Technical Specification Press 77-2000UST
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The above price includes the material, design, manufacturing, installation, and debugging cost.
= BORER: HXUTHHINEEAR T B

Technical requirement: made according to the confirmed technical data of both parties.
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2000UST Aluminium Extrusion Machine Main Technical Data

(FEATRE. Ja bR EEALIRE. BUETRERSD
(Conventional, back feeding, German Rexroth pump)
1.1 iR
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1.1 Overview
2000UST horizontal single action conventional back feeding aluminum extrusion press with
three horizontal beam four-column pre-stressed composite frame structure, after feeding way
forward extrusion, oil pump direct drive, configuration of advanced mechanical and electrical
hydraulic control components and systems, PL.C and computer two level control, the speed of the
compressor, the precise control of position and pressure, and suitable for extrusion 2 series, 5
series, 6 series, 7 series aluminum or aluminum alloy products, conducive to operation and

maintenance, improve production efficiency, reduce the use of cost.

P1/28



1.2 B dh b A B AR
1.2 Applicable Products and Materials
1.2.1 =&
2000USTENR B30 IEFEATIE /G LRMEST R e 4= K% K m & s A B SR M T
m B
m A
1.2.1Applicable Products
2000UST horizontal single action forward Conventional back feeding aluminum extruder can

produce aluminum and aluminum alloy typical extrusion products are as follows:

B bar
B profile
1.2.2 F= AR

PAEMEITEE: 2R, 5&R. 6&. TR, HHEEE.
1.2.2 Applicable Materials
Extrusion material range: 2 series, 5 series, 6 series, 7 series, aluminum or aluminum alloy
1.3 FETZSHENR 1.3 Main process parameters requirements
1.3.1 S5 s
#HEEERA: ¢178mm
FEe K ETEE: 400~900 mm
1.3.1 Ingot specifications
Ingot diameter: @178 mm
Length range of ingot: 400 ~ 900 mm
1.3.2 il AU RAE
AR BEZ: 0240 mm
i BRI B R R 330 mm
1.3.2 Specifications and accuracy of products
Profile outer circle diameter: ¢240mm

Flat wide profile maximum size: 330 mm
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1.3.3 R A
HfE: ¢l86mm
KBE: 1130mm
1.3.3 Specifications of container
Diameter: ¢186mm
Length: 1130mm
134 BEBER~ ERX EE) 0450 X450 (ATHE P ERBB0
1.3.4 Die base size (diameter X thickness) @450 X 450 (can be modified according to customer

requirements) add nitrogen hole

1.3.5 HITRIT 1R 3K 77 7 il 1R KA BRAE R T I R A& R 3T 1 R
1.3.5 Front beam opening ruler: Opening size of front beam bearing pad that meets the maximum
limit size of buyer's product:

320

260

1.4 2000USTEFN R B IE TR G ERMEFF BN R ER RS

BERS

W E 1873T
ARSI B s ) 26 MPa
F TARGL R B ) 1699T
ML 71 174T
EIPEWA 132T
RRATHE 1300 mm
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I 0.2~20.6 mm/s

B¢ Hoo A 2

0.2-2 mm/s +5% (EIIZUEATH)

>2-20 mm/s 3% (EIJBUATH)
TR 386 mm/s
EFESvIi 456 mm/s

1.4 Main technical parameters of 2000UST horizontal single action forward Conventional back
feeding aluminum extruder

Extrusion system

Maximum extrusion pressure 1873T
Working medium maximum pressure 26 MPa
The maximum extrusion pressure of the main cylinder 1699T

Side cylinder extrusion pressure  174T

The return force 132 T
Maximum stroke 1300 mm
Extrusion speed 0.2 ~20.6mm /s

Accuracy of extrusion velocity

0.2-2 mm/s £5% (excluding pressure change)
> 2-20 mm/s £3% (excluding pressure change)
Idle speed: 386 mm/s

Return speed: 456 mm/s

B
B ) 128T
EIFE W 128T
PR AT 1250mm
P N FLEAT @186 mm
AR -3 1130 mm
% s 1A P A B2 222 mm/s
Y 155 Iml A 374 mm/s
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Container
Clamping force
The return force

Container stroke

128 T

128 T

1250mm

The diameter of the inner hole of the container ¢186 mm

The length of the container 1130 mm
The closing speed of the container 222 mm/s
The return speed of the container 374 mm/s
X5
B 7y 40T
FEITIE 700 mm
T E 455 mm/s
EIpESES) S 602 mm/s
The main shear
shear force 40T
Main shear stroke 700 mm
Descending speed 455 mm/s
Return speed 602 mm/s
LSS
[BIFE 7] 25T
BTz 1430 mm
R Bl 232 mm/s
Mobile formwork
Return force
Movable die frame stroke 1430 mm
Moving speed 232 mm/s
(ESZIFI PUBE T AR THNGS 1SO VG
3R TR e E 217 840 L/min
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FIRAE e LAEE T 26 MPa

