machine,precious metal minuteness slip wire drawing machine,four-wire horizontal annealing furnace,two-wire vertical
annealing furnace,four-wire rewinder,two-wire (four-wire) vertical rewinder,double-wire aluminum rewinder,fully automatic
ultrasonic cleaning machine,take-up and pay-off machine,technology assistive equipment (such as: all kinds of guide
wheel, wire rack, fixture) etc.
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1. Characteristic

(1) One unit consists of one drawing die, one driving wheel and one tension rod,the control system directly control 10 groups of
independent drive wheel, realize non-slip wire drawing,every five units are a group can be cascaded.

(2) Before and after the drawing die is equipped with guide wheel, can guarantee the wire straight into/straight out of the drawing
die,improve the surface quality of the metal wire.

(3) Each independent driving wheel is strictly synchronized with the drawing speed,there is no sliding friction between wire and drive
wheel,realize non-slip drawing,can restrain the scratch or break of wire surface and can run at high speed.
(4) Each drive wheel is not affected by drawing tension of the upper drawing die, even the drawing tension setting is very small, also can

give drawing die stable tension.
(5) The tension rod is controlled by a precision DC motor and can be set with high-precision digital settings.
(6) Counter tension wire drawing is available,can reduce the drawing pressure and reduce the die pressure of the wire to the drawing die,

which can reduce the loss of the drawing die and improve the quality of the finished product and the yield.

(7) Each drive wheel is separately controlled,and therefore can timely tracking the change of the reduction rate caused by the loss of the
drawing die,the speed of drive wheel is adjusted automatically according to the condition of drawing die,the drawing die can be used as
long as it meets certain accuracy,the requirement for inner diameter precision of the drawing die is not strict,which can greatly reduce
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the selection of mold selection.
(8) The control system can automatically adjust the speed of driving wheel according to the arbitrary collocation reduction rate drawing

die.In addition,the ultra-low tension control can reduce the back tension to carry out the large reduction rate configure mold,reduce
the number of drawing die.Therefore, this product can be used for different kinds of wire drawing.

(9) According to the drive wheel speed ratio to calculate the actual reduction ratio of the drawing die,by observing reduction ratio
changes can make each drawing die be managed separately,not by measuring the finished diameter or calculate the drawing length
can determine the usage of each drawing die,timely change bad drawing die, improve quality and productivity.
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XA MIKOM % PLC F{AIARIE iz
Adopt MIIKOM PLC and servo drive control

2, A& 2. Application

FERATE. R 1. THRNLREEEFTHMBA Mainly used for the drawing processing of gold, silver, copper,
&R LLHIRIIRALIE stainless steel wire, alloy wire and other ultrafine metal wire.

3. TEMESE Main performance parameters

RS | Drawing die No. | 10, 7] 5 MREAR—RZREX (5 drawing dies are a group can cascade)

MK-WD10 fiHhi N [d%k12 | Micro-drawing entrance wire diameter ® 60um LTS (Below @ 60um)

MK-WD10 fhi kLR | Micro-drawing finished product wire diameter | ®12um L _E (Above @ 12um)

MK-WD20 4BFHI\ [ 442 ®120un LR (Below ®120um)

MK-WD20 4HH7 KLk R | Mini-drawing finished product wire diameter | ®40um Lt (Above @ 40um)

WEK S Tension set MK-WD10:0. 5~20cN; MK-WD20:5~40cN

hER | Power | TKW
220V, 5012
MR (4 X % X & ) mm | Dimension(LxWxH) mm | 2760x890x1700
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Minuteness Non-slip Wire Drawing Machine With Softening Function

MK-WD100/WD200
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1. Characteristic

(1) One unit consists of one drawing die, one driving wheel and one tension rod,the control system directly control 10 groups of
independent drive wheel, realize non-slip wire drawing.

(2) Before and after the drawing die is equipped with guide wheel, can guarantee the wire straight into/straight out of the drawing die,
improve the surface quality of the metal wire.

(3) Each independent driving wheel is strictly synchronized with the drawing speed,there is no sliding friction between wire and drive
wheel,realize non-slip drawing,can restrain the scratch or break of wire surface and can run at high speed.

(4) Each drive wheel is not affected by drawing tension of the upper drawing die, even the drawing tension setting is very small, also can
give drawing die stable tension.

(5) The tension rod is controlled by a precision DC motor and can be set with high-precision digital settings.

(6) Counter tension wire drawing is available,can reduce the drawing pressure and reduce the die pressure of the wire to the drawing
die, which can reduce the loss of the drawing die and improve the quality of the finished product and the yield.

(7) Each drive wheel is separately controlled,and therefore can timely tracking the change of the reduction rate caused by the loss of

the drawing die,the speed of drive wheel is adjusted automatically according to the condition of drawing die,the drawing die can be

used as long as it meets certain accuracy,the requirement for inner diameter precision of the drawing die is not strict,which can

greatly reduce the selection of mold selection.

The control system can automatically adjust the speed of driving wheel according to the arbitrary collocation reduction rate drawing

die.In addition,the ultra-low tension control can reduce the back tension to carry out the large reduction rate configure

(8
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mold,reduce the number of drawing die.Therefore, this product can be used for different kinds of wire drawing.
9
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According to the drive wheel speed ratio to calculate the actual reduction ratio of the drawing die,by observing reduction ratio

changes can make each drawing die be managed separately,not by measuring the finished diameter or calculate the drawing length

can determine the usage of each drawing die,timely change bad drawing die, improve quality and productivity.

(10) With softening function, the wire can be pre heated and softened before wire drawing to eliminate stress,equipped with inert gas
protection device.

(11) With two sets of pay-off mechanism: use the left pay-off mechanism when not using the softening function, and use the right pay-
off mechanism when using the softening function.

(12) Equipped with auxiliary threading device.

(13) Ten drawing dies and fifteen drawing dies can be selected according to customer requirements.

2. Application

FEATE, R H. THENLREESLFHMEL Mainly used for the drawing processing of gold, silver, copper,
SR ZLMRIIRLIE. stainless steel wire, alloy wire and other ultrafine metal wire.

3. TEMREEH Main performance parameters

ARTEEY | Drawing die No. | 10
MK-WD100 #{HI N [4%#E | Micro-drawing entrance wire diameter | d60um LU (Below ®60um)
MK-WD100 1Rk Sk 42 | Micro-drawing finished product wire diameter | ®12um BA_E (Above ®12um)

MK-WD200 4BHL A O 442 ®120um BT (Below ®120um)

MK-WD200 4RI kR | Mini-drawing finished product wire diameter | ®40um AL (Above ©40um)

NK-ND100:0. 5~200N;_HK-WD200:5~40cN

iR | Power supply | 220V, 50HZ
SMERH (46X 35 X & )mm| Dimension(LxWxH)mm | 2800x900x1650
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Minuteness Non-slip Wire Drawing Machine With Annealing Function

MK-WD100A/WD200A

1. B
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3, EEMESH

1. Characteristic

(1) Featuring all the functional features of a minuteness non-slip
wire drawing machine.

(2) Equipped with online annealing function. Continuous drawing
and annealing, the wire can be annealed online after drawing
to eliminate stress.

(3) It has two sets of take-up mechanisms, with the right take-up
mechanism used when not using the annealing function and
the left take-up mechanism used when using the annealing
function.

(4) Equipped with auxiliary threading device.

(5) Equipped with inert gas protection device.

2. Application

Mainly used for drawing and annealing of gold, silver, copper,

stainless steel wire, alloy wire and other ultrafine metal wire.

