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Zhejiang Yikong Machine Tool Co., Ltd. is a high-tech enterprise specializing in R & D and production of CNC machine tools and automation equipment.
We continue to strive for innovation, and at the same time integrate the manufacturing experience of multiple equipment manufacturers, absorb
advanced scientific research results in the same industry at home and abroad, and have developed Become a professional manufacturer of machining
center machine tools with independent research and development capabilities and perfect production and inspection capabilities.

After years of market operation, the company has a total production workshop area of more than 8,000 square meters. Existing Hangzhou R & D Center;
Yunnan Yuxi Optoelectronics Production Base; Zhejiang Machine Manufacturing Base; forming a trinity of efficient production and delivery service
scale. In 2018, Italian control company reached a strategic cooperation with Taiwan Yandao Industrial Company. Jointly develop a high-speed gear
head vertical machining center to push the high-end machine market.

Company History:

Zhejiang Yikong Machine Tool Co., Ltd. was established in 2012

In 2016, Hangzhou established a research and development center

In 2017, Yunnan Yuxi established optomechanical production base

In 2018, reached strategic cooperation with Taiwan Yandao Industrial Company

R & D results: The company has four series of conventional products
Drilling and tapping high-speed vertical machining center: T, TF series;
Compact and efficient vertical machining center: V, VF series;
High-speed gear head vertical machining center: VM-G series;
High-speed simultaneous vertical machining center: VL series;

Part of the machine features: European technology, Taiwan R & D

VL simultaneous movement series: Bt40 tool change speed is only 1.2S, reaching the world's leading level, leading China's machine tools to achieve a
breakthrough in tool change 1.5S; becoming the leader of domestic CNC machine tool change technology.

VM-G series: high rigidity, heavy cutting, existing gear head design of 12,000 rpm; (Note: 15,000 rpm has been under development) 3000 rpm rigid
tapping, both rigid and flexible.

We will continue to develop new products that are more advanced and better able to meet the needs of customers and meet the needs of the market.
Fine management, rigorous manufacturing, create value for customers, and make unremitting efforts to enhance product competitiveness!
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The highest good is like that of water.Great virtue promotes growth.

In the face of future development, we insist on forging ahead with determination, start from the little things, start from our own, constantly improve
our products and services, build a people-oriented harmonious enterprise and set up the enterprise spirit of "unity, exploitation, dedication and
progress". In this process, we do not have any slack and always interpret the expectations of our partners in the grateful and professional spirit to provide
high-quality numerically-controlled machine tools and services as our pride and value orientation.

We will always safeguard the enterprise spirit, continue to adhere to kindheartedness management and precision manufacturing, be the most
reliable people, and produce the most reliable products! We have always strive to performing such an oath: We will transmit the value, honor, trust,
respect, mission and commitment to the staff, transmit the equal operation and sincerely mutual benefit to the cooperators, transmit the enterprise value
and promotion feedback to the society and continue to inherit the quality purpose of "taking the quality safety to ensure the reputation". In order to
develop the equipment manufacturing industry, we will work hard and take our oath not to change our mind! We are willing to join hands with all our
friends to forge ahead in unity and create the future together!

RtEEMMIMERANGRIIMAERMAE

We make contributions for customers who carry out batch products processing to achieve success.

IE B 5 a0tk 3P 500t o0 o284 -

Because of this, we focus on the following 2 points:

E-Eﬂiﬁﬁfglsmndle taper

BEMFEHNCES

Self-developed NC system

BT30

I8 - EE1t BRERNES - BF

Low inertia-Light weight Realize the excellent control-action

RASREEHHE B IEMIRIENE - BrfE

Adopt the spindle motor with high acceleration and deceleration Reduce unprocessed action-time

KRAER+TSERNSHERE B3Rk SEE LI T EANC

Adopt the medium-high speed motor with high torque Pursue NC matched with high-speed product processing
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MAN-MACHINE ENGINEERING

FEAMITEERETIES, BREFENRFL

Focus on the man-machine engineering design concept and realize more convenient operation

LHAAXHRE

Fully closed patio sheet metal

Fh b i a3 5t BB H n AR AN
RS S ERE,

Prevents splashing of the cooling
liquid and cuttings to the external
machine and reduces the influence on
the spindle motor.

