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PREFACE

This Operational Manual is intended for providing you
the adequate ways of how to operate Hsiu Fong Electric
Discharge Machines , also giving the advices and
assistances to solve various problems possibly occures.

With foundation in 1974 , Hsiu Fong has been
specialising in the development and manufacture of general
purpose electric discharg machines. And as an expert in
this field , we do from the beginning offer technical
consultations and intensive job trainings thoroughly.

By the accumulation of experience , We are aware of that
operational skill being a critical point influences a great

deal of working efficiency.

Therefore , the close association from customers with us
is a rather important and essential factor for operating
comprehension. As the phenomenon of working condition
could be low due to very small negligence happend around.
In this respect , we are at all times in the position to
assist and provide best after-sales-service.

Detailed principles , operation- --ect. are specifiéd
in this manual. Plese read further with carefulness.

Hsiu Fong EDM will be a closest partner in your business

future , also a tool leading you to the success.

Thank you!!!

ESIU FONG MACHINERY CO., LTD.



PRINCIPLES OF ELECTRIC DISCHARGE

While the ddielectric fluid , i.e., kerosene o1l or
equivalent , acting as an insulator in the gap between
electrode and workpiece , is connected with electric
voltage , the free ions within will form a thin bridge
creating an eletric field.

Then the spark will jump across the dielectric fluid
when gap reaches a very small size. The heat at very high
temerature from 8,000°C to 12,000C be converted from the
current which was conducted by channel of conductive
particles will melt the metal surface and evaporate
explosively.

In order to describe further above invisible phenomena
of discharge , the figures following will provide a good
picture.

PRINCIPLES OF ELECTRIC DISCHARGE
U=Voltage

n ' i:Current
= 1.Buld-Up of an electric field.

+

I ) ' ;
|' 2.Formation of conductive particles in
= 2 dielectric fluid into a bridge.

3.Following to the formation of bridge
the negative particles are emitted
which begins the discharge.

4 Currect flows by the movement
ofnegatively and positively
charged particles.




5.A discharge channel is devvloped due

to a rise in temperature and
pressure.

6.Vapour bubble forms (the bubble

contains the gases produced in the

breakdown of dielectric fluid by
the electric arc , with high
percentage of acetylene which is
very flammable).

7.Heat input reduces once the current

is interrupted , at same time remove
material explosively by vaporization
and fusion.

8.Vapour bubble collapses.

;i 9.Residues : Metal particles , carbon

| and gases etc.




3.1 Unpacking and checking:
There are following items as shown fig.3-1 after unpacking

the wooden case, but it is an optional item which mark with.

Remarks: Net weight of Dielectric fluid tank unit: 60kgs
Net weight of Power supply unit :60kgs
Net weight of Working head, Three axes slide
assembly and Fluid returnable plate: 60kgs

Gross weight: 260kgs

Dielectric fluid
tank unit

Yorking head 3% Portable magnetion base

Power supply unit

Fluid hose(Return)

Allen keys Hold arber A

Screws
(Out put)
% % Fluid hose @
M Adjustable

&
S @ VA0 o6
Open ended Flat pring Nozzle ; . electrade
. washers Pipe clips % Parallel
spanners vashers lagnet?c holder
) base
Fig.3-1

b
Pt



3.2 Environment request:

A Toperature range: From 10C to 32°C (50°F to 90.5F)

A Humidity range: From 20% to 80% RH

A It would be a big har;n if machine to be located in a area not free
of cutting fragments or dust.

A Good ventilation or vent device should be provided since gases will
be produced during the working process

A Please ensure that the machine is earthed, while operating the
machine, it is advisable for the operator to stand on anm anti-slip

rubber or wodden plate if possible.