Main performance parameters

ARIR%Y

| Drawing die No.

| 15

WK-WD100 R\ 12 960um B (Below ©60um)

MK-WD100 fRipk kR | Micro-drawing finished product wire diameter | ®12um LA_E (Above ®12um)

MK-WD200 £ [14:12 ®120um T (Below ®120um)

MK-WD200 £R$i pk kiR | Mini-drawing finished product wire diameter | ®40um LA_E (Above ®40um)

NK-HD100:0.5~200N;_WK-HD200:5~40cN

ER | Power supply

| 220V, 50HZ

INERST (KXBEXS )mm| Dimension(LxWxH)mm

| 2800x900x1650
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1. Characteristic

(1) One unit consists of one drawing die, one driving wheel and one tension rod,every five units are a group can be cascaded.

(2) Before and after the drawing die is equipped with guide wheel, can guarantee the wire straight into/straight out of the drawing die
holder,improve the surface quality of the metal wire.

(3) Each independent driving wheel is strictly synchronized with the drawing speed,realize non-slip drawing,can restrain the scratch or
break of wire surface and can run at high speed.

(4) The tension rod is controlled by a servo motor and can be set with high-precision digital settings.

(5) Counter tension wire drawing is available,can reduce the drawing pressure and reduce the die pressure of the wire to the drawing die,
which can reduce the loss of the drawing die and improve the quality of the finished product and the yield.

(6) The control system can automatically adjust the speed of driving wheel according to the arbitrary collocation reduction rate drawing die.

(7) According to the drive wheel speed ratio to calculate the actual reduction ratio of the drawing die,by observing reduction ratio changes
can make each drawing die be managed separately, timely change bad drawing die, improve quality and productivity.

(8) The pay-off section can choose a pay-off rack or an active pay-off mechanism.

RUNEL: K5 MK-WD30

Wire drawing machine accessory: pay-off rack

2, Application

FTEATE., R . PERLEELESHM It is mainly used for the drawing processing of gold, silver,
Dy L T (r:r?;ptzle\r’;li?t;inless steel wire, alloy wire and other ultrafine

3. FEMGESH Main performance parameters

ARFE 2 | Drawing die No. | 10

ANOZ%R | Entrance wire diameter | ®1.0mm LA (Below @ 1. 0mm)

& | Power | 3sKw

R
SMER (K XFEXE)mm | Dimension(LxWxH)mm | 6400x1905x1900
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1. Characteristic

(1) Straight line wire drawing
The pay-off drum and take-up drum move synchronously, high precision control to make the two parts of line movement to achieve high
synchronization, realize the material straight out of the drawing die,straight to wrap it around the take-up spool,as much as possible to
reduce the unbalanced load to influence the quality of material.

(2) Fast clamping
In the pay-off department equipped with cylinder clamping mechanism for fast clip wire.

(3) High functional menu settings
Tension, speed, line spacing and so on all settings can be set through the touch screen input values directly,can greatly shorten the
auxiliary time, improve the production efficiency.

(4) Tension stable
Application of the high-precision control technology,carries on the precise inertia compensation,minimize tension changes during fast
acceleration and deceleration.

(5) Double drum
At the same time with the pay-off drum and take-up drum,which can reversible rewinding,so as to reduce wire friction and improve wire
surface quality.

(6) Real-time monitoring of surface reduction rate
To judge the replacement period of the drawing die can be managed according to the change of the surface reduction rate, and according

to the surface reduction rate can continue to work out the finished wire diameter, the machine will automatically stop if the calculated wire
diameter exceeds the upper set value, prevent wire non-conforming.

2, TEMESH Main performance parameters

AT AR | Machinable materials | &, R, 9KR&%E (Gold, silver, copper and alloy)
AOZ%RE | Entrance wire diamete | ®8mm LA (Below @ 8mm)

Mk / WERBIER | Pay-off /Take-up roller diameter | 480mm

SMERST (KX FE X&) mm | Dimension(LxWxH)mm | 3125x1900x1974

L3 AL mm 4206x3125
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X #iI ¥l Large Wire Drawing Machine

MK-WD50-AS .
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1. Characteristic

(1) There are two ways of pay-off part: active pay-off and passive pay-off.

(2) One unit consists of one drawing die, one driving wheel and one tension rod,the control system directly control multiple groups of
independent drive wheel.

(3) The wire drawing unit can be cascaded.

(4) The distance between the pay-off part and the wire drawing part is adjustable.

(5) The wire drawing part adopts non sliding straight line drawing to improve the surface quality of the wire.

(6) The take-up unit has a precise wire arranging device.

(7) The process adopts formula control, convenient for unified management.

(8) Perfect wire breakage protection function, which can quickly shut down the machine after wire breakage.

(9) One drawing die,two drawing dies,three drawing dies, four drawing dies, six drawing dies and eight drawing dies can be selected any

combination according to customers request .

2. TEMEER Main performance parameters

Bz i | Cable resolution | 0. 001mm

WEKS Tension set 10~400N

IRENFHEE | Drive wheel diameter | ®318. 5mm

pAEs e | Finished product wire diameter | ®1mm L (Above @ 1mm)
SMER (K XFEXE) | Dimension(LxWxH)mm | 7500 12001700



SIEh - 55 - RS Innovation - Quality * Service

& Wl £ HI £ #l Diamond Wire Drawing Machine MK-WD40
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(8) RE—MRIBEEAEETEIE.

(9) BBERALES.

1. Characteristic

(1) One unit consists of one drawing die, one driving wheel and one tension rod,every five units are a group can be cascaded.

(2) Before and after the drawing die is equipped with guide wheel, can guarantee the wire straight into/straight out of the drawing die,
improve the surface quality of the metal wire.

(3) Each independent driving wheel is strictly synchronized with the drawing speed,realize non-slip drawing,can restrain the scratch or
break of wire surface and can run at high speed.

(4) The tension rod is controlled by a servo motor and can be set with high-precision digital settings.

(5) Counter tension wire drawing is available,can reduce the drawing pressure and reduce the die pressure of the wire to the drawing die,
which can reduce the loss of the drawing die and improve the quality of the finished product and the yield.

(6) Each drive wheel is separately controlled,and therefore can timely tracking the change of the reduction rate caused by the loss of the
drawing die,the speed of drive wheel is adjusted automatically according to the condition of drawing die,
the drawing die can be used as long as it meets certain accuracy,the requirement for inner diameter
precision of the drawing die is not strict,which can greatly reduce the selection of mold selection. t

(7) The control system can automatically adjust the speed of driving wheel according to the
arbitrary collocation reduction rate drawing die.

(8) The last drawing die has universal adjustment function.

(9) Equipped with anti warping head device.

ENLT BHZH,
AT ERIZ&HRR .

2. Application

It is special wire drawing machine
for diamond wire,which is used
for drawing of diamond wire.

3. XEMEESH Main performance parameters

ARAEE | Drawing die No. | 10

WEKT Tension set 0. 2~24N

AOZ%E | Entrance wire diameter | ®120um LTS (Below @ 120um)

InE | Power | 26KW

i
SMERS (KXFEXB)mm | Dimension(LxWxH)mm | 5282x1700x1910
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i B B 8 B £ #l Micro Slip Wire Drawing Machine
MK-WDS10

1. ¥

(1) IR fFARIRES .
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(3) BRRAEMEMHL

(4) WK HEIRBEMREANES], BEHRI&IbE.

(5) ma—H ORRAT 7 EETINEE.

(6) LMTEmR/aH ORBEAF IR

(7) SBRMHZRGEHNEIRKRSRE, HERRGLBERNMERHERK.
(8) RAMEFHE LA RFHTBRIBXTRE.

(9) MFRNBEMmM: ExNigk. WImHLk.

1. Characteristic

(1) Five-axis independent servo drive.

(2) The lubrication method is divided into two types: spraying and soaking, which are suitable for different wire needs.