BB RBUE M E 280 L/min
LNSE L iepr S 110 KW
3B AL E600L
G IR AUE T 200 L/min

Qil pump station

Transmission medium anti-wear ash free hydraulic oil N68 ISO VG
The total supply of the 4 high-pressure variable main pumps 840 L/min
The rated maximum working pressure of the main pump 23 MPa
The rated flow of each pump 280 L/min

The driving power of single pump 110 KW

The total oil supply of 3 auxiliary pumps 600L

The rated flow of each pump 200 L/min
REEARGL, LN

15 IR AR E 300 L/min
K 0.3—0.6 MPa
AR AR 80 m¥h

7 HKR s32°C

o JERE R 10pum
TSI 30m

Cooling circulation system, approximately

The flow rate of one filter cooling pump 300 L/min
Cooling water pressure 0.3-0.6mpa
Cooling water consumption 80 m3/h

Cooling water temperature =32 °C

Filter precision 10pm
Plate heat exchanger 30m’
P A
B [X AL BEL o ~45 KW

P6/28



B = NG 500°C

Container assembly

Double zone resistance heating  ~45kW
Maximum heating temperature 500°C
AR IR

EHETIHR 406 KW

Power of electrical installation

The total installed power is 406 KW

P e E

R R K B v AC 50 Hz+0.5 Hz

R J2 3 Bl 380V+10%, -5%

Power supply

Power frequency and fluctuation range AC 50 Hz[10.5 Hz

Voltage and fluctuation range 380V 10%, -5%

R AR 85 %

The highest relative humidity of the environment 85%

PR 0~40°C

Ambient temperature 0~40 °C

1.5. FERETH

LR 5 BE AR %2

HLAL 110KW-614% 36 | REHNL
AR ) NE300-4T1320G-QS-01 36 | g e Bk
FEFESR A15VS0280 3G | EE R
HAEZER | SQP43-60-38-86DD 26 | HAZRR S
HBIEZER | SQP4-38-86DD 16 | HAKRR S
T L 7.5KW-6P 156 | REEHEN
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TR s HL AL 5.5KW-6P 15 | ZRSEHAL
SIER YB-E63MH J 5% 15 | S
RIS A2FI12FEZESR 16 | BSOS
BB AR, BRE. FEER | 1E | fEERexroth
PLCHEH#% 15 | HA=3
fhBL5E 10~} 15 | BRES
Bk 1E | JEiE
REESITS b NIV S 1% | AUTONICS
RER FReRER 1R | BKCAUTO
KE Hifk 1& 18X2.5KW=
45KW
1.5. Main configuration components
Item Model Quantity | Manufacturer Remarks
Motor YE3-315M-110KW-6P | 3 sets Dongguan Motor
Variable NE300-4T1320G-QS- | 3 sets Nideko Emerson,
frequency drive | 01 Japan
Plunger pump A15VS0280 3 sets Germany Rexroth | Original
Import
packing
Auxiliary vane SQP43-60-38-86DD 2 sets TOKYO KEIKI
Auxiliary vane SQP4-38-86DD 1 sets TOKYO KEIKI
Impulse motor | 7.5KW-6P 1 set Dongguan
Pressure  hold | 5.5KW-6P 1 set Dongguan
motor
Impulse pump YB-E63 Iset Guangye
hydraulic
Pressure  hold | A2F12 1 set Deke hydraulic
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pump

Hydraulic parts | Reversing valve, relief | 1 set Germany Rexroth
valve, cartridge valve
spool, logic valve
PLC controller 1 set Japan's
Mitsubishi
Touch screen 10 inch 1 set Kunlun state
Ac contactor 1 set Schneider
Travel switch Photoelectric 1 set AUTONICS
induction switch
Temperature Intelligent 1 pes BKCAUTO
control meter temperature control
meter
Heat pipes Direct plug-in 1 set 18x2.5KW=
45KW
L6, EETIRAHA B
2R A% R #E
BT 35#4M BAT
E=:fian: J& F L=800mm 35#4N ik
T 35#4N H e Tk
®970mm
R J5 F£800mm 35455 it
AL =S ®260mm 42CrMo TN A Joft Ak F
LIS 320mm 35#EN &
BT 35HEN &
BEEEIE SCrMnMo BRAHAEE
BRGEfE P RE H13 BB
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HE Q2354tR y xR