3.3 Space request:

The min. space request as shown fig.3-2

110mn(4 32167

S0mni2")

AN 1o

SR

RS

1 32169

130mmeS 1747

Fig.3-2

Top views of each unit as shown fig.3-3

520mm¢20 1729

MAXi670mm(26 3/8°)
MIN:600mm(23 5/87

440mmCl7 57167

(917167 ‘ 640mm(2S 37167
230mm i

MAX:390mm(1S 3782
MIN:320mm(12 57879

Fig.3-3
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3.4 Piping instruction:
Installing the fluid return hose between the dielectric fluid tank and
the work table, put the fluid outlet hose onto the outlet valves, fix
the power supply unit by means of the screws with flat/spring washers,
finally. pour in 80 liters of dielectric fluid through the fluid return

tank. The procedure as shown fig.3-4
80L of Dielectric fluid

sFunction of dielectric fluid: a.Medium for the spark or arc.
b.Particles flushing from the gap.
c.Electrode cooling etc.
Consideration of selection: a.Working efficiency b.Economy efficiency
c.Safety requirement

Recommended dielectric fluid: Srand % Ho.
ESSO MENTOR-28
CASTROL HONILO-401

CHEVRON. EDM71

3.5 Machine installation:
There are several kinds of assembly as shown the

following figures for reference.

Working head + Hold arbor

3-3



Working head + Three axes slide

assl'y + Fluid returnable plate

Working head + Parallel magnetic

base + Three axes slide assl'y +

Fluid returnable plate

ead + Portable magnetic base
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base + Portable magnetic base
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3.6 Electricity'installation:

5

4

8

10

6

1

9

1
3
2

(1) AC Input cable of power supply unit (2) AC Input cable of Pump

(3) Pump control cable (4) Electrode wire(*)

(5) Electrode wire(-) (6) Control cable w/ plug for working
head : |

(7) Preparatory socket for fire proof (8) Input socket for pump control
cable |

(9) Manufacturing name plate (10) Main power switch (w/ over load
protection)

The actual wiring of complete insta]lafion as show 3-6




Conneting the No.2 AC Input cable of pump together w/ the
Nol.AC Input cable of power supply unit to a external power
source (AC 220V 10A) as per the diagram below:

- e

=t
| | I
| ' | (1)
A
22%1; I !"‘"‘l | Power supply unit
1¢ l 1

NFB
Power source (External)

(2) "|Pump control box




MECHANISM INSTRUCTION

4-1 VWorking head

1.Quill upward button
3.ER Spring collet (ER 16)
5.Locking nut

2.Quill downward button
4.Inlet of dielectric fluid (ER TYPE)
6.Electrode wire fixing seat



4.2 X.Y.W Three axes slide assembly

100MM

1.Hand wheel for X Axis Movement
2.Hand wheel for Y Axis movement
3.Hand wheel for W Axis movement

Graduation dials

Ly (o

.0 @

Imperial | B VAL
Metric 2 k-0 24
0.1" (2.54mm) per revolution
_ —/

0.001" per division

0.02 mm per division
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4.3 Adjustable electrode holder

/

Angular adjustment

+5°

Horizontal adjustment

’//////Front-Rear'i6°'

Horizontal adjustmento
Left-Right +6

.Angular adjusting screw "
.Horizontal adjusting screw (L-R)
.Horizontal adjustment locking screw (L-R)
% Remark: It must be loosened befor
horizontal adjustment
4 .Horizontal adjusting screw (F-R)
5.Horizontal adjustment locking screw (F-R)
% Remark: It must be loosened before g
horizontal adjustment

LA B —



5. Operation of dielectric fluid tank unit:

1.0utlet valve(l) 2.0utlet valve(2)
3.0utlet pressure 4 .Pressure gauge
adjusting valve 6.Fluid pump

5.Pump control box

Maching the suitable flow between the-pressure adjusting
valve and the outlet valves 1&2 before starting work to
provide a good working enrironment between workpiece and
electrode.

Replacing the fluid filter while the fluid flow is getting

reduction and forcing the machine can not be processed.

- 1.0utlet valve(l) 2.0utlet valve(2)
3.0ut]et prcssure'L 4.Pressure gauge .
adjusting valve 6.Fluid pulip
7 S.Filter

Layout of fluid tank w/ piping

o-1
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10.

11

.Average current

.Gap voltage

Operation panel of Power supply Unit

10

°| 11

Z—DIAJ 12
o 13
??&Y?EB 14

15
16
17

18

w19

20

indicator

indicator

.ON Time
.OFF Tinme
.Ampere selection

.Main power supply/

Emergency stop switch

.Current on/off switch

.Power and dielectric off

swith

.Dielectric on switch

Z Axis display in adress

.Display reset

13.

14.
15..
16.
7 ¥
139
19.
20.