P 3 i =X I P9

Push-pull side door

BIEHEIL P OB, BIFTIERER
FHEMERERNSOETF,

Compared with the traditional
machining center, the innovative

design makes the maintenance
become easy and efficient.

RAE BB ERHEBEA

Optional auto-door with robot

AXBRERFEESTERE, BRAHE
Bttt

Greatly reduces the labor intensity of
operators and achieves automatic
connection.

MEF W
FEIEEY

Itis convenient to carry out trial cut of the
workpiece with the external hand wheel.

THSERFE, HIIBEMRIERE,
The setting of workpiece coordinate system
makes the tool operation more convenient.

ﬁiﬁ ﬁ Punchings gun

MITROTAER, REER SRR
HERAETIE,

The cleaning of workpiece after
processing is easier to remove the
cuttings in the machine.
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HIGH PRODUCTION EFFICIENCY

& B3RS I0E & Z8h T ISR LEERR

Pursue high acceleration Comparison of Z-axis positioning time
A

s 2450 £ o
Old mofjil New model accele:rténed speed :;f‘i B #325%
ZERANR X ms
Z-axisaccele;?as;d 1 o 1 G * 1 " 5G <
B TZ8h5 BN S, ZOhhNE AL L EMBIRRE R Tt

Due to the frequent movement of Z-axis, Z-axis accelerated speed is
significantly increased compared with that of the old model.

aw} Bujuonisod

R BEREEHMEE ( X/ Y )

According to the load, the most appropriate accelerated speed(X/Y-axis)

1.5G/1.2G p— p——

- N—— o= N = Old model New model accelerated speed
AR RS B RS A O YIS B B A A
According to the load capacity of the table, the most appropriate § o HZBREEM TR0 E)
X/Y-axis accelerated speed setting function can be set. %#The Z-axis origin moves toward the center of stroke.

O ENERRRK | fBAEH1 0%

High-response servo system

\
.

(sec)

18quin uoeloy alpulds E s E i

KANT AN TR FRIERA]

% Examples of processing procedures used by the company

l}?&ﬂ R ] EE 8 Comparison of tool changing time
3

E 2
-

A
e
* ﬂ{%@EATC No pause ATC #
o N B
FTEEBAFLRRNMR, SEENTARE, ZEhNEE Mo,
HORRFHET) B ST HRRS RIR ML )
The acceleration of spindle start /stop time, the most appropriate tool g - 1.8
movement and the increase of Z-axis accelerated speed minimize the o
tool switching time. >
315 \
g
= 1
3
@
05 HE
EhhE
0 TEHL
( =2 =N
&7 ==/
j:ggjj E#ﬁﬂ . The nearest tool: The farthest tool:

Tool changing time: 1 . 1 S 1 .58

= /4= =\
’ |E_| ?ﬂ:"ﬂ'*ij:ﬁ f‘ﬁ”Synchronous stroke control \.
TIETMEFRE, ETXVE, MMM ER, E—SHRE
PR FE 0 HERE o MK m—momIsao (MC) BLE, SENBLEREERASE.
While the tool is exchanged, the positioning of X/Y-axis and additional BEEkEEMMIPOMERIN, BEAMSEERSE,

axis further realize the shortening of the ineffective time.
9 Conclusion: Compared with the general machining center (M/C), the high

production efficiency of Yikong is obviously easy to see. The company
continuously pursues the overwhelming high production efficiency that other
machining centers can notreach.

& O 5. 18R#UK3ILThread bottom hole X 12
— & £#3.Borehole X 2
I I~
Main proce[slsingl;agﬁen! ’MGR#&Thread %2
& {EAT) BB 9tools are used
#jl3LCountersink x 7

T AE3Z R 1570 1K (10/°BF ) x (ERAE=85%

Work switching time 15 seconds per day(10 hours)xUsage rate 85%
EEBRIER #930%UP
Comparison of production effects Increased by 30%
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WE—RRLRAE » BRkEHEEMT

Mechatronics is developed and the high precision machining is pursued.