HLEE Q2354tR R FE KA

MU PR Q2354 el iR EL AL IR B)

1.6. Material description of main parts

Item Specifications Materials Remarks

The main oil cylinder 35 # steel forging

The main oil cylinder | Thickness L. = 800 35 # steel casting

block mm thick

The main plunger ®970mm 35 # steel Surfacing stainless
steel 2Cr13

Front beam Thickness 800mm 35 # steel casting casting

Tension pillar ®260mm 42CrMo Quenching and
tempering treatment
of forged steel

Walking beam 320mm 35 # steel casting casting

Container out-shell 35 # steel casting casting

Container cover 5CrMnMo Wrought steel heat
treatment

Container body H13 Wrought steel heat
treatment

The fuel tank Q235 steel plate Welding forming

Rack Q235 steel plate Welding and
annealing treatment

manipulator Translation claw Q235 steel plate

type

17 HENMEEFEERSH

1.7.1 1800T F Hl, WLEZIM LB PER
1.7.2 48FE(EFHAIMS: ©_178mmx (400-900 ) mm
1.7.3 BEEFFHAK: ©400mmx400 mm  (RUHEE)
1.7.4 HEORSF: 260 x 320 mm .
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1.7.5 & s OEE: 900 mm .
1.7.6 W& HUEZE . 406kW

1.7. Other main technical parameters of extrusion press

1.7.1 2000UST mobile phone, body color according to customer requirements.

1.7.2 Aluminum rod specifications: @ 178mmX (400-900) mm.

1.7.3 Die specification: @ 400mmx400 mm (double mold seat).
1.7.4 Outlet size: @ 260 x 320 mm.

1.7.5 Height of the device from the ground center: 900 mm.

1.7.6 Rated power: 406kW.
1.7.7 voltage: 380V
M= BREBEAMR

Appendix 3: Technical description of the equipment

2.1 BE&H&
2000USTEFR BBNETREE LRMEFF BV S EE R THE LS SR AEM B IE R $F B0
T

2.1 Device Usage

2000UST horizontal single action Conventional back feeding aluminum extruder is mainly used
for forward extrusion processing of aluminum and aluminum alloy profiles and bars.

2.2 FATRE)E _ERMEST AR A -

2.2 Advantages of Conventional back feeding aluminum extruder:

2218 A
1) EATEFENEEATRE L E BT EVL4658 1/3, FLZRFF ARSI/ /e, 52 TR EBEER
M .

2) EMELEREA, B THREMKERE, WS 7R ERRE AR /=S
AR Tt EUIRR A, PR T BEREAN R R i

3) BUHRFEA RS, BOTCIEALR A, PR LIDIREE. JE5ER BN >
15%.

4) RABERFEE S, W UMESTER A REEE KR .
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2.2.1 Advantages of structure:

1) The extrusion stroke of the Conventional extruder is shortened by 1/3 than that of the
conventional extruder, and the opening of the frame is reduced by 1/6, so that the stressed
frame has higher stiffness.

2) The volume of the main side cylinder is reduced, reducing the use of hydraulic oil, thus
improving the speed control accuracy and pressure control accuracy. It also shortens the lifting
and unloading time, reduces energy consumption and reduces the impact of oil when unloading
pressure.

3) Cancel the gasket circulation system, reduce reactive operation time, reduce the power
consumption of the production line. Non-extrusion assist time reduced by 15%.

4) Using fixed extrusion gasket, can keep the extrusion gasket constant temperature.

222 TZHMA:

D ft4En, WEPLEHERF L, ESIWLEERN (RHEESREOERRMEME
B .

) EySE| 255 il T

2.2.2 Advantages of the process:

1) When the ingot is supplied, the center of the billet is consistent with the center of the
container, so as to achieve friction-free charging (especially suitable for profile extrusion with
high surface requirements).

2) Shorten the non-extrusion auxiliary time.

2.3 PR A

D EHRABMAHEGHERSH, HEN=FFRTterit, R&sWReE. 3, ik
&, RARER, HHESRRER.

2) PUEBEEE .

3) AR EBYBY ) 45 .

2.3 Technical Features:

1) The main machine adopts pre-stressed composite frame structure, computer three-
dimensional finite element optimization design, the equipment is compact and reasonable, good
rigidity, high precision guidance, high quality extruded products.

P12/28



2) Quick die changing device.

3) Unique main shear blade structure.