21

.Quill downward(-)
setting /ABS position
Quill upward(*j.sctting
/Depth machined

Display mode selector
Vorking time selector
Servo speed selector
Gap voltage selector
Ram rapid traverse on
Ram cycler on/off

High voltage current on
Joff switch

AR C indicator



1.Function instruction:

1.Average current indicator

Indicater the average current of the present time
machining.

2.Gap voltage indicator
Indicater the voltage between electrode and workpiece
while machining.

3.0N TIME
When machining, the ON TIME duration, volume have close
relationship with processed surface finish electrode
svear ratio and machining volume. Please refer to the
following illustration. It will help you comprehend the
match of discharging duration and current will be the
imperative factors of processed surface finish.

‘| -Graphite

¥ MACHINING
& pate

Disclarts Machinlng LOPE-€— Discharging ~—Long
Qurrent Wave Fine «— Surface Finish — Rouge

4.0FF TIME
X ~i§ During the discharging period, the OFF TIME duration has
sl closed connection with discharging speed and efficiency
JL U

after discharging. Please refer to the following

: -Gr-plllu

whpives MACHINING

™ Katc

Long<— Off Time Duration—s=Short

Discharye Machining

prigesepl e lhl.l.:r-q—_ Slodge Flershing—VYorse

Low<<— Xachining Rate —-Tigh



++ Yhen in operation, the quill moves unstably or
noisily. It probably is too short on OFF-TIME and
results in sludge flushing and low machining rate.
The OFF TIME duration should be lengthened timely.
5. Ampere selection
The volume of discharging current can affect the
machining speed of workpiece, surface roughness and
electrode wear as below:

Copper- | _Graphi n:l

MACIUNING
- ote

L Workplece

Small &——— Machining current ———>Large
Sles4———— MNachining -Specd ——>Fast
Littln¢— Electrode Vear Paportion —plarge

small currenmt large current

There are 12 divisions for current control,the average
current shown as below.

1 | 213 |4¢5 16171819 (10]11]12

1 11.3] 335158 |6 |9 |10 1111.5] 13| 15

(Setting condition,ON Time 200,0FF Time on division
1,GAP keeps at 40V) :

6. Main power supply/ Emergency stop switch
Used as main power switch and emergency stop switch.
Depress main power switch, the current will be off.~
It is necessary to resume operation by turning the
switch clock wise Jike arrow direction.
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e
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7. Current on/ off switch
Depress the switch to turn on current switch.

8. Power and dielectric off switch
Depress the swith, power and dielectric will be off.

9. Dielectrive on switch
Depress the switch to start dielectric pump.

10. Z axis dlsp]ay in address
Match keyboard 11.12.13.14 can form three klnds of
data display, four kinds of setting mode and two
kinds of Zero return display.

-11. Display reset

Under the setting mode, depress this switch to make
zero return.

12. Quill downward (=) setting/ ABS position

A. Under set mode, depress this push button, the
value of display will decrease. If depress this
push button continuously (when value of off set is
over 1.00mm), the set value change will fasten

automatically to match operation.

B. In normal condition of display, depress this push
button, display will alter FNL value into ABS value

13. Quill upward (+) setting/ Depth machined

A. Under set mode, depress this push button, the
valve of display will increase. If depress this
push button continuously (when value of off set is

over 1.00 mm), the set value change can fasten to
match operation.

B. In normal condition of display, depress this push
button, display will alter FNL value into ZER
value,this value means the deepest position at
present.

14. Display mode selector
4 kinds of set mode change-over (based on the series’
of DEPTH SET. JUMP SET. REALLY SET. ABS-DISTANCE).



ol B3 .15. Working time selector

" rg\ Match sludge flushing control keyboard and jump to
fullfil the flushing functions. The auto time

jumping can be chosen at one's will to help

flushing particles . When machining'cavity mold,

mold with bottom and fitting process, the flushing

function will be harder. Simultaneously, it results

in low machining efficiency and poor mold quality.

Accordingly, it is necessary to clear off partiles

by using this device and flushing.

’,,'/f‘ 16. Servo speed selector

The use of servo sensitivity adjustment can

maintain discharge sparking stability. Please

notice stable value in the display is proper.

Strong servo sensitivity will result in unstability
Weak servo sensitivity can cause ARCING.