(3) The tower wheel is made of zirconia material.

(4) The take-up and arrange wire are both controlled by servo motors and equipped with precision take-up function.

(5) The last exit drawing die has a universal adjustment function.

(6) The wire has an independent cleaning function at the final exit drawing die.

(7) When the sealing ring of the vulnerable part of the tower wheel shaft leaks, an alarm will be triggered and the specific tower wheel
shaft that is leaking will be accurately reported.

(8) Adopting a unique algorithm can maintain a relatively stable slip rate.

(9) There are two types of pay-off methods: active wire pay-off and passive wire pay-off.

2._Application

IFZERTRERZHIRIEK - Widely suitable for drawing precious metal wires.

3. TEMREESH Main performance parameters

AREZY |Drawing die No. | =k 21 2 Max21 (10+10+1)

§228 0| R W AT Mechanical reduction rate of tower wheel| 5. 5% ( A% 4. 5%) (Optional 4.5%)

ANOZ%RE |Entrance wire diameter | ®50um LA (Below ®50um)

DA RS S Finished product wire diameter ® 15um L_E (Above @ 15um)

BN |Lubrication method | IE5HFNZ58  Spray and soak
SMERT (K XFEXZ)mm | Dimension(LxWxH)mm .| 2075x1095x 1895

10
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% 8 A B Hi £ #Hl Micro Slip Wire Drawing Machine
MK-WDS10-15

1. BR

(1) =3Iz {FIARIRED . '
(2) EBRARD AR AR GN, BENAREMEK.
(3) BRRASHETR.

(4) Wk BHEHRAERBNET, RIBTWENE.
(5) ‘mig—HORRLS A EETHINEE.

(6) A TEREH ORETHMEEINEE .

(7) BRI S IREEHBERKNSRE, HERREEEBNMER R
(8) FAMFMELAIMRIFITBEMAENTRE.

(9) WMEAREMEM: TR, WAL,

1. Characteristic

=

(1) Three-axis independent servo drive.

(2) The lubrication method is divided into two types: spraying and soaking, which are suitable for different wire needs.

(3) The tower wheel is made of zirconia material.

(4) The take-up and arrange wire are both controlled by servo motors and equipped with precision take-up function.

(5) The last exit drawing die has a universal adjustment function.

(6) The wire has an independent cleaning function at the final exit drawing die.

(7) When the sealing ring of the vulnerable part of the tower wheel shaft leaks, an alarm will be triggered and the specific tower wheel
shaft that is leaking will be accurately reported.

(8) Adopting a unique algorithm can maintain a relatively stable slip rate.

(9) There are two types of pay-off methods: active wire pay-off and passive wire pay-off.

2, H& 2. Application

IFZERTEERZMAIEK . Widely suitable for drawing precious metal wires.

3. TEMREEH Main performance parameters

ARAE | Drawing die No. | BEX 1518 Max15

AOZ%R | Entrance wire diameter | ®40um L (Below ®40um)
B | Lubrication method | IEEHFNRE  Spray and soak
SMERS (K XEXE)mm | Dimension(LxWxH)mm | 1290980 1890
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‘N B FF H £ Hl Fine Slip Wire Drawing Machine
MK-WDS20A/WDS20B

1 ~ ﬁ'i“‘

(1) WDS20A Fy k&4 7k SEHER, WDS20B Jo W HFEH F THEK, FimItszFARIES).

(2) WDS20A JEE I AEEHANR B FFH 73 ; WDS20B jEE T N A A= .

(3) i RAELEEMR.

(4) #EHIBRDAKDFMTKDFARMER, RSB ERENIES, B ZEBRsge.
(5) Jie—HORELT A EETINEE.

(6) &MfEREE ORR T ERINEE.

(7) BN S RHEHEIRKNSIRE, FHEHRD AN ERHRK.

(8) HARAKNFEN, RAMBNE AR RFITEENENRE.

(9) FMEEBREFmM: TRk, WIThk.

1. Characteristic

(1) WDS20A is double row tower wheels horizontally arranged,WDS20B is double row tower wheels up and down arranged,with five -axis
independent servo drive.

(2) The lubrication method of WDS20A is divided into two methods: spraying and soaking; The lubrication method of WDS20B is spray.

(3) The tower wheel is made of zirconia material.

(4) The control methods are divided into two types: tension rod and non tension rod. The take-up and arrange wire are both controlled
by servo motors and equipped with precision take-up function.

(5) The last exit drawing die has a universal adjustment function.

(6) The wire can choose to have an independent cleaning function at the final exit drawing die.

(7) When the sealing ring of the vulnerable part of the tower wheel shaft leaks, an alarm will be triggered and the specific tower wheel
shaft that is leaking will be accurately reported.

(8) When not using the tension rod mode, a unique algorithm can maintain a relatively stable slip rate.

(9) There are two types of pay-off methods: active wire pay-off and passive wire pay-off.

2._Application

IFZERTEERZMAIEK . Widely suitable for drawing precious metal wires.

3. EEMRESH Main performance parameters

ARIEZY |Drawing die No. |EE'§jc 21 & Max21 (10+10+1)

AR E R Mechanical reduction rate of tower wheel|8. 5% ( ] 1% 8%) (Optional 8%)

ANOZ%R |Entrance wire diameter |¢0. 15mm A~ (Below @ 0. 15mm)

Finished product wire diameter ®0. 04mm LA (Above @ 0.040mm)

EEAER |Lubrication method |WDSZOA - BEHANR5E Spray and soak WDS20B : Mtk Spray

SIMERST (KX B XS )mm |Dimension(LXWXH)mm . |2010X 1100 X 1934
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rh 21 B B $i £ #1 Medium Slip Wire Drawing Machine

MK-WDS30 — E

1. B2
(1) WHHER A BHR, B R EREXEGHES], LR FEARIES.
(2) JEABARY ABGKIREmMAER, ENAREHMEK.

(3) BRRARLETH.

(4) BHRIFRD ARAFMIKAFEMER, WERHZIRARERRBIIESE, BEEBEEIn6t.
(5) BRI SMEEHEIRKFSIRE, FHEMRDBEMNMERMREK.

(6) HARAKAFER, RAMSFHNEETREITEENENRE.

1. Characteristic

(1) Double row tower wheels are arranged left and right,tower wheel and fixed speed wheel double-shaft control,and optional five-axis
independent servo drive.

(2) The lubrication method is divided into two types: spraying and soaking, which are suitable for different wire needs.

(3) The tower wheel is made of zirconia material.

(4) The control methods are divided into two types: tension rod and non tension rod. The take-up and arrange wire are both controlled
by servo motors and equipped with precision take-up function.

(5) When the sealing ring of the vulnerable part of the tower wheel shaft leaks, an alarm will be triggered and the specific tower wheel
shaft that is leaking will be accurately reported.

(6) When not using the tension rod mode, a unique algorithm can maintain a relatively stable slip rate.

2._Application

IFZERTRERLMIRIEK Widely suitable for drawing precious metal wires.

3. TEMRESH Main performance parameters

ARTE% |Drawing die No. | BA 19 18 Max19 (9+9+1)
ANAZ%E |Entrance wire diameter | ®1.5mm KL (Below @ 1.5mm)
A |Lubrication method | BEEHANZ6  Spray and soak
SMER~T (4 X B X & ) mm | Dimension(LxWxH)mm L | 4600 1500 % 2000

13



MIKO NI e arer

= 18 ¥ ¥ 3 #1 Three-roll Precise Mill MK-RY250

1. 5

(1) Y BARELHBERELE), BASE, BASESRA.

(2) 5LEI7T05), ELEIERINAR, MBS,

(3) ArAEL. %L, —RMMENETER BB R BEELE], ELEINES.

(4) S5 M AERLERNEE.