FIRHRMAE T HSEINE, KAFNCGEHEKE, FREBRTSHENMTI, EEMIM=HMNTITERERD.

The new control system improves the rigidity of the machine and is equipped with a new NC control device. The new function realizes the high precision
machining, and plays a powerful role in the round processing and three-dimensional processing.

¢ SHIEREE
High rigidity structure
ETF O HEBARMEEIRNOER £, E—SRABKRAILE,

Based on the analysis of the rigid data of the machine tool, the rigidity of
the machine tool is further improved.

% R 1%
15%UP

5Bl R et HIZ8,

BEE IAERIERET R, 0]

IR T #015% 15%UP
Especially for the Z-axis, the rigidity K
increases by about 15% with the ZEH} ﬁ”‘_&l—
design change of the stand column. Z-axis rigidity

=R > BEWEMNT » SRYHEIIT
High speed » High efficiency processing » Heavy machining
RERFERARSEBAMNRTISHRENDNIEHEE, #ER. SHEMIIZRYVHIMI, KEZETEIN,

According to the technology of improving the rigidity of the machine and the spindle motor with high output force for a long time, the cutting force is greatly exerted
from the high-speed and high-efficiency processing to the heavy machining.

*ESRHNEHSGE

High output spindle motor

BRSUEMIMN
shis AR RRIS AT
Realizes the medium-high torque field
characteristic of high-efficiency machining

WREREHEN T

Slot processing with standard specification

RERERUER
AR PRI AR

Itis the most suitable for the low torque field
characteristic of heavy cutting

WS HAEREHNAILEMT

Large aperture machining with high torque specification

T BEHAEE

Torque value of spindle motor

IRAERRAE

Standard specification

RAHSE

tIHlE . 150CC/min
MMIAZA| Cutting output:150CC/min
Processing content| f4&material: S45C
(553 © 1632&%7] Use ®16 end mill )

MR }L?‘:TéAperture; ®30mm Maximum torque

Processing content | #4'E Material: S45C 4 O N m

SRR (=L )

High torque specification (optional)

mAHSE (BEE )

Maximum torque (instant)

92Nm
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USAGE CONVENIENCE

SFEE PSS BEE
'rrryrril gy B
FFFS FEBF DO

Fggs FEEE EDE

?;T‘e {’E 'I'i Operability

BMUSBEEO . REMRE. BMIRELRIIEE, F
BE#HTURRVREREZEN “RER" 0
B 5EEIEFEB X HFHRE.

Add USB interface, menu programming, tapping
fast backward function, and reprint can quickly
switch to the "shortcut key" and easier to manage
the auxiliary file function of the program.

.éﬂ ,“ﬁ Ij] ﬁg Network function

Page 05
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4, BT RAEMAREREEERER
B S EE 1T HERE

Large capacity of program data can be transmitted
over Ethernet at high speed. In addition, the simple
monitoring function of displaying machine

production monitoring screen through computer is
reproduced.

7]" Iiﬁﬁ}] Ij] ‘H‘E Machining auxiliary function

EHBAETRT. SRERN. 2B UaE )
HIE SN THBhHAE

Loading torque waveform representation, high
precision mode, thermal displacement automatic
correction and other machining aids.

4555 1% Maintainability

BNRFRE . SLiRETH. MHEBNEINEE,
Instant alarm, record inquiry, maintenance notice
and other functions.

,%%%\TFE b)) System counter stress

BHREPLC, MHINEHY. RATERE
#10242k (BB ) o

Reprint standard PLC. Output power points: It can
be expanded to 1024 points to the maximum
extent (optional).
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ENVIRONMENTAL PROTECTION AND ENERGY SAVING

EEEH%E, BEZEREBR
BHET SRR |‘_&-_ﬁ|:.o

2 ERAR AR EB R A HHES ﬁ%%* \ ,
B “BEER
> -

Low power consumption and low altitude
consumption achieve high environmental
performance. All specifications are
effective "renewable power supply" for low ’ \
consumption of power.

G

D

D

ICHLENRERVTNRE, HHIKIRIEMH SR,

Loading energy-saving functions contribute to the global environment.