17. Gap voltage selector
The consistence of discharge sparking gap will
maintain proper discharging efficiency.

Depress button switch (light on) —— speedly

Normal (light off)--Low speed and can be adjusted

Servo speed selector(16).

The change over of high low speed provides the uses of
electrode calibration and setting machining depth basic

. 18. Ram rapid traverse on
1§

point. .
19. Ram cycler on/off
A This button switch is used to enhance sludge flushing

and adjust "JUMPING" value, Working time selector(15).

20. High voltage current on/off switch
Aid the servo stability when machining special metal
process. High gap voltage (17) is needed when start
this funtion. '

O, 21. ARC indicator
= Display discharging condition: The effect is the best
JHU if the light is off or winks. -

If the light winks continuously, it implies unstability

Under such circumstances, discharge gap voltage
needs to be adjusted higher (17) or working time(15)
duration be shortened.
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Flow Chart for Operation

Procedure Result Description
POWER ON Main Power ON (at the back of gemerator)
N 4

N

o

7-DIA

P
* [ REL  000.00mm
! FNL  -060.00s=

~

~

Quill moves up to the top

REL XXX, XX mm
- ABS -060.00 mm

Quill moves down to
workpiece.

The buzzer sounds
simultaneously.

Discharge and Dielectric
fluid stop switch and

display lights

The speed should be

Jowered when
approching to top

Return ABS to zero as
mechanical travel reference

The speed needs to
slow down when
approaching to workpiece

Remark: The REL Value will be changed in accordance with the
Quill up or down move ment.



Procedure Result Description
D |:] REALLY SET Derpess 3 times
— """" XXX. XX _mm sequently
ST Move mach1n:ng
000.00_mm surface to zero

® O

cOf«00«00«0 0

¢

<40

+9|:| «

|

® 0

® O

>0 «

REL 000.00 mm
FNL -060.00 mm

DEPTH SET
-060.00 mm

DEPTH SET
-012. 34 mm

REL XXX.XX mm

FNL -012.34 mm

JUMP SET
000.31 mm

JUMP SET
001. 50 mm

Return to main screen

Display of quill
depth setting

Down direction is
negative for depth
' setting

Depth setting cf
return main screen

shown in FNL

Depress twice sequently
(Default 000.31mm)

Setting jumping
height 1.5mm

Remark: The REL Value will be changed in accordance with the
Quill up or down move ment.



Procedvre Result Description

Return to main screen

REL XXX. XX mm

® O

FNL -012. 34 mm
D REL XXX XX mm Return the bottom
ZER -000.00 mm position to Zero

> O

where quill moves to

REC 000 XX mm Return to main screen
FNL -012. 34 mm and start machining

Chose the sequented
machining current
ON TIME, OFF TIME

The lamp of dielectric

' pump on

The lamp of stop switch
~ indicator off

EDM machine start to
dischange

Sludge flushing button
switch

Adjust proper gap
voltage and quill
sensitivity (Judgement
of voltmeter stability)

Remark : The above adjusting modes can be altered during machining and

please return back to the main screen after each setting is ready.
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How to observe the present machining depth

during machining

Procedure Result Description
%ﬁ'ﬁ gggf rr:rrw? Normal display screen
Vv
I:] REL 007.08 mm The machined depth is
ZER -007.15 mm 007.15
-007.1 5mm
ZN
~+

REL 007.08 mm
FNL -012. 34 mm

Return to main screen

General inspection procedures (method 1)

Procedure Result Description
Showing the distance from
REL 008.00 mm mechanical O point to the
FNL -012. 34 mm present position
3 : For example:
D REL 008.08 mm Quill travel is 60mm
<;7 ABS -030.00 mm the mold machining can
be :
60mn-30nn=30mm
T

REL 008.08 mm
FNL -012. 34 mm

Return to main screen




General inspection procedures (Method 2)