(5) 7FELk SERHQ IR B AN B BN L BCALAL BN EE LR bL AV ThAE, STIRSERHQMIELALIBIEL A HERI 1 R 3 B BhS e %S .

1. Characteristic

(1) The Y-shaped three roll rolling mill is connected in series for rolling, with a compact structure that saves space and costs..

(2) The rolling force is uniform, and the microstructure and properties of the rolled bar material are highly consistent.

(3) Capable of hot rolling and cold rolling, multiple passes of series rolling can be completed with one heating, resulting in high rolling
efficiency.

(4) Each rolling mill has the function of complete interchangeability.

(5) The function of online real-time detection of speed and automatic adjustment of motor speed ratio between rolling mills, realizing

real-time detection of the stacking and pulling situation of rolling materials between rolling mills and automatic implementation of

adjustments.
2. Application
TEATF. 4. 2SEZSEMRELS. Primarily used for rolling tungsten,molybdenum,copper alloys,and

other metal materials.

3. FEMGREH Main performance parameters
I3 1B Al 7K)4 325 N/m _Water cooling 325 N/m

FLERATRER | Nominal diameter of roll | 250mm

T
FLEYEESEE | Roll pass adjustment range |9~23. 5 mm

=MEBER | Minimum discharge diameter | 6mm
Hot rolling heating temperature 1550~1650°C, &= AliA 1800°C (Up to 1800°C )

&K= | Excluding heating power |450KW

=
SMERSH (4 X 3 X & ) mm| Dimension(LxWxH)mm |3500 2200 X 1000
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¥ 3 45 ¥% ¥ Single-head Smelting Furnace

MK-VM10 _ T

(1) KEEHPSIREIR IRRREFL
HzoiE, HERE (ERR. PR,
DTR, HpoTRAETHER, W
T RMBERE ) RSIHRERAR.

(2) HTRESH, FrLARER IEIRRLIR
KSR LR FREREE . At
BEATEAEERMHNREEES
FUTRERIHE.

(3) SIHEERAFRD AR e
RIS HIRRI AR, AHEEESIm
51D .

(4) ATREBUSEFNSATHITE
fi#, FRABR B IR F A EAIRFER D .

(5) FIERCHUMIRI RS, TEEFIETH
RHATA L TR ER), RERAE
5, BEEEREREREMIES.

00 e e

1. Characteristic

(1) This equipment is composed of a medium to high frequency power supply, a dissolution and holding furnace, a vacuum tank, a vacuum
device (rotary pump, Roots pump, molecular pump, among which the molecular pump can be selected as a diffusion pump and comes
with a secondary feeding device), and an extraction device.

(2) Asitis a vacuum furnace, it can prevent the oxidation of molten raw materials and prevent the mixing of impurities. For this reason,
it is suitable for casting high-purity metal materials or metals containing easily oxidizing elements.

(3) The extraction device adopts a servo motor with two rotating axes to drive the pull roll, which can be precisely controlled to extract the
casting.

(4) Due to the dissolution in an inert gas atmosphere, the oxidation loss of carbon crucibles and other materials is minimal.

(5) Optional mechanical stirring system: during smelting, the stirring rod performs vertical rotational movement to homogenize the molten
metal, making it particularly suitable for continuous casting of alloyed precious metal wires.

2._Application

. . Continuous casting of wires such a: Id, silver, , and
4. 4. HRALSEEMIES. inuou ing of wi u s gold, silver, copper, an

alloys.
3. FEMEGESH Main performance parameters
4. R 48_Gold, Silver, Copper
Ny | Dissolution amount | 5kg/Au,3kg/Ag ,3kg/Cu
HERT | Casting size | & 8mm
2X107%pa, WIREZE 6. 3X 10 pa(Ultimate vacuum)
iR | Crucible | S4hfE Rk High purity carbon
40L/ % 7KiB 25-30°C 7KE 0. 4Mpa
B AN Cooling water !
40L/min Temperature 25-30 C Water pressure 0.4Mpa
BUESS (RES) | High purity argon(or nitrogen) | 4B 99 .9995% UL 0.002Mpa Purity above 99.9995% 0. 002Mpa
Ef=S
HLRINE | Power | 380V, 50HZ, 30KW

SMERST (4 X 3% X & ) mm| Dimension(LxWxH)mm 2410 X 2100 X 2300
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iE 5 ¥A Continuous Casting Furnace

1. BR

(1) BEBRRHMIBR, BAKER, KE REHENRERS;
EAEHR, SR, SHIREREXK.

(2) BatfEiR (JRESFTZHhZMtitE. EFESEMEM, mHi
WIEFNER, WMt .

(3) 31 RERMFEMRDARIEE RIS HRHTR, F5IRE
0 ~ 150mm/min PFIHEAEEE, BidRRFRNEERE,; #F3I
MR R - (FE S ES R F s H AT IR 1T .

(4) ERTHERFPIFER, REKRSREESESEMBIRIIZIE,
R ZRSENE BT

(5) BBESEZ=S FRIE.

(6) MitE RMEHERE.

(7) BLBEWER K.

(8) ALERCR I

1. Characteristic

(1) The smelting power supply is equipped with an independent electricity meter, with water temperature, water pressure, flow
monitoring and alarm system; Meet the requirements for the use of graphite crucibles, oxide crucibles, and tungsten crucibles.

(2) Automatic temperature control (can provide multiple process curves for storage, selection, or recycling, and the heating process
can be recorded and output).

(3) The extraction device adopts a servo motor with two rotating axes to drive the pull roll,the traction speed can be accurately adjusted
within 0-150 mm/min, and the speed can be adjusted through LCD screen input; The traction mechanism has a pull-stop cycle or
continuous casting function and can be programmed for regulation.

(4) After the metal rod comes out of the crystallizer chamber, set independent chambers for water cooling and inert gas cooling,for
secondary cooling of the metal rod.

(5) Equipped with a high vacuum molecular pump unit..

(6) Equipped with a secondary feeding device.

(7) Equipped with dual water cooler.

(8) Optional with double output rod mechanism.

2. Application

_ . N Continuous casting of wires such as gold, silver, copper, and
A Ay
& R WAREEFEMNES. aloys.

3. FEMGEEH Main performance parameters

] 0 A Machinable Materials £, R, fARAE Gold, silver, copper, and alloys

BHRE | Dissolution amount | 10kg/Cu (5kg,20kg TIi%)  (5kg,20kg optional)
SiERT | Casting size | ¢ 8mm

WIREZEE Ultimate vacuum 6.3%X10%pa

<3Pa/h (KM 15min EME, E=FTHIRKT)

&= High purity hyd it
A IglygATty hycrogSim{or nirog gy Measure after 15min of shutdown, vacuum crucible free state
SMERST (KXFEXE)mm | Dimension(LxWxH)mm | 1830 X 1415 X 2900
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iE % B X #l Continuous Annealing Machine J\Y[/@&""/-%{/]

1.
D)

(2)
3)

4)

(5)

(6)

N

(8)

1.
(1)
(2)
(3)
(4)

(5)
(6)

(7)

(8)

I a s

EFEIR AN B ESHRLE. ik, BA, 4

i, BRIPSED. WELER, THER

0. Tmm ~ 0. 8mm FILAT I THEZKIR A

7£ 100m/min BIIRE FIR A S RE— BB IREE,
skhBEmEMAN: OWHE OF3ML%k, H
3k FHIEHIR L R BR = B
IRAGEE RIR A RITS], =N ER R ERIEED.
MBI BRI TER MM, BEERRA
.

=ANERAIESIEE, BALLES; AR E,
F{EHE

AEBREEM: —MEiRESE; —MIi
NTEHE SRS EE B HITRER, b=
REK.