. S RATEREUHETHESSHERZEMEER, BRTEERES
IR B BERRE.. 2R VIRIE B IR R R . The low inertia spindle is equipped with high energy rate motor and energy
FHeAE R SR EEER, T {EREREIR saving pump, and the low power consumption is realized.

HEREIE B EERRD.. AT LAEK E# IR B EhRA AR
TIRBEER.. AT LA E %R E IR B BB

Automatic disconnection of cutting fluid: set automatic
disconnection time of cutting fluid.

Standby mode: set time, and the servo is closed when the
machine is notin operation.

Automatic disconnection of motor lamp: you can set the
automatic turn-off time of the internal lamp.

Automatic power disconnection: you can set the automatic

E | N &6 )
shutdown time of the machine tool power supply. LEDE_U%EWE ( %E:E ) gﬁﬁ“g?ﬁ
LED built-in lamp (optional) Energy-saving pump
“* N N [= i) “ (X % /J\ éa( ~ ﬁ ” ,_ ]kb E

TEERRSR Bt fE T R R E D RBAME ELE R ERRE PR B IE % + FABS S
FEEWERS , Biti EH T BB BRNThEE, Reduce the bad phenomenon + Prevent failure
“Don't produce bad products” “Take preventive measure for failures and
guarantee no shutdown at least” These views can improve the production
efficiency, for which each kind of function is loaded.

REEES

Improve the production
efficiency
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SPECIAL SPECIFICATION

NAlEKE

Cutting fluid device
RIRAZAFIS0LF]E,

150L is optional according to the use.

P15 =R P (7T B &h)

Inner pull side door (automatic)

e/ EXARMEIEE, TRxmEAER A
&AL, #HERE. BNERE,
Reduce equipment spacing,
maximize the utilization of

factory area, more convenient of
maintenance.

fErkokig

Flushing water gun
MITRNTHERE, BERS
B S B PRI

The processed workpiece is
washed, so that the cuttings in
the machine can be more easily
cleaned.

S#EEME (150mm . 250mm)
Column heightening(150mm., 250mm)
RIBEF T REEAF150mm |
250mm IAEME,

According to the needs of
customers, there have column
heightening with 150mm and
250mm.

i

!
!

T K (CTS)
Spindle center effluent(CTS)
Fahdr. ok (CTS)
RFABTE#EAAICTS (1.5MPa)
X3Mpa#t [EFF IR R EALZAALT,
Pindle center effluent(CTS)

uses BT spindle CTS(1.5MPa)

% For details of 3Mpa, please contact the
company.

ﬁiiﬁ:%ﬁ Flusher

EREKBEREAEHRANEN, FEFH
EBRUBHER, BREDERES
REFBE SR T RES
£,

The flusher is installed in the machine
and has a better effect of flushing
chip, which makes it easy to remove in
the side of splash sheet metal and
where the cuttings are easy to pile up.

XHmE

Courtyard metal plate

FRAR AR OIS, Bhibm#RsE
BHAMRMUIBHER, iRk
FTEHRENTE,

Close the opening part of the patio to
prevent the splashing of coolant and
cuttings to the outside of the machine,

and at the same time reduce the
influence on the spindle motor.

LEDX ¥R 1E ( 148 )

LED inner lamp (1 lamp)

LED=CHY SR A S 1Y A BB & A
The LED style is more durable and
energy-efficient.




%'T‘ﬁ Caution light
RALEDI, BRAHE®, BER
HEiE,

LED type is used. The bulb is not easy
to be damaged, and maintenance is not
required.

FEBKE S &R

Manual pulse generator
EREEMFNFEIREEERATLL
BB,

The hand artery flushing generator
attached to the table can be used to
prepare for work.

=R EER

High precision mode

FEREFR, BEREE. aBEN=
MEMT, ARFEHTRSMISEN
“FBRISAHIEREEE”

And the pre-read program segment is used
for realizing the three-dimensional
processing of high-speed and high-
precision. At the same time, the "smooth

path correction function" of improving the
processing quality is loaded.

B#hA% (18h. 28h )
B-axis(1 axis and 2 axis)
BifAnEY 1% . 2 . FIETS@EM T,

Additional 1 axis and 2 axis can be
carried out multi-sided processing.