Procedure

Result

Description

® |

Depress

.
L]
V
¥

Quill moves up

ABS ‘SET

038.76 mm

ABS SET
055.00 mm

REL 008.08 mm
FNL -012.34 mm

REL XXX. XX mm

FNL -012.34 mm

REL XXX. XX mm
ABS 030.00 mm

REL XXX. XX mm
FNL -012.34 mm

Quill moves up to the top

Depress four times

Keyboard mode sequently

Setting 55.00mm shows

quill travel 55mm

-

Return to main screen

Quill moves down to
contact mold

There are 30mm to
machine mold

Return to main screen

6-10



7. Working condition selection before discharging
1.Ensure the polarity conversion for the concerning
electrode material, refer to table 7-1.
9 Calculate the working area, decide the NO. of current

adjustment.
Recommendation:
Electrode Work piece
Copper-Steel 4.5-7.5A/cm®
Copper-Tungsten 4.5-7.5
Graphite-Steel 3.0-4.5
Tungsten copper- 3.0-4.5
Steel ’ §
Tungsten copper- 4 5-7.5
Tungsten ’ '
- Table 7-2

There are 12 divisions for current control,the average

current shown as below.
1 2 3 4 5 6 7 8 9 10 11 12

1 [1.3) 3 43.5] 5 6 9 10 | 11 |11.5| 13 | 15

(Setting condition,ON Time 200,0FF Time on divishion
1,GAM keeps at 40V). Table 7-3

For example: condition for electrode: copper(Cu) Working area: 2cm®
Work piece: steel(St)
Refer to the table 7-2, find out the date of 4.5-7.5A/Cm?A and times the
value of area to get the Ampere of 9-15A,then set up the No. between 7-12
in accordance with the mechanical controlled Nos.c (Table 7-3).

3 Select the suitable No. of ON Time after setting up the desired surface

finish and the relationship between wear rate and working speed.

For example: Following the above conditrn of current Nos between 7-12, please

refer to the datas and find out the max. working speed is 0. 129g/min wear

rate 1.32%, surface finish 56.8 Rmax, if the current Nos. to be set at 12 and

ON Time at 800. Low down the ON Time setting if the surface finish was toorough,
and low down the current Nos. be low 12-if the finish was still too roqgh.



Polarity

Electrode Workpiece ¥ear e “of
Cend wea r) electrode

Graphite Steel 1% less (:)
Graphite Steel 30% (:)
Graphite Aluminum 1% less C:)
Graphite Aluminum 15% (:)
Graphite Copper 40% =
Graphite Tungsten carbide 150% C:>
Copper Steel 1% C:)
Copper Steel 200% C:)

Copper Tungsten carbide 50% (:) '
Copper Copper 40% <:>

Copper Aluminum 1% less , @ ,
Tungsten copper Steel 5% C:)
Tungsten copper |Tungsten carbide 40% (:)
Tungsten copper Tungsten 75% =)
Tungsten copper Copper 35% <:)
Tungsten copper Tungsten copper 50% (:)
Tungsten copper Graphite 40% C:)
Tungsten copper Graphite 20% (:)
Aluminum Steel 700% ®
Brass Steel 100% <)
Brass Steel 100% (:>
Brass Tungsten carbide 500% (:)
Brass Brass 50% =)
Brass Tungsten 100% C:)
Tungsten silver Steel 20% (:>
Tungsten carbide | Tungsten carbide 150% (:)
Tungsten carbide | Tungsten carbide 100% (:)
Zine Steel 500% ©
Table 7-1 Combination of electrode and wofkpiece

-2



APPENDIX A
TEST DATA



Electrode Material : Copper
PP
Workpiece Material : Steel 1oovl_l
Curent Division : 2
Cum) [ Cumd
RMS@WNIVDI3400| Ra [Rmax
180 34 S.0 20¢
Sur-lf-‘ace Roughnese
127 | 319 1379 191
89 g8 |25 104
44 22 1125 S¢
ON Tme/usec 5 20 40 - 60 60 100 120 140 160 180 200
mm7min g9/min
0.002 ¢
Stock Remoral
0.24
30
0.001 ¢ *25
011 ¢ 0.00081 ¢ 20
0-00061 [ ] 15
0,0004 1 ¢ 10
0.033¢
0.0002¢ Wear Rate ¢S
S 20 40 €0 80 100 120 140 160 180 200