W2 SRR e (RIAR AN HE LRI RAIAK,, IR E
HERAB D, WERRERRE.

RABE%EA, EHAPRHIEIEER .

Characteristic

The continuous annealing machine is composed of active pay-off, preheating, annealing, cooling, protective gas interface and take-up.
It can conduct online annealing for wire with diameter of 0.1mm ~ 0.8mm.

The performance consistency is guaranteed after annealing at the speed of 100m/min.

Tension has two ways: @ Passive pay-off; 2 Active pay-off,the tension rod controls the servo active pay-off.

Annealing temperature is controlled by annealing current,the three electrodes are driven by servo.The wire is heated by DC when
passing between electrodes,the voltage and current are adjustable.

The three electrodes can reciprocating motion to prevent wear and tear; Quick disassembly for easy maintenance.

There are two cooling methods: one is liquid cooling; One method is to enter a cooling box filled with inert gas for cooling to prevent
secondary oxidation.

The take-up part is composed of take-up servo and arrange wire servo. The take-up device has precise arrange wire and stable take-up
speed.

Adopt straight line module, and there are two take-up modes: rectangle winding and trapezoidal winding.

2._Application

EZBREAREE, BTHERESHELRINERE The on-line electrode annealing device,which is used to improve
and enhance the characteristics of the metal wire with fine wire

F23:0EC RN diameter.

3. TEMRESH Main performance parameters

sk 3 10-10000N

HBikH= | Electrodes Number | 3

BREE 1% 6 180m +2X ¢ 140m

B

KETR | Annealing Current | 0~150A

Y

RAINER | Annealing Power | 3KW

s ThR Take-up Power 3. 4KW

OIS | Pay-off Power | 3kw
Hesg 5y ik 0.001mn
BINR | Total power | 10KW

Bz Power Supply 220V, 50HZ

4

BRT (K XFEXE)mm | Dimension(LxWxH)mm | 2560 1360 1650
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TR K ¥P Vertical Annealing Furnace [LIYLGIN 1L EY: l

1\ ﬁlé

(1) AR, FLEAMIBRA.

(2) £B#EE. WMRAMLZENTERE. HERS (BH kR
RERE) JaEMERFIELRE.

(3) GRHHEIRENFNN LR BN 2 BBR A RIAR R =h S 2 o

(4) ANEREA 2R ERNMLEX, RAEEAIBIZERIRE, BE PIDITH.

(5) RAMKNITHI RS, KNRESEFTUHMIZEEZRFES, BER.
AEXTEE. .

(6) WEERRE].

(7) F&i=Hl.

(8) RANBFEEFXKNTEHRE, RUANTEKN, XATRDFEE
Xt 22 25 ) EE Y%

(9) BRREATBERIFSE (AR GERER) , ERXFEABANRIFS
i, SESHEMEANTS, BEAESRET, TZIETRA.

(10) BRMRBRHEEEMZRMTRE.

(1) BESRENRE, ANELRSRENNRGELITIEN, XREHIT
WRERTREE, BEERTE.

1. Characteristic
(1) Double-wire vertical annealing furnace, each line can be independent annealing.
(2) Automatic program control. Working speed and platoon line form (direct discharging,the ball row and row line density) of annealing
can be set up on the touch screen interface.
(3) Servo drive and control are used in winding drive and pay-off drive.
(4) Two independent temperature zones that can be set separately,annealing temperature can be set with the technological requirements,
temperature PID control.
(5) The micro tension control system, tension setting and control can be program control with the technique, is accurate, convenient and
stable and reliable.
(6) Take-up soft start.
(7) Wireless downtime.
(8) The balance of couple pendulum rod tension balance device is adopted, which can effectively balance the tension,and can reduce
the guide wheel friction damage of wire.
(9) Annealing pipe can connect protective gas (nitrogen, hydrogen and nitrogen mixture), the shaft furnace cavity after ventilation with
protective gas, gas distribution is uniform and fully, anti-oxidation effect is great,bright annealing can be realized.
(10) Set annealing immersion dipping device and dipping drying device.
(11) Equipped with guide wheel monitoring device, it can monitor the line dropping and the smoothness of the guide wheel rotation, and
can alarm the operator for abnormal conditions, so as to avoid waste products.

2. Application

(1) The machine is suitable for annealing of various precious

(1) BNERTEMRERAL. RALIBA. metal filaments and very fine wires.
() HIR R S B R B R AT, AR R, (L e o e e o iy - dation reatment

3. FEMGESH Main performance parameters

IO T oo

ok FISE [F | Tension range | 0.5 ~ 20cN

TP B | Heating furnace length | 730mm

EEXKE Constant temperature zone length

BERE | Temperature deviation | 227). 51

TLRE 1R | Pay-off wheel diameter | 80, 100mm

T
G | Power supply | 220v, 50Hz

INERST (K XBEXE) (ZRALFTIER ) mm | Dimension(LxWxH) (Up.to the top of the annealing fumace) mm | 1000X650X2050
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Bh3(iB K% Horizontal Annealing Furnace

MK-WTH-4

1\ ﬁnan

(1) MZEMVRAN, BZ&AMMRA.

(2) RAWRTAEMEEKE. BEEER. N1 B+
ZRE BAETEREFREHES. EEEE. N
Tl MTERE.

(3) WMZksk hiaE, LiREFRE.

(4) FTTEMEK I TR IT4E (0. 3~200N) , EHFUIFESHE .

(5) RA=ERIEEXBEEH (PLCHPID) , BERE,
SR A

(6) W2 {FAMRIER). PLC AI4RIZENITHI, AERE A
MAERE. TAERRE: TERE. RARE.
HI TR | HiRiE)iR . R B HE 7S (B HE Bk
=

(7) EERSHRENRE, FIEEESRESNRGEHR
THEM, WHREFERTIRER TRES, BRESTE.

(8) RANBFEETRK D FEELE, BRI AN FEK,
XA Sap it 22 s O EE RIS G

1. Characteristic

(1) Four-wire horizontal annealing furnace, each line can be
independent annealing.

(2) High pressure water cleaning, ultrasonic cleaning, air
knife,drying and other devices can be added in front of
annealing furnace. After annealing, anti secondary oxidation
device,dropping liquid device,air knife,drying device and
other devicescan be selected.

(3) The take-up and pay-off tension and line speed are stable.

(4) 1t can work under micro tension (0.3 ~ 20 cN), and digital
calibration and setting.

(5) Annealing three-step constant temperature zone automatic
control (PLC + PID), temperature stability and high annealing.

(6) Take-up and pay-off full servo drive,PLC programmable
automatic control and touch screen man-machine interface
operation. It can be conveniently set: work speed, annealing
temperature,the line width, line spacing and the row of
position, line shape (straight row, ball row) etc.

(7) Equipped with guide wheel monitoring device, it can monitor
the line dropping and the smoothness of the guide wheel
rotation, and can alarm the operator for abnormal conditions,
so as to avoid waste products.

(8) The balance of couple pendulum rod tension balance device

is adopted, which can effectively balance the tension, and
can reduce the guide wheel friction damage of wire.

2._Application

1) ERTEMRERRALIMEL., RMLMABAR
TFaIRER A

(2) AIBAHBIUELAN . A R AP B AR R ELAE
RGBT IRR&AR. B0E, WA A TEERL.
HLF.

(1) Suitable for all kinds of expensive metallic bonding wire
filaments, filaments finished product annealing and
intermediate annealing process.

(2) The annealing machine take-up machine, pay-off machine,
annealing furnace body assembly and its control system can
be used in the old equipment upgrading, transformation, can
also be used to supporting washing machine, plating
machine, etc.