2.4 eI H R

2000USTENR BB EATRESE RSB, BEFEAM. BEASh SR RS PR
% HE S B A S R FH R

2.4 Composition of extrusion press

2000UST horizontal single action Conventional back feeding aluminum extrusion press is
composed of extrusion press body, hydraulic transmission and control system, mechanized

equipment, automatic detection and control device and electrical control system.

241 FENAGEHRAER R

PAENURH B e RS EITEE LS. AMabmNAHSER. ET/. M. 5
EREE. FAEMARE. FREIRI. BIRRRE. FRE. REBRE. TRAR
FEEWOAWER, BT ERENERBR L.

FEN B RATEN =40 R trid:, WNHENREEEME, WM ASHAEHE
3. Ei. AEHEAEETEWRARTTNRTS. B BEHIMT.

2.4.1 Structure and characteristics of extrusion press body

The extrusion press adopts fixed extrusion pad and Conventional before feeding structure. The
body is composed of pre-stressed composite frame, main working cylinder, side cylinder,
extrusion beam device, container device, container locking cylinder, mobile die frame device,
main shear device, quick die change device, lower guide frame device and other components,
which are mounted on the foundation plate of the front and rear beams.

The design of the extruder uses the computer three-dimensional finite element analysis software,
the key parts of the extrusion press, such as the pre-stressed structure composite frame, the
master cylinder, the combination of container, structural optimization design and stress field,
displacement field, temperature field analysis.

2.4.1.1 BN JIH-EHESR

FrENAR R Z HESR H A RATRAER B, TREEHR—AH AR TN A EE
3. KATRABERE TAXNBAT KIS SR A 506, FRSEERINERN 7, W
BMERLT MARERTS . KIVEBREBRARBAT I 15%Lh E. TR AAERERFUT
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MR (1) HEZRIUMRZFRATH L EEX AR T AL AL, R HIIZ /195 . HETA
REFEHFIREEE. (2) BTHIRAERANIESEE, EFENRERAT, HLZRHEKM
LA/, FHBAETHR ETEESER. HFEATHKCENZEERAKSH, X THE
2. BAEEMBERZ X RREEETE, EHRTEASERAXERE S, () £
FRTHMEAREREME R E SEMME, fEREEWE.

2.4.1.1 Pre-stressed composite frame

The stress frame of the extruder body consists of a closed pre-stressed composite frame composed
of integral front beam and rear beam, tie rod and square pressing sleeve. The special hydraulic
pretension tool is used to apply overpressure tension load to the whole length of the pull rod, and
at the same time to apply pressure stress to the pressure sleeve, so that the whole frame is in a
state of stress pretension. The pre-stress of the tension column is above 15% of the maximum
load. The pre-stressed frame also has the following advantages :(1) the center spacing of the
frame's four stress pull rods is symmetrical to the center of the press, so that the whole frame is
stressed evenly. Then the precision of extruded products can be improved. (2) because the frame
has a larger bending section, under the effect of extrusion, elongation and bending deformation
is small, so can be fixed on the next frame beam and container lower horizontal and vertical
direction of the guide rail, for between beam and extruding cylinder and mould of the adjustment
is very convenient, the frame can be used as a container of X mobile guide rail. (3) The lower
part of the rear beam is provided with two sets of elastic anchorage devices and foundation
anchorage, so that the rear beam is fixed reliably.

2.4.1.2 E TAERT/AET

FE AR ZEGL, B NNEREE TERT 0. SLEM B ISHEMN, KBRS, X
HEEERAOITOmm, HEEABHEL, SREBEE45S~52HRC, REHREER<0. 8pm. il
A HOKEANHRNER L. EEFRRARH N VEEASESH

PG ZE MG (©220/0160 mm)7ZKF-[F 272 J5 R E TARR KM {EETER VEEASH
#.

2.4.1.2 Main working cylinder/side cylinder

The main working cylinder is a plunger cylinder, which is fixed in the center of the rear beam by
four pressing blocks. The material of the cylinder is 35# forged steel, and the forging welding
structure is adopted. The main plunger diameter is ¢ 970mm, alloy chilled cast iron, external

P14/28



surface hardness is 45 ~ 52HRC, surface roughness Ra<0.8pm. The cylinder is equipped with a
drain plug and a pressure measuring joint with exhaust. The plunger seal adopts special v-ring
combination seal.

Two piston-type side cylinders (¢ 220/ ¢ 160 mm) are fixed horizontally on both sides of the main
working cylinder of the rear beam. Piston rod seal v-ring combination seal.

2.4.1.3 FrE PRI :

MMEZE RS EEYURILE AR RET/AMK ETHRM. BEFESRAVERASE

#.