Fr AR

SPECIAL SPECIFICATION

45k #H SPECIAL SPECIFICATION
O IR EE
D100L R 250W
FRBILIEIETZE x 2, FEHPEMERD x 1
@150L & 250W
FRBILIEIE L x 2, FEHPEMERD x 1
@150L CTS R 250W+650W
FRBILIBIEZE x 2, FEMPEMERD x 1
® /O HkEE (CTS)
O EREE
® EEKIE
® HENRIBIGHERE
© 1 NE(11E)
@ 15T IB(31B)
O FENRE LSRR
©BEh#E(1%4 A, 280 FA)
@ 7 4EANE(150mm,250mm)
OXHihE
onT (fA]) FIREIR B, KIEMRETASEHE
O EFL HENHEBHE
[ 2 - YN m
@ T HENEEN
@ HEH &
THRER BRH
@ iERI/OEMR (EXIOEAR )
(DIZHEEXI0EE 4732
(@B INIZAEEXIOER32
© ERFSEAT
OfBEE18M ( $I500Mbyte )
QQFEAESE
QEHEEER
OPLCIE TRz 1
© £ EEH%(10K, 16K)
OREAE

@ Cutting fluid device
®100L pump 250W
Cutting and washing on both sides x 2, spindle nozzle valve x 1
@2150L pump 250W
Cutting and washing on both sides x 2, spindle nozzle valve x 1
®150L CTS pump 250W+650W
Cutting and washing on both sides x 2, spindle nozzle valve x 1
®Central water outlet spindle(CTS)
®Flusher
®Flushing water gun
®Automatic intermittent oil feeder
®Inner machine lamp (1 lamp)
®Indicator lamp (3 lamps)
®Manual pulse generator
®Axis B(for axis 1 and axis 2)
@ Column heightening (150mm, 250mm)
@®Courtyard metal plate
®The front (side) door can be opened and closed automatically,
and the labor intensity of the workers can be greatly reduced.
@ Optional automatic chip removing machine
®Roboton-line interface
®Tool automation interface
®Automatic tool setting gauge
Airtight detection of workholding
®Expansion I/O substrate (EXIO substrate)
@Standard EXIO substrate 32
@Additional standard EXIO substrate 32
@ Software matching
@lIncrease in storage (about 500Mbyte)
@Insert instruction macro
®High precision mode
®Programming Software of PLC Program
®Transformer (10K, 16K)
@®Instructions
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MACHINE SPECIFICATION

INH Project TF500 TF600 TF700
X&h  x-axis (mm) 500 600 700
Y&  Y-axis
BEHE : (mm) 400
Amount of movement I8 Z-axis (mm) 300 400
IFEEE T #hmmaiast - ~
Distance from the work table to the end face of the spindle mm) 120~420 120~520
TYESEM Workbench area (mm) 650x 400 750x400 | 850x 400
THeE - -
Workbench RABEE (PH—HE) (kg) 300
Maximum load weight (uniform load)
FiH4EE Spindle speed (min) (min™) 12000(min~")/20000(min"")
gﬁrﬂjdle FEh$EIL Taper hole of spindle BT 30
f 7K Central water discharge SZMfC Optional
. IRIFEEN X x Y x Z84 )
ERRE Fast moving X-axisxY-axisxZ-axis (m/min) 48/48/48
Feed speed
YIBIEKSRE  Cutting feed speed (mm/min) 24/24/24
JJ4RELSE Tool holder model BT 30
HI$T# 4% Blind rivet specification MAS-P30T-1(45")
JIE 75 (#2012 Number of tool storage (#/Handle) 16/21
NAXHEE ) TIERKEE Maximum length of tool (mm) 250
Tool exchange device
TJE B KB Maximum diameter of tool (mm) 80
JIEHRKEE %1 Maximum weight of the tool (Kg) 3
JJEEIZEFAI Tool selection mode FE#% 5L T Random proximity
J) EL3#a x5
B 7] %} 7] Tool to tool (sec) 11
Tool exchange 5 time
=i £#H3% Spindle motor (kw) 3.7-5.5/5.5-7.5
Motor SELAENELE Feed shaft motor (kW) 2.3/2.3/3
IR Powersource 380V
FFE# R TRAE (B ) Power capacity (continuous) (KVA) 11KVA
Required power source AR = E4 B Common air pressure (Mpa) 0.4~0.6
Pneumatic supply | frEE 7% 8 Required flow (L/min) 45
#2325 E Machine Height (mm) 2400
R ensions| P17 &M Required floor area (mm) 1660 x 2405 1960 x 2405 2060 2405
23 EE Machine weight (Kg) 3100 3300 3500
B0 4 A
Accuracy of bidirectional positioning of axis (mm) +0.008/300
BE
Precision A EE A
Accuracy of bidirectional repetitive positioning of axis (mm) +0.005/300
EEPIRRE 1BPI(IEEE)
Front door specification 1 door (optional and automatic)
AR 1 SUBARIR/A AT S WRRE. TAE. BT (1)
Standard accessory | Anchor bolts/4. Horizontal anchor Anchor bolts, toolbox, wrenches (1 set)