3. TEMEESH Main performance parameters
T

WA | Tension range | 0.5 ~ 20cN; 4 ~ 40cN; 20 ~ 200cN

BN 2213 Anneal wire diameter 0.010 ~ 0. 070mm

MLk 1E | Pay-off wheel diameter | 80, 100mm. EE (Other)

HHIR iR

BRARE | Annealing temperature | 0 ~s00°C

501 (1580) (Standard confguration

iR | Power supply | 380V, 50HZ

SRS (KB 1 8 )m (2600 ~ 4300) 5001200
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% 31 X & 55 #1 Four-wire Vertical Rewinder Y@= ]

1. B2

(1) BUREMEAESENSHENER—FRNLIARE,
BAESE. =W, TA. M A — %L .
(2) RGN REFENARIR L ZNFERESE
#l, WELZEXEHKITAFFHRERK

(3) WA RMRIRENIES], TITIEE, ZLZ&AEAR k.

(4) AMERABEKDIEHNBEEEFHAR, skAOfaE, IsEm
Mk (0. 010mm, 0. 5¢N 3K F1) &5k,

(5) REVEMAFIRFEFTE, BAHERKA, XTHERE, XX
REEFYE.

(6) BoFikss, HERX L.

(1) AEMRAERRE, URERESHBNERSGERS, &
RITAEMER .

(8) REEEIR, BEEFME.

1. Characteristic
(1) The overall structure adopts vertical layout of rewinding machine
and pay-off machine, which is easy to operate, beautiful and practical.
The four-axis take-up shares a common wire arrangement mechanism.
(2) The tension of the system can be set and controlled according to the
needs of the process and according to the different winding program

segments, so as to meet the special requirements of the process for variable tension.

(3) Take-up and pay-off are servo driven control,stable operation,wire does not shake or jump.

(4) This machine adopts independent patent technology of micro tension control, with stable tension, and can realize rewinding of very
fine wire (0.010mm, 0.5¢cN tension).

(5) There is no need to disassemble fixtures when assembling and taking the spool.It is convenient to use, save time and greatly improve
the production efficiency.

(6) Equipped with thread clamping device, it is convenient to go online again.

(7) The built-in formula generator can automatically generate winding formulas based on the set parameters, reducing work difficulty.

(8) Fast winding speed, improving production efficiency.

2, Aig 2. Application

= o It is widely used in rewinding process of various precious metal
,-'-~ :_F ==} ’=' =7y =3 ,‘*
/215_'#] %%qlﬂﬁ Eéﬂ]é ) *&glﬂﬁ} =]=] E’JEQEI Fo filament and ultra-fine wire pl’OdUCtS.

3. TEMREH Main performance parameters
sk FISEE | Tension range | 0.5~ 10cN
kit imE R | Take-up axle diameter | 50mm (5. {&4H97) (Both high and low shaft)

5o 0.010 ~ 0.o6om
2. 80 B, TR TR BE: 185 B

Linetype: 80; The procedures section of each linetype: 185

TEEE

EFEs=E Program capagcity

IR | Power | 1. 5KW
SMIERSF (4 X 3 X & ) mm| Dimension(LxWxH)mm | 1200 % 750 1390
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G Ed MK-FR06-4

1. 5 BHRNRTI: L. Witk M.
(1) MR L B — RS S, MUt —A Rewinder series: single-wire, double-wire and four-wire ;
HELR ML
(2) «EBRAFEIBRIRE), PLC AIYmizREGIEH], MERE A
AHE.
(3) NERGEMRS, URBEESHWBENERSLES,
PEAR TR
(4) KAOEHTHEIZENEEERTH, BEH. 5EX
BE. I%E.

(5) RANBEFEEFKRNTEERE, BAIENTEKS,
N AR S E3E X 22 2 0 EE R o

(6) HEZEFEE, £, MEERF.

(7) REREIR, REEFYE.

(8) HEZRZREIE, MRA LG T 445 SERIENRER,
BMtiES T EmRE.

(9) EESRENRE, AIXEERSRENRIRIERITI
W, WRBEATRERMRMEE, BEER~E.

1. Characteristic

(1) This machine is a four-wire L-type take-up and pay-off integrated rewinder. The four-axis take-up shares a common wire
arrangement mechanism.

(2) All adopt the servo drive, PLC programmable control system and touch screen man-machine interface.

(3) The built-in formula generator can automatically generate winding formulas based on the set parameters, reducing work difficulty.

(4) Tension control can be controlled by program according to the needs of process section, which is accurate, convenient, stable and
reliable.

(5) The balance of couple pendulum rod tension balance device is adopted, which can effectively balance the tension, and can reduce
the guide wheel friction damage of wire.

(6) Arrange lines are flat and beautiful, and have good pay-off effect.

(7) Fast winding speed, improving production efficiency.

(8) Fixed line frame, fundamentally avoid the friction between the wire and guide wheel groove side,effectively improve the quality of the
product.

(9) Equipped with guide wheel monitoring device, it can monitor the line dropping and the smoothness of the guide wheel rotation, and
can alarm the operator for abnormal conditions, so as to avoid waste products.

2._Application

(1) FEERTFEMELREL. MMLFRE (1) Itis widely used in rewinding process of various

2 oI SlllL< v M Zs A

5T precious metal filament and ultra-fine wire products.
(2) Fekihte AT, RESHS. KB, (2) Pay-off arbor wheel can be big or small,the finished

spool can be high or low.

3. TEMgESH Main performance parameters

U ERIR Pay-off speed 0 ~ 1200rpm

kF3EE | Tension range 0.5 ~ 200N

B8R Respooling wire diameter 0.010 ~ 0. 070mm

kR | Pay-off wheel diameter |50\ 80, 100mm, HE (Other)
Hi% 121

A 80 fh; BMELAMIEFE: 185 K
Linetype: 80; The procedures section of each linetype: 185

izl Power supply 220V, 50HZ

T | Power |1. 5K

SMEERST (4 X FE X & )mm 1000 X 780 X 850

(21

EFE=E Program capacity
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4 58 # & % ¥ Double-wire Aluminum Rewinder
MK-TARX

1. B2

(1) RBEREREMFHRETRER, BES, WLERTE,

(2) TIESERRE, Tk, T, LREE.

(3) REIEFARERS, HEMIARLRHITHEHSHRE.

(4) HeERAELZEN.

(5) MmN, FTEThIRERHIGAE, EREMa)hZfiiins
REE—FEL L.

(6) KNIRE, THFURE.

(7) MMINEEER, MEERKNITERN, BLEREERN,

(8) TIERC FEERIEHAL

1. Characteristic

(1) Adopting specialized fixtures and special customized fixtures, with high accuracy

and double end rewinding work.

(2) Stable working process, continuous wire,no shaking wire and constant wire speed.

(3) The winding program can set formulas to facilitate precise parameter settings for different wire diameters.

(4) The arrangement wire adopts a linear motor.

(5) Pay-off with wire arrangement mechanism,which can automatically track the position of the winding line, so that the outgoing wire
and the take-up of the pay-off bobbin are always in a straight line.

(6) Tension is stable and can be set digitally.

(7) There are two function modes: tension bar mode for thin wire and torque mode for thick wire.

(8) Optional guide wheel fine adjustment mechanism.

2, A& 2. Application

FTERTRLBEREES. It is mainly used for rewinding of aluminum boutique wire.