2.4.1.3 Locking cylinder of container:

Four piston type container locking cylinders are fixed on the upper and lower sides of the rear
beam main working cylinder. The piston rod seal adopts v-ring combination seal.

2414 HAERRE

PrERBERERBPER. FrRBRMG AT I E R B AR S, B IRET A IR BE%
HEF.

2.4.1.4 Extrusion beam device

Extrusion beam device is a force transmission component composed of extrusion beam, extrusion
plate and extrusion rod clamping device, through screws and round nuts and other fasteners.
24155 EREEE

PrEFAE BT EAAGE AT RS TG, HEY RE RS B R A SR RS 2
FEERR—. EAARRRREATTEHAGIEEREE, SR ETRE T
KK FREESRAESA, £RAZHTHNESRRARKAERE, FRNE LTI ER
HHREHEN R .

srEFEmMARAEERAKXBRTTE. fiRmHorX, hRBENENRBRE, HERE
8 L8R, FREAFSI R AERERAE

FrEEAMAT, WAMBIHI3,/MEM T ASCrMnMo. Hf & AR aein TH T R
REFL.

2.4.1.5 Container device

The container device fixes the container assembly in the center of the container shell, and
connects the shell and the piston rod of the locking cylinder of the container through the round

nut. The rear end of the shell is provided with a container assembly rapid replacement device,
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the container shell is guided by the horizontal and vertical guide surface arranged on the column,
the guide gap adjustment device is built in the guide structure, and the upper column is provided
with an external inclined plane auxiliary guide.

The container is heated by straight tube resistance electric heating element and axial heating
method. The temperature is measured and fed back by thermocouple and displayed on the
operating table. Insulation material is added between the container assembly and the housing
In the container assembly, the lining material is H13, and the outer material is 5SCrMnMo. The
lifting screw hole for lifting cannot be processed in the lining of container.

2.4.1.6 ATR BB

D TRAREE

T RA4EEE MRS MK FE B AR R b, AR % B IR S RN G .

2) BREBRHKRE
BREBHEEKPHEETAREE L, d—FERRKEETESSR R, il
B BT

3) RESEEE

REBE BN R BARTREN, BA—MEETEINEATBES. TR, —EBLTHEF
AR P BLRE AR BE e R B AR SRR B IR BY, 53— A T B AR e P B TR AT AR B
PREAIELIRSS, P00 2 R R S AR 7 38 XCHAL, BV AT SEBAR AL ) PR BE 2.

4) EBRE
FERBENIERIEEMIS), KAERFAER, HRTMEEE 2R EEMRTOLEL
75, RATHIRAMERKSE. EEHREITEREE, TRAMITEARELIREER 58
TR K .

TR ARG ) H & NG ETF A RA VEBA &, HFhAERA.

2.4.1.6 Final assembly of front beam

1) Lower guide frame device

The lower guide frame device is fixed horizontally on the rear facade of the front beam by screws
and keys to provide support and guidance for the formwork moving device.

2) Die frame moving device

The moving device of the die frame is arranged horizontally on the lower guide frame device,
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and is driven by a piston cylinder with a slider to move horizontally, which is used to change the
die and shear the product.

3) Quick die change device

The quick die change device is arranged on the left side of the front beam and is driven
longitudinally by another piston cylinder. When changing a mold, a mold that is about to be
replaced in the extrusion center of the mold seat is driven by the moving cylinder of the mold
frame, and the preheated mold that is in the mold seat of the mold change position is driven by
the quick change mold cylinder. Two oil cylinders are crossed and transposed in accordance with
the prescribed procedures to achieve the rapid change of the mold.

4) Main shear device

The main shear device is driven by a piston cylinder with a rectangular guide slider mounted
vertically above the center of the front beam by screws and keys for the separation of products
and pressure residues. In the main shear is provided with a press device, the force and Angle of
the material must ensure that the press and scissors pieces do not stick.

The combined piston rod seals of the main shear cylinder and the die cylinder are v-ring

combined seals, and are guided by copper bushing.

2.4.2.1 =y

FrENLZR S R R, A BARNE KT A, BHEDEE
Rexroth(J7 1 5F) B Ll H B M BT ER . HARTIHSH A ENERTIEAH RSN
B HEFRBEHMAGETEEEN LHBARE. SEEHREHMEEEREE FHAT L
RIZELTEA R . ERAGRIEKA T LENZEM. BIRERE, WkER. RESEE
W, BRMRMSCIREN AT BB AR B

F ARG HEEREXROTHA & K36 R LLBIIEHIRBREMIGH i R — e a7 4k
5. ICEEAER, Wr=426Mpa/try, WaEE. MITIEE. HERBERMSITEEER, &
B0.2-20.6mm/sH 35 B I PR ER 5 .