1LTENRXESRBETRK. ECHAESLEEAREE, ULEMSE,

2T BENREDFGRBEETMAE

SARBHBRNE . MIBFABTURFASEBNERRE, TRREBEHRRE, XEHFSTEEE.
ARBERTRAMKIER, THRETFZEREER,

1. The maximum weight of the tool will be changed according to the shape, center of gravity position and other parameters, the above only for reference.

2. The output power of the spindle motor will vary depending on the speed.

3. According to the machine specification, processing program content and the use of the surrounding machine, the common air pressure will be changed, please set higher
than the reference value.

4. When the machine selects the tool changer with different specifications, the distance between the spindle and the workbench is different.
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MACHINE SPECIFICATION

NCEEE#R 4% Specification of NC device

12 4%h B Number of control shafts S5ER(X. Y. Z. FffhnEdh2Es ) 5axis(X, Y, Z, additional axis 2 axis).

FE L 58(X. Y. Z. A. B) Fixed position 5 axis(X,Y,Z,A,B)
(2 4 S 24 [ER <3 480(X. Y. Z. Kiin#h1%d) Straightline 4-axis (X, Y, Z, additional shaft 1 axis) (mm)
Simultaneous control of the number of axes B3N 2% HRHE/sE T2 3E#: 38 (X, Y. Z) Arc:2axis spiral / conical interpolation: 3 axis (mm)
&/NEXBEBE L Minimum setting unit 0.001 (mm)
RXiESE Maximum instruction value +9999.999mm. *£999.9999inch (mm)
51 EBEASINEE External communication function USB. AKX USB. Ethernet

NC#&EE NC function

OIBY/IBE o S Al (NC)
Absolute / incremental High Precision Mode A 11 P
|\ | . T =R
.:%?J/hl; i tri ‘ O AREAE Extended workpiece coordinate system
ritish /metric system Tool length determination [ Xt
@ AEC/AER N Calibrate
=
Angle C/angle R .ﬂﬂﬂul’l Eiiﬁﬁﬁﬁﬂa .ﬁ{%
® LfT[E s Tool life management / standby tool Acousticimage
= 28 = 3o
Coordinate rotation OERIFE O REiREE .
Al Back d compilation Menu programming
©® 7 £ I ackgroun p ® 2 F{EERA
Synchronous rose @RS E Program compensation input
B =
O LITRERE Program trajectory mapping ® J) A REHIH )
Coordinate system setting o Tool Ienf;_th gompensatlon
o o T izf ® T A EHIK
.IFE@; Subprogram Tool radius compensation
dling O Ei2FINRE
@ EIREKE) © i3 fiE/ B S E Macro program function
Cycle start Spiral / conical interpolation @ FERSIZER K IHEE
. N Local coordinate system function
B HEE © UIHRE S ERF @ Bk
Backgap compensation Powder flushing delay One-way positioning
=0 " N ; = THAE
OMPERAMH ® IRl B RARA ( ErAEiLaE OHMBaATIE
Pitch error compensation ) ) ) . ) Paper tape running function
Automatic shutdown of cutting fluid (energy saving function) ( #=ZDi )
@ [RIFEFR TR 4EEDialogue
Fost food reto O LB EBENE ( EnAEHLEE ) LY Y=y
. Automatic power outage of energy-saving Action program
.t}]ﬁ!]ﬁﬁ{g% Iamp(ene_rg.y—s.aving function) O HERE
Cutting feed rate ® HEyJ] BEHEIx Dispatcher
@REREE (1, 000(@) Automatic tool measurement 3 1 O] EHEEE
Alarm records (1,000) T e — Automatic tool §election
o o R . o B M B BB ERT
®;iRAEED 8% Waveform representation Automatic setting representation of cutting conditions
Status record iR O EEEBH®E
O HEREEF Level of i Automatic tool length compensation
evel of operation P
Machine tool locking P O BB ENHE
o=t wiEis ® S} ERER HH A Rt Tool radius compta:nska”tion automatically
Computer remote control External input and output button O KRAEHABIHE
Automatic calculation of unknown input
® AEPLC O SHEEMEB | ( FHAEMFIEFE ) ® i TIEFIEH]
Built-in PLC High Precision Mode B I (3 blocks read in advance) Processing sequence control
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SPINDLE POWER-TORQUE DIAGRAM