3. FEMGREY Main performance parameters

LT 0~ 700 /min

%z | Wire diameter | ®0.1~ ¢1.0mm

KASEE | Tension range | 10 ~ 200cN
- , A 40 ~ 100 fh; BMEEMEFR: 60 K
R E Formula quantity : . .
Linetype: 40 ~ 100; The procedures section of each linetype: 60
IhER | Power | 2KW
EiR Power supply 220V, 50HZ

SMER~F (4 X B X & ) mm| Dimension(LxWxH)mm | 1200 730 % 1850
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I 4% #l Take-up Machine

KEAWMKIEFIRE MK-SX
HFUKINEE

Adopt micro tension control system
1. 458 Digital tension setting

(1) WEGR B ARYE R ZOR E RV IR 18 T B shERERH RIEW R ST A £ 3

(2) =8EH|, WEHERS (BH. KHRHSRREEES) HE
MERAELRE, FAXFEFRE, HEETRNZKE ZE#HITYIHR.

(3) HELOER. SeiIRzh< KA ARERNSIEH], RIERERENHEEMRE.

(4) RERRAFUGKNDEFIRG ., BWFHKIIRE , KIBE 0. 1N,

(5) FTikiFHl.

(6) AIRRENRGLATHIEITIRE AR BERIKE .

(7) ZFEBITIEPELIREHLN RIRFINRHILAE

(8) EAYRENEE, SMURLIRE A AL IEFIIREN4E Z Bk

1. Characteristic

(1) Take-up speed can automatically track and ensure that the line is uniform and do not shake is according to the speed of pay-off.

(2) Automatic program control,the take-up and platoon line form (straight row,ball row, row line density degree)can be set on the touch
screen interface,and support formula set,convenient in switching between different lines.

(3) Around the row line drive all adopt servo drive and control,ensure the precision and stability of the driving device.

(4) Adopt micro tension control system, digital tension setting,tension accuracy 0.1cN.

(5) Wireless machine halt.

(6) It can display the whole system running speed and the take-up length of the current.

(7) Support adjust the row line position of the inner and outer ends of the line operation in the process online.

(8) Equipped with drive wheel,wire take-up drive can choose between the take-up wheel and drive wheel.

2. TEMEER Main performance parameters
LR 0 ~ 600m/min

HELIENR | Cable swing | 90mm
2 =R S | Spool diameter |50mm\ 80mm, 100mm
R ES | Power | 220v, 50HZ, 2. 2K

E M AL %L I Minuteness Active Wire Pay-off Machine

S e 1. B2 MK-IFX

() RBMKNIERRE, HFHKIRE.
(@) KAFEIRE, MEFRIRE.
(3) RS, TELL&.

1. Characteristic
(1) Adopt micro tension control system and digital tension set.
(2) The tension balance is stable and the pay-off is stable without jumping.
(3) In case of emergency stop,the wire won't break and mess.

2, TEMEEH Main performance parameters

i EREL: NI E)] | Acceleration and deceleration time | 0~20s

K35 0.5 ~ 200N 4 ~ 400N;20 ~ 2000

LHER | Spool diameter | 80mm, 100mm; AJEHI (Can be customized)
SMERT (KXFEXE)mm | Dimension(LxWxHym | 500 % 455 x 1250
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& & #1 Cleaning Machine /(@& «e) (VW]

1. B2

(1) MZELER, SLAMIER.

(2) £=BEE. IALHTIERE, HERS (B $ERHSRERE) JamEFSELRE.
(3) SRHEEAIRENFIANLLIERN 2 ARR M RARIREh S5 .

(4) REWKIERRE, BFEHKIRE.

(5) WEERBE].

(6) FikiFHl.

(7) FHAARE: BEK. BEBESK. BBFHE

(8) HIRETIHTAIE.

(9) FHRAMM T TRE.

(10) AIERCE iR B S ERINGE

1. Characteristic

(1) Four-wire continuous cleaning,each line can be used independently.

(2) Automatic program control. The working speed and wire arrangement form (straight row, ball row and wire density) can be set on
the touch screen interface.

(3) Both winding drive and pay-off drive are driven and controlled by servo.

(4) Adopt micro tension control system,digital tension setting.

(5) Take-up soft start.

(6) Wireless machine halt.

(7) Cleaning method optional: ultrasonic,high-pressure clean water,bubbling method.

(8) It can be dried after cleaning.

(9) Automatic temperature control for cleaning solution and drying.

(10) Automatic change function of cleaning fluid is optional.

2. Application

AR B TS e 4kt e . Can do intermediate process continuous online cleaning.

3. TEMREESH Main performance parameters

oK )5 10 ~ 2500N

=y S = i
SESET R Cleansing power BRI 1. 8KW; &I, SEZSEK 1. 3KNW
1.8KW ultrasound; Bubble, high-pressure clean water 1.3KW

IR Power supply 380V, 50HZ, 15KW

SMERST (K XFEXE)mm | Dimension(LxWxHymm | 3060x900x1580

L 24
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& i #1 Calender

MK-WM10/WM20

1. B2

(1) EEAHOEBSIER: HEED. EEAD. YR 27k,

(2) EERAIBIESE), AHAERBERE, REHFE®.

(3) AIFEMEEPRELERD (SEEEIFULER) FENEMENIERLE
(4) MR ERII RN BENES, AHFUIRE.

(5) EILABARAMEESMEE, BSHE, BEAWA,

(6) FIREFRABFURE, HES.

(7) BESBEMALEMEN, TSI EE LM &R,

(8) EC&EIRKHL.

1. Characteristic

(1) The calender consists of four parts: pay-off department, rolling department,take-up department, and water cooler.

(2) The rolling part can move forward and backward, and the rolling drum can be evenly used to improve the service life.

(3) An annealing optional device can be added between the pay-off part and the rolling part (or the rolling part and the take-up part).
(4) Both the pay-off and take-up sections have automatic tension control and can be digitally set.

(5) The pressing part is made of hard tungsten steel, with ultra-high precision and long-lasting durability.

(6) The rolling gap is set digitally with high precision.

(7) Equipped with a high-precision laser wire diameter measuring instrument, it can monitor the rolling wire diameter in real time.

(8) Equipped with a water cooler.

2._Application

BReERLERSHBENRTEL, Press the precious metal wire into high-precision flat wire.

3. FEMGESY Main performance parameters

B P biet | | Tension range |WM10:10 ~ 100g; WM20:40 ~ 400g
LR INE | Outer diameter of rolling wheel |WM1 0: ¢ 50mm; WM20: ¢ 109mm

& | Power | WM10:5KW; WM20: 12K

IMERST (KXTRX S )mm| Dimension(LxWxH)mm | 1800 X972 X 1624
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MW £ Y i % #1 Micro Fine Wire Take-up and Pay-off Machine
MK-RMO01-16

1R
1 EE
e
1 1

Annealing
cleaning
and other device

1. ¥
(1) MERERWHERERM, ETHE, SEEMIES.
(2) BMILLAIHTEESIR, MEREMTLRELFMINKS, FRIEBELEMIEKRS.
(3) WERBHBIEHIRREBNZRTK, FRERMIE—H, RENL, FEMmMaLil%k.
(4) SERUBEAERE, EEFIRPLLEHEETZTTFIMASRERESE.
(5) HEZLIn5), T B, ToHIME, k.
(6) MRRENSENEIREFRE, SHMPEMIK.
(7) BEEKEEURKZLBFINEE.
(8) BAMGERTT LS.
1. Characteristic
(1) Pay-off and take-up/arrangement device are arranged unilaterally in vertical (upper and lower) positions, with independent control for
each line.
(2) Each take-up head is equipped with a guide wheel at the front, and both the pay-off and take-up devices feature independent tension
control systems to ensure constant line speed and tension stability.
(3) The take-up system employs torque-couple control to regulate servo motor speed variations, ensuring uniform winding tightness
between inner and outer layers, preventing loose wires, snagging, or filament stretching.
(4) The optimal arrangement of guide wheels ensures mutual non-interference between wires during production while facilitating the
winding operation.
(5) The winding is uniform, flat, and compact, with no loose wires or trapped filaments.
(6) The touch screen dynamically displays the actual production speed, with individual metering for each spindle.
(7) Equipped with fixed-length stopping and automatic thread-breakage stop functions.
(8) The specific wire count can be customized.