FWMEARRITERER, WRFMIGEESF RN SEN, 7TUEAT. FRRAH
FEs EAeH R, TSRS Z8Es. EARTAEREFSE.

FIEH RAMEIS

B H RAMEIE
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2.4.2.1 pumping station

The pump station of the extruder adopts integrated design, which is centrally arranged in the
half pit without ceiling at the back of the press. It is composed of imported German
Rexroth(Rexroth) electro-hydraulic proportional control axial piston variable pump, Japan
Tokyo meter blade pump and circulating filtration cooling system. The oil supply system of each
main pump absorbs oil from the upper tank through the connecting pipe. The high-pressure
discharge of each main pump leads directly to the pump head circulating valve set arranged on
top of the tank. The design of piping system adopts necessary cushioning and shock proof
measures, such as cushioning pad, hose or shock absorber throat, flexible rubber pipe joint that
can absorb vibration.

The main system is arranged and matched by 3 electro-hydraulic proportional control variable
pumps and 3 vane pumps from Germany REXROTH Company in a certain combination form,
which can produce 26mpa pressure, meet the operating speed requirements of the main and side
working cylinders and the locking cylinders of the extrusion cylinder, and realize the closed-loop
adjustment of the extrusion speed of 0.2-20.4mm/s.

The isolation valve is designed between each oil pump group. If the two institutions operate at
the same time according to the program, they cannot interfere with each other. The pump head
valve group is composed of directional and pressure elements, which can realize the functions of
isolation between pumps, no-load start, pressure regulation and overload protection.

3 oil pumps for main control system

3 oil pumps for auxiliary control system

2) BFRIF NS

B P A SR R B R B R

El5: A15VS0280 26 MPa 280 L/min 985rp.m 38
UPIEY

%5 SQP43-60-38-86DD 16 MPa 200 L/min 985 rp.m 28
%l5: SQP4-38-60DD 16 MPa 200 L/min 985rp.m 18
2) MR

FHHL
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REEHML 985 rp.m 110kW 380V 3G

FHEBILEI)E 330kW

EWAGRICKA T LENEN. BEEE WiREHE. RESBER, ERIER3I A
PR E Bk

2) Models and specifications of pump driving motors:

Axial piston electro-hydraulic proportional control variable oil pump:

Model: A15VS0280 26mpa 280 L/min 985 R.P.M Germany /Rexroth 3 sets

Vane pump:

Model: SQP43-60-38-86DD 16 MPa 200 L/min 985 R.P.M 2 sets

Model: SQP4-38-60DD 16 MPa 200 L/min 985 R.P.M 1 sets

2) Oil pump motor:

Main motor:

Dongguan motor 985 R.P.M 110kW 380V 3 sets

The total power of main oil pump motor  330kW

The design of piping system adopts necessary cushioning and shock proof measures, such as
cushioning pad, hose or shock absorber throat, flexible rubber pipe joint that can absorb
vibration.

24228 P ARG

PEENBE RN RS LB WP, EhmBEAFENE L7 EMARTNE. ER5%
(&R SRR RECR A e R, A RTINS B h B S SR R, #H
WMEEF BRI H. EAMRE, BARED. mpR, AR 8RR S AT
REIF SN . BT, WERABRCRAEEREXROTHA A M, EHERIERR, ST
RGFMTE. FHE, @EdEH &R AR 0sENRZE, ETEmRERR, B17F
o, PHRTIRNMES, HEBTXIMEREE . RIEHE SRR I &R AT 5
B ZAERY, RAETRNME6REENNEIHLRE SEABEDRAFNERS, £
FuitETRETNREIREE.

FEE. MERGHRABERESRERRRE, TSERFEMAEY SR, UKRER
FEAMERGKABMRAESEHNEERER, AFEHAGNERALE, HZRE
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FRERQtim IR B . 2R 8 R AR R T 432308 B SR 42 | B9 K R S e T X

FARE R B R E A H R A AR R e S e B RS, RGFRARE. B
(Spum) J s SR EF T

WERRAEZEN TRIERGEF R, RIEFEXN RFMBHETRE.

MR EREFEAEMPGE EREREER, R ZRE RERNTHRR, L&

R SREFEHR R ST RIRR 2 . TRV R i A IR A U RT3 3 e

WA RBALNE L. WA LRERFTREES. BRAENREBEE T BAERS. W

PR TBOM IERIRSE . A 22 A IR K O AH T IR] B R B 3 A1 BAE T AR I TIES, Ai
FL AT SN SRR . AR B SRR R B A, TR BB T B AL B Bk

P o

WMARAEREFE. BT

BERERATIVRTE; FEEZRARIEZE.