& 5.5KW S2 30min 39 — 34.7Nm S2 30min
| | |
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MACHINING OBJECT PARTS

B REERE B IT&— AR B XBTHG

Automobile & Motorcycle IT&General Machinery Large components

@ CVT(EmEEES) @ mEhimae (ER I ES F# Cellphone @ h#85E Transit box
CVT (Non-polar Transmission Th tor h i Brak t lind
;., p, . ) ° morornousing rote mastereyiinder @ ERGHEZE Computer frame @ [R) 35 BE R 5% RS
FREIFRAS Middle casing HBENZRFN Starter shell 253 Synchronous chain shell
Conversion fork FERE EB4F Hard disk component @ rEREIE
=ngs ’ ¢ R RELE
@ B4 235588 Clutch housing  (©) e Flywheel ® gﬁﬁﬁf " SHFEE Clock parts Cylinder head for truck
(® ®HELE Cylinder head ATHESE 2R 5 amsha
(@ K HELEE Cylinder block AT transmission box @) AHEBEF Camera component
® EPSH#E EPS housing @ eAAE Crankase @ AIE rtificial bone
® &FFIBE Throttle body @ 7548 Junk head
n*ﬁ%ﬁ@/hol holder type:
. 484"1} _g_?ﬂ'- i
T - I
& | o
LTl ) | —
@l |7 r_ . ) .
el i= Pl 238
HEEEE 18 g5 e S | L1
' L—" - | CeS150mm
AT L2 & 15 0mem|
M1ZxP175 irgl H edCendlll!

[ MRASHBEREAT0%,
4 2.5 BRI,

. RS ETES Y SBIEEE,
o — -
—ar= Jit If the coolant density is

-@ ﬂﬁ?m& more than 10%, consult the
| m T technical engineer because
‘5':-\/ g \"&PL-"E this may affect the filtration

function.
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BOUNDARY DIMENSION
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BOUNDARY DIMENSION
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AQABTEETHERR, MARH, BILBTEM, WEHEFRE|
The company continues to carry out research, development and
improvement. If there is any update, we will not make further notice.
Please understand!

AR IT == —

AL REREKBRA R

Zhejiang Yikong Machine tool Co.,Ltd

e AT EVUN TR U = TR SE R A #1655k

R & D Center: No. 16, Feixiang Road, Sogian Town, Xiaoshan District,
Hangzhou City, Zhejiang Province

SEREM: HIESENHHEUIERBEREISR T Ay ==
Production Base: No.599 Southeast Avenue, Jiaojiang District, %Ifﬁﬁ:ﬁ Dealers

Taizhou City, Zhejiang Province

SHEERENM: THATEMANIXREEBRKI685R
Yunnan Production Base: No.168 Yutong Road, Yanhe Industrial Park,
Yuxi City, Yunnan Province

BEiE(Tel): 0576-82766032

{#E(Fax):0576-82575763

#k(Web):www.tzyiko.com