-

Flectrode Material : Copper

=]
Workpiece Material S-teell |100v| l

Curent Division ¢ 4

Cum) | Cemd
RMS@)|VDI3400| Ra [Rmax Surface Roughnese

224| 36 63| 251
180 | 34 | 50| 20
127 | 315 |3.75| 151

g9 | 28 |25 | 10¢

ON Time/usec 10 50 100 150 200 .250 300' 350

T
mmYmin g/min
¢ 40
0.002 ¢t
¢ 35
¢ 30
L} 85
Stock Remoral

1.723 % 0.015 s 20

0584 ¢
01010 [ ] 15
0.00S * 10

0. '
£99 0.001 + 5

10 S0 100 150 200 250 300 350 ,



Electrode Material : Copper
Workpiece Material : Steel 100V
Curent Division ¢ 6

Cum) [(umd
RMS@|VDI3400| Ra [Rmax Surface Roughnese

272 | 375} 75| 30

224| 36 | 6.3 | 259

180 34 | 5.0 | 20¢

127 | 315 |3.75] 15%

g9 | 28 |25 | 10¢

44 22 [125] St

ON Time/usec 10 S0 100 150 200 250 300 350
mmY Min g/min
Stock Remoral
3-146 ' 0.025 L " 60
2.706¢
0.020 ¢ 4 S0
0.015 2 s 40
& 0.010 ¢ + 30
0.673¢
0.005 ¢ * 20
Wear Rate
0.001 ¢ ¢+ 10

10 S0 100 150 200 250 300 350



Electrode Material
Workpiece Material : Steel 100V
Curent Division : 8

()
O
0O
O
M
B
[+]

Cum | Cemd
RMSW)(VDI3400| Ra |[Rmax
365 | 40 | 100 40% Surface Roughnese
320 |- 38,5 8.75| 354
272 379 75| 304
224| 36 | 63| 25
180 34 | 5.0 | 20¢
127 | 315 1375 197
ON Time/usec 20 100 150 200 250 300 350 400 450
i e Stock Remoral
7891 0060 { 60
0.050 ¢ * S0
0.040 t 40
4,481 ¢
0.030 1 * 30
3.686 ¢
0.020 ¢ 1 20
Wear Rate
0.010 ¢ ¢ 10
20 100 150 200 250 300 350 400 450 ;



Electr‘-ode Material

Copper

Workpiece Material : Steel

Curent Division

10

(um) | um) Surface Roughnese
RUS@HVDI34N| Ra [Rmox v
365 | 40 10,0
320 | 385 8.75
272l 375 73
224| 36 | 6.3
180 34 | 5.0
ON Time/usec 20 100 130 200 250 300 350 400 450
mmY min g/min A
Stock Remoral
- 0.070 ¢ oS ¢ 60
86 ¢
7.88 4
0.060 4 s S0
7.3
0‘050 b L ] 40
0.040 1 * 30
0.030 1 %20
Wear Rate
0.020 ¢ ¢ 10
00 150 200 250 300 350 400 450 ,

20



Electrode Material
Workpiece Material

Curent Division

12

RMSW’)

520

456

410

365

320

ele

VDI3400

43

Mo
41
40
385

375

urm
Ra

14

125

11.25

10.0

8.75

79

um)
Rmax

S5

50§

451

40 1

351

30¢

Surface Roughnese.

ON Time/usec 50

200

300

400

S00 600 700 800 900

mm%nm

16.4

13.7 1§
13.6

g/min

0.130 |

0.125

0,120

0115 ¢

0110 {

0.105

Stock Remoral

Wear Rate

/

¢ 60

® 50

$ 40

® 30

L ] 80

b 10

S0

200

300

400

S00 600 700 800 90

0



CAUTION

I

AND SAFETY:

This machining device is a kind of electronic machine and
processing by a pulse electricity, there fore, please

DO NOT touch the electrode during working to prevent the
electric induction happening.

. Please DO NOT locate this machining device at a humid place
or washing by water.

. Please CUT OFF the external power source if there are
something needed to inspect or repair, and have a electrical
specialist to open the cover of power supply unit for
further inspection or repairment.

. Good ventilation or vent device should be provided, since a
little gases will be produced during the working process.

A Manufacturing name plate can be found at the rear side of
power supply unit, the numbers as show below.

For the purpose of further reference or preventing steal,
please always keep this manual together with the purchasing
documents to regard as a.purchasing record.