2.4.2.2 Operating the system

The hydraulic control system of the extrusion press is composed of an integrated control valve

block, which is centrally arranged on the top of the main tank above the rear of the extruder.

The integrated control valve block of the main system adopts two-way cartridge valve, which is

composed of cartridge parts with different functions, control cover plate and pilot control valve

to control the direction, pressure and flow of oil flow in the oil path. It has the characteristics of

small flow resistance, quick response, less internal leakage, opening and closing characteristics

and good overload protection performance. Pilot valve, cartridge valve and cover plate adopt

German REXROTH company products, according to the specified operating procedures, to

achieve flexible pressure boost, speed up the system, by controlling the instantaneous action time

difference between the valve opening and closing, the working cylinder flexible reversing, smooth

operation, reduce vibration and noise, and help to control external leakage. According to the

needs of each integrated block of each valve between the necessary safety interlock, is provided

with easy to monitor and control the pressure of the pressure sensor system, each pressure

interface is provided with a pressure measuring joint, in the pump station set up a centralized

seismic pressure gauge device.

In the main and side cylinder system, the pressure regulation by solenoid valve pilot relief valve
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can realize the control and protection of extrusion tonnage and flexible pressure relief of the
system.

The locking system of container adopts constant pressure variable pump controlled by solenoid
valve pilot, which is put into work when the extrusion cylinder is closed, and the system keeps oil
supply and pressure. The solenoid valve in the system can connect the locking cylinder and
control the pressure relief speed of the locking cylinder.

The servo control oil source of the electro-hydraulic proportional control valve of the main
variable oil pump is supplied by the constant pressure quantitative oil pump. The system is
equipped with stabilizing pressure, fine filtration (Spm) and pressure protection components.
Qil circulation system is mainly used for circulation cooling of hydraulic system, according to the
needs of the system oil cooling.

In order to meet the requirements of the forward and fast return speed of the main piston air
program, the filling valve with large diameter is installed at the bottom of the main cylinder,
which can realize the isolation of the high pressure and low pressure filling and discharging
system. A butterfly valve and shock absorber throat are arranged between the liquid filling valve
and the oil tank.

The fuel tank is mounted above the back of the press. The oil tank is equipped with an air filter,
an electric contact pressure thermometer, a liquid level indicator, a liquid level thermometer, and
a ball valve for oil discharge. All integrated valve blocks and the connecting lines between them
are arranged on the top of the tank, with cable tray and electrical control box. The bottom of the
tank is directly connected with the liquid filling valve pipeline, and a grid is set up at the liquid
filling port to prevent oil spatter.

The tank is surrounded by platforms, railings and ladders.

Sub arc welding is used for pipe welding. High pressure flanges adopt high neck flanges.

2.4.3 FREHHBAL B
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2.4.3 Mechanized equipment of extrusion press

Extrusion press mechanized equipment from the ingot cart (from the heating furnace to the ingot
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supply), ingot pushing device, ingot supply manipulator, pressure surplus chute.
243135 E
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2.4.3.1 Pushing device

The ingot pushing device consists of the ingot pushing cylinder and its guiding mechanism,
support and position detection and sending device. When the ingot cart arrives at the pushing
position, the ingot on the cart will be pushed into the "V'" shaped roller groove of the ingot
feeding manipulator by the ingot pushing cylinder.

2.4.3. 285U TF
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2.4.3.2 Spindle feeding manipulator

The ingot manipulator is moved into and out of the rack and pinion transmission mechanism, so
that the layout is more compact and reasonable, the non-extrusion time is shortened, and the
production efficiency of the press is improved.
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2.4.4 Automatic detection and control device

1) Position detection

Proximity switches or displacement sensors are used for travel position detection, transmission
and interlocking of each mechanism.

2) Pressure detection

Pressure sensors are set on the integrated valve blocks of the master cylinder and locking cylinder
to independently detect the working pressure of the three cylinders for interlocking control,
safety protection and discharge operation, and the touch screen digital display.

3) Speed control

Through the proportional valve controller stepless adjustment variable pump flow, the main
system of the extruder each mechanism running speed setting, adjustment and control, as well
as the extrusion speed setting, closed-loop control and detection. With the condition of gradient
heating, it has the function of constant speed extrusion.

4) Temperature control of the container

The extruded tube is heated by double zone resistance and the temperature is detected by
thermoelectric coupling to achieve the heat transfer balance in the tube during heating, so as to
achieve the purpose of saving energy and prolonging the life of electric heating element.