2._Application

ATEREEMALIE M. Used for precious metal fine wire take-up and pay-off.

3. TEMREESY Main performance parameters
T o

K FISERE | Tension Range | 0. 5~20g
ks R ~F | Take-up wire spool size | K60 48, K80, K115, HK100
ks a
kEFES IR ER | Take-up capstan diameter | ¢ 80mm

| HigoiE | Amangewireresoluonrao [ 0.0tm |
OIS | Take-up power | 0. 4kwx16
5 E5ANES | Pay-off power | 0. 4KWX 16

iR Power Supply 220V, 50HZ

Yr4% (Take-up) :3022 X 1085 X 1625

HIMERST (KX FEXE)mm Dimension(LxWxH)mm : Mt (Pay-off) :2280X 770X 1812
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i il I Tensile Tester Y [[@&N

Am &

Pneumatic
clamping I ——
1. ¥5 1. Characteristic
(1) KA RIR A B REES, R IEF B T H#IE oL IE, (1) Adopt servo and computer control, professional test program
pEA ST B AR G R HIRANE R, 2 used to deal with the data analysis,combined with high
T & A E WM S R 2 ISR AU AN S BR 1, resolution power sensor and the high precision data processing
FEEVER T RS, NTESEREE. chl(:),t:reser:t to the custotmer |ntU|t|.ve Ze:formlance cuLves
. - al - and the customer request processing data values,make more
(2) RAFHECTHRAK WCPEC-01 S35 AR intuitive and accuratg und:'standinggthe product performance
(3) RALTREIP, BIREBERF. : . '
N —. o R . so as to improve the quality of the product.
(4) SEAMELAN, i eR it ik MK-Testing Software : . )
B (2) Clamp optional air clamp and MK-PGC-01 air clamp controller.
BN (3) Use upper and lower limt protection, current overload protection.
(5) MRFEREIFERETS . (4) On line with computer, through the computer test software
U — e MK-Testing Software display and control.
= EiR .
6) h:ﬁa]:@g;i“ E_hJ‘]]EE . 2 (56) The space between test samples can be adjusted.
(7) & E B BL/EL fufdphzk[E, AIITE CPK fE. (6) Tensile speed smooth, adjustable speed.
(7) Software set BL/EL tensile curve, can calculate the CPK
value.
2. Application
BF&Ngp R, SRTFRAY%, SSBLET The machine is used for testing the tensile properties of wire,
- Yol 2 g _ suitable for the tensile properties test of bonding wire and
Ml B F R BRI o precious metals,etc.
3. FEMREEH Main performance parameters
BHITIE | Effective stroke | 700mm
i Testspeed ] 0.01-500m/min
FEARIE | Power supply | 220V, 400W
MANSE Input air pressure 0. 4~0. 6MPa
¥ R | Resolution ratio | 1/500000

NERT (KA )m [ Dmensonweim | 4104051150
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2 il it & % Pay-off Test System

MK-PTS

1\ ﬁlg\

(1) AIEIRHIIA 4 Bk aaLhl.

(2) BB G IERFEOREY, AN LEFERNESMER. FE, BHFES. FafEEFRIERTX,
FFH Excel XHFHE, ETEH.

(3) MREMLMRT.

(4) HHBFLE, BEADEE, TEALET.

1. Characteristic

(1) It can test 4 rolls of finished bobbins at the same time.

(2) The computer test software can record the times of clamp wire and record the information such as the number of turns, time,minor
stop points, stop points, and severe stop points,and export to an Excel file for archiving, making it easy to trace.

(3) The size of the pay-off bobbin can be set.

(4) When a wire gets stuck,the swing arm acts automatically without manual operation.

2._Application

FEATEELIFENR. It is mainly used for clamp wire test of bonding wire.
3. EEMEEH Main performance parameters
BAHERST | Turntable size | 225 X 445mm
I | Power | 800W
e
SMER~T (4 X B X & ) mm| Dimension(LxWxH)mm | 780 x 660 %830
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MIKOMY FHEBRFTEERSE

MIKOM Digital Formula Management System
1. Thag

MIKOM ¥ {LBL 75 E38 A& 4 B T iEH MIKOM
AR E, BATIREG— R FUERRE,

BRMEHTFE.
() REEHFE—EE, IHIRERSE | | 8| e
EEHATH. g network

(2) IMREZTMREZHIBITIRR.
(3) MXWETHLBREMR, H3H [
ﬁ*&x—eﬁlﬂ o Master server

1. Function
The MIKOM Digital Formula Management System

HAR A %28 Date server

Production 5% Fhy 52 | WIFI
netwert I‘ # ———————
is designed to connect all MIKOM devices, providing er " Router ]

a unified platform for digital information collection, !I E E E
recording, and distribution.
9 t;_k@*

(1) Provides unified recipe management, supporting )
. ' R %3 Bl %N
remote upload and download of equipment recipes. Mobile device 3 Mobile device N

FEHE

(2) Real time collection of the operating status of various devices.
(3) Automatically records critical operational historical data and supports data export.

2, B 2. Characteristic
1) ZRZEERIT ED AR EZMNEIE FZLE IS . (1) The system is architecturally divided into an equipment network and a

production network.
(2) The production network operates exclusively within the local area

(2) FE MR AN B T, ERREIERME,

z2fts. network,utilizing security certificates for encryption, ensuring high
(3) ETFTAMARS, GEBLRTEMEIE, FEERESHEM,  securty.
EITRANE (3) Based on local services, real-time data transmission is possible

without data usage fees, resulting in low operating costs.
3. PC/ FARHBEAE P i
(1) ZFEEEFHANEENEITIIE, ELER AT URHITHITIEE .
(2) TIFERBLISHI MIKOM 3% % 2 [ E AR EAL 5 .
3) EFEREEIT. FHINXBEHNESIERUAREBITRLAENREILE.
(4) ZFMERIRIERNS LR, REFRERELS LRI HEE, X Excel BXHNSN / FH.

3. PC/Tablet Client

(1) Supports remote viewing of real-time runtime data of the current device, and can also provide control functionality when necessary.

(2) Supports recipe transfer between MIKOM devices of the same model.

(3) View the key time point records of equipment operation and shutdown, as well as the abnormal records that occur during operation.

(4) Support the export function of all data records, provide the function of editing equipment formulas and comparing formulas, and support
Excel format import/export.

MIKOM $P LB S ERBRS V1.2 B2 i GSFRx302 (172.16.30.2,8699) id=18 MIKOM ¥ {bEers BIR R4 V1.2 | |08 GSFRx302(172.16:3028899) id=18
IREE asER (0 L i REER B @ ITEEEe B R R B B
v Al socn sumn mR 9B AR A8 EEX |BGER FLEA ARCR AFCR BEER
REEFS: LERFE 0.8MIL-200M © LepoN ol 77 20250115 00000 ST 2025-01-15 | 235959 SUSHEER
00:00:00 030000 BABBUD 09:00:00 12:00:00 15:00:00 lﬂﬂﬂﬂﬂ 21:00:00
BnEE st #nse
BFR BARER mm 1 ome 2025-01-15 111809 2025.01-15 1111809
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® |-+
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Hi&: 0631-5626922, 5808951

f£H: 0631-5801751

Rk : www.mikom.cn

BRFE : mkjx@mikom.cn

Weihai MIKOM Automatic Control Technology Co., LTD.

Add: No.85, Dandong road, Hi-tech zone,Weihai
Tel: 0631-5626922, 5808951

Fax:0631-5801751

Http://www.mikom.cn

Email: mkjx@mikom.cn
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