MODEL: DT-168(ALIC-1)

S/N: MFG.DATE :




ANOR0NIC.

machine parts list
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DT-168

96001558

A
& F B

ANOL30NICLLD.
L | LLJ.
Unit 3, Hollingdon Depot, Stewkley Road, Soulbury,
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MACHINE PARTS LISTING
MODE:DT-168
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P/L NO 9021000116

DATE:03/19/1992

10101105
10103107
10104108
10105109
10106100

11001106
11002027
11003038
11201028
20601032

30401101
4025224154
4054202034
6021738352
61205120

61205163
61206164 -
61304085
63210142
6601801001

6611000030
6620340035
6621000122
66711126
66712000

6711120145
6715001004
6811001143
7031240206
7032310350

7032572006
7062915365
7081000053
7091140201

PARTS LIST
ik BASE ASSEMBLY sk

Dielectric Tank
Drain Tank
Strainer

Drain Tank Cover
Drain Tank Cover

Strainer
Screw
Screw
Spring
Cover

Bracket

Hose Clip 60HZ,1#,220V,1/4"HP,3/4”PT
Magnetic contactore RAB-12T,AC24V
Pressure Gauge FTB3/8”,3.5KG,75
Hexagon Socket Head Screw M5%12mm*0.8P

Hexagon Socket Head Screw M5%16mm*0.8P
Hexagon Socket Head Screw M6*16mm*1.0P
Hexagon Socket Round Head Screw M4#8mm#0.75P
Spring Washer 1/4”

Elbow 1”

Nipple 1"%30mm
Nipple 3/4”"%30mm -
Nipple 1”%120mm
Hose Clip 1-1/2”
Hose Clip 2”

Check Valve 1/4”
Check Valve 1”
Connector 1”,1-1/4"
"0” ring P20,2.4%20
"0” ring G35,3.1%35

"0" ring G200,5.7%200

Filter Elements SM950,29%150
Hose 1”#%50mm

Hose 1-1/4"%200mm
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P/L N0:3021000218
DATE:03/18/1892

PARTS LIST
wik THREE AXES SLIDE ASSEMBLY ik

Page 1/1

Description

B T e il e

1 11704106
2 11705107
3 11707109
4 11709101
5 11710104

6 11711105
7 12202101
8 20301108
g 20401108
0 20404102

11 20413103
12 6030825302
13 6039100908
14 61206200
15 61206255

16 61206302
17 61406086
18 64006408

Pinion shaft
Rack

Sleeve
Handle seat
Washer

Nut

Base

Work table
Column
Bracket

Yedge
Screw
Handles

Hexagon
Hexagon

Hexagon
Hexagon

Socket Head Screw M6%20mm*1.0P
Socket Head Screw M6%25mm»*1. 0P

socket head screw M6%30mm*1.0P

socket round head screw M6%8mm*l.0P

Spring pin 6%40L
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P/L N0:9021000310

DATE:03/18/1892

10624107
10801102
10802103
10803104
10804105

10805106
10806107
10812105
10813106
11301108

11701103
11702102
11703105
12203102
30501101

30502102
30505105
4034205068
4421220240
4421220262

6071062102
61203081
61204128
61204208
61204402

61206120
61206200
63000046
63200048
6493100179

6610180080
7031300243
7031340285

PARTS

sk HORK HEAD

Lead Screw
Holding arbor
Collet holder
Locking seat
Sleeve

Sleeve
Sleeve
Cover
Flange
Timing belt pulley

Bush

Bush

Plate
Clamping nut
Work head

Bracket
Cover

D.C. Servo Motor EN_
Lighted pushbutton switch eao 19-043-035,YL
Lighted pushbutton switch eao 19-043-035,BL

LIST

ASSEMBLY ek

1200RPM, 5kg-cm, 60w

HTD Type Timing Belt HTD-210-3M-6

Hexagon Socket Head
Hexagon Socket Head
Hexagon Socket Head
Hexagon Socket Head

Hexagon Socket Head
Hexagon Socket Head
Plain washer n4
Spring washer md

ER collet ER16 #10

Connector 1/8”PT
”0” Ring P24,3.5%24
”0” Ring P28,3.5%28

Screw H3#8mm*0.5P
Screw M4*12mm*0.7P
Screw M4%20mm*0, 7P
Screw M4*40mm¥0.7P

Screw MG6#%12mm*1.0P
Screw H6%20mm*l.0P
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