5) Oil temperature detection and control of fuel tank

An electric contact oil temperature gauge is installed on the tank in case the oil exceeds the
temperature
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2.4.5 Extruding tools

Extruding tools include ¢186mm system, including:

Double pre-stressed extrusion drum assembly

Fixed extrusion bar

Fixed extrusion pad

The extruding tool is easy to change.

Fixed extrusion pad before delivery of expansion and contraction test, to ensure reliable field
use.

24.6 S IEH RS 2.4.6 Electrical control system
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2.4.6.1 Power supply for compressor

Power supply is AC 380V, three-phase four-wire system, the total power of the equipment is about
406kW. Motors above 45kW are started by frequency conversion, and other motors are started
directly. In order to avoid high current impact, the system interlocks each pump motor to start
separately. 380/220V power supply is all concentrated in the pump station, the electrical
equipment on the machine, the solenoid valve coil adopts voltage 220V AC.

2.4.6.2 BB ER
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2.4.6.2 Composition of electrical equipment

1) General power supply cabinet;
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2) Electrical control cabinet, connecting the main oil pump motor and auxiliary pump motor and
AC/DC control power supply;

3) Operating table, floor type operating table, PLC, relay, control power supply, speed regulation,
extrusion cylinder heating control cabinet;

4) Position detection encoder;

5) Detection components such as limit switch, proximity switch and secondary instrument;

6) Junction box and corresponding cable pipeline bridge, etc.

2.4.6.3 PLC X & Fiisrill A2tk & 4t
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2.4.6.3 PLC and various detection and control systems

The electrical control system is controlled by industrial programmable controller. Through the
coordination of computer and PLC system, the online intelligent management and control of the
working process of extruder is realized. The operating table is equipped with operation button,
extrusion speed, stroke, extrusion pressure, container temperature and other parameters of the
digital display, as well as the press state and fault indicator light display.

The system is controlled by Mitsubishi Programmable controller [PLC]. Various input/output
module PLC directly with electric transmission element, namely button, close to switch, pressure
relays, pressure, temperature, position sensor, encoder, proportional valve controller, electric
hydraulic valve connection operation, the location of the meet the press, pressure, speed,
container temperature, the main and auxiliary body movements of reliable control and safety
interlock.

Reserve 10% allowance for 1/O points.
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2.4.6.4 Working system of extrusion press

The working system selection switch can be divided into "manual", "semi-automatic (single
machine automatic)" and "automatic (online automatic)", which can be selected on the
operating table through the transfer switch.

BHRDY: e it

Appendix I'V: Scope of supply of equipment
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3.1 Range of equipment supply
1) a set of 2000UST oil pressure single acting forward horizontal Conventional back feeding
aluminum extruder body
2) Ingot and pad mechanized treatment system includes: 1 set
(1) spindle supply manipulator 1 set
(2) ingot pushing device 1 set
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3) Hydraulic control system (including pump station, fuel tank, platform, ladder, railings,
equipment internal pipelines, etc.) 1 set

4) Extrusion tools include: 1 set

(1) @186 extrusion cylinder assembly component (including 2 pieces installed on the body)

(2) 9178 cylinder supporting extrusion rod 1 piece (including 2 pieces installed on the body)

(3) Fixed extrusion pad 1 piece (including 2 pieces installed on the body)

(4) 1 piece of scissors (including 2 pieces installed on the body)

5) 1 set of electrical control system and detection device

(including operating station, control cabinet, PLC and touch screen control system, etc.)

6) Cables, wires and construction materials.

3.2 BARFEEHEHE
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3.2 Range of technical data

1) Drawings and documents (including equipment foundation drawings and mold combination
drawings) for civil engineering design 1 set

2) Drawings and lists of vulnerable parts (electronic files) 2 sets

3) Equipment operation and maintenance manual 1 set
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3.3 Range of Non-supply

The customer shall be responsible for all the following items and related materials which are not
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within the scope of supply of the seller:

1) Foundation engineering design, construction and related materials; Embedded parts,
foundation cover boards, ladders, fences, etc.

2) Piping materials and construction other than equipment.

3) Hydraulic oil and related consumables.

4) Compressed air source and pipeline.

5) Cooling water source and pipeline.

6) Lubricating medium of equipment and extrusion tool.

7) Pressure surplus collection box.

8) Water supply, power supply, gas supply and other public facilities.

9) The workshop itself lifting transportation facilities, production and maintenance tools.
10) The billet required for extrusion machine debugging.

11) Extrusion products testing tools.

. AN S HRE BB

Note: The company reserves the right to modify the above parameters
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