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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 5,0000 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.

The company manufactures production technology equipment for the precious metals industry, including: smelting
furnaces, double-roller heavy drawing machines, medium-sized slip/non-slip drawing machines, micro-fine slip/non-
slip drawing machines, four-wire horizontal annealing furnaces, two-wire vertical annealing furnaces, Multi-tubular high-
temperature wire annealing furnace, four-wire rewinding machines, two-wire (four-wire) vertical rewinding machines, two-
wire aluminum wire rewinding machines, fully automatic ultrasonic cleaning machines, take-up and pay-off machines, and
process auxiliary equipment (such as various guide pulleys, traversing frames, fixtures), etc.



# A kB H £ ¥l Minuteness Non-slip Wire Drawing Machine
MK-WD10/WD20
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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



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.

XA MIKOM 48 PLC F1{E]ARIREhiEHl
Adopt MIIKOM PLC and servo drive control

2. Application

FTEATE. B {. TFENLRAESEFTHMBE Mainly used for the drawing processing of gold, silver, copper,
B LRRIIRAIE, stainless steel wire, alloy wire and other ultrafine metal wire.
3. EEMRESH Main performance parameters

ARIEE | Drawing die No. | 10, A 5 PMERIEA—4BZREX (5 drawing dies are a group can cascade)

WAND10 i 2k © chun bLT (Below 60

MK-WD10 {1 pk mh 2k 12 |Micro-drawing finished product wire diameter | ®12um AL (Above d12um)

MK-WD20 ZR¥i R fazk iR |Mini-drawing finished product wire diameter | ®40um L L (Above @ 40um)

Ih&R | Power | 7KW
IMERSH (KX BEX & )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.

(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.

(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

FERTE. R . THERNLREELFHMEBLH Mainly used for the drawing processing of gold, silver, copper,
ERBLHIRIIRAIE, stainless steel wire, alloy wire and other ultrafine metal wire.
3. TEMRESH Main performance parameters

ARTE3 | Drawing die No. | 10

JK-ND100 RN LA 960um BLT (Below ©60um)

MK-WD100 fH1 R fazk iR | Micro-drawing finished product wire diameter | ®12um PA_E (Above ®12um)

MK-WD200 BRI 442 ®120um KL (Below ®120um)

MK-WD200 ZB¥ % fazk iR | Mini-drawing finished product wire diameter | ®40um AL (Above ©40um)

MK-ND100:0. 5~20cN; NK-ND200:5~40cN

Zzh7 | Power supply | 220V, 50HZ
INERST (K XTEX S )mm| Dimension(LxWxH)mm | 2800x900x1650
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Minuteness Non-slip Wire Drawing Machine With Annealing Function

1. = 1. Characteristic
(1) BEEHMET BRI EIEEES. (1) Featuring all the functional features of a minuteness non-slip
T ; N o . wire drawing machine.
(2) ABRELRAIIEE. ERIER, SAMEREIRT (2) Equipped with online annealing function. Continuous drawing
REFTEZIRN, RN, 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

(3) BEMEWENY, NMERBXRERERA

BT LA, 152 FE IR A THBERT{SE A 2o 3 U 2 414 mechanism used when not using the annealing function and
(4) BEEHEISSEE, ;:i;::)t;ake-up mechanism used when using the annealing
(5) AAEEHESEHRPRE. (4) Equipped with auxiliary threading device.

(5) Equipped with inert gas protection device.

2. Application

TEATE. B . TFENLREASEFTHMBE Mainly used for drawing and annealing of gold, silver, copper,
ERBLRIIE IR N, stainless steel wire, alloy wire and other ultrafine metal wire.

3. TEMHRESH Main performance parameters

ARIEH | Drawing die No. | 15

VD! 008 B\ 2 050um BT (Bolow 960um)

MK-WD100A Ik fazk R | Micro-drawing finished product wire diameter | ®12um LL_E (Above ®12um)

MK-WD200A SRR O 445 ®120um T (Below ®120um)

MK-WD200A ZH¥7 X fazk 2 | Mini-drawing finished product wire diameter | ®40um LA_E (Above ®40um)

MK-ND100A: 0. 5~200N; WK-HD200A: 5~40cN

iR | Power supply | 220V, 50HZ
MRS (4 X 3 X & )mm| Dimension(LxWxH)mm | 2800x900x1650



B $I £ #l Medium Non-slip Wire Drawing Machine
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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.

R WL MK-WD30

Wire drawing machine accessory: pay-off rack

2. Application

TEATE. R . TENLEASESH M It is mainly used for the drawing processing of gold, silver,
. o - copper, stainless steel wire, alloy wire and other ultrafine
BIRS B ARR AL, metal e ’

3. TEHREEH Main performance parameters

ARIR 3K ‘ Drawing die No. | 10

PNEESZES ‘ Entrance wire diameter | ®1.0mm LA (Below @ 1. 0mm)
T | Power | 35K

SMERS (K XFEXE)mm | Dimension(LxWxH)mm | 6400x1905x1900



X Hi #l Large Wire Drawing Machine S L0
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(1) Bz

MEEREFWLIRREIRLHE), SEERNEGIEMAIBLIAHZY
MEEEERL, SUMRELRER, LEMNESRIINLEH L,
R getthak D> S Mt #lam BB AN g fa

(2) tRiEZER

TR ER A A T IRIR R H) SELS R A

(3) EINEERISERIRE

KO RE LBFRARENTLIEDMIRFERMAREL
TRE, AIRIARENSEEHENETE, B8 T E~8E.

(4) KhTEE
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(5) WRE
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(6) mEHREBNETEEHT
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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, TEMESY Main performance parameters

AT AN TArHst | Machinable materials | £. R, K EE (Gold, silver, copper and alloy)
ANO%R | Entrance wire diamete | ®8mm LTS (Below @ 8mm)

ek / WERBERE | Pay-off /Take-up roller diameter | 480mm

SMERT (4 XX B )mm | Dimension(LxWxH)mm | 3125x1900x1974

HLEE MO AR m 4266x3125



X $I #l Large Wire Drawing Machine

MK-WD50-AS

1. ¥

(1) WIS EENE RIS R

(2) —MREE, — IR, —NKDIFER—
AT, P RG E R SR I RS
7.

(3) itk TR R ER.

(4) WBMANRIL 2 EIEE .

(5) NLMRATBNELRL, ESENERE
RE.

(6) WEMABREHELE.

(7) TEXRMEAE, HEG—EE.

(8) TEMMLLARIFTIAE, WiLk/EAETEESHL.

(9) I8, FHIS, =8, MAE, ~E. J\EAR
BEAERGREEAS.

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. FEMEGESH Main performance parameters

HEk e | Cable resolution | 0. 001mm

e
RS EE | Drive wheel diameter | ®318. 5mm

pAES 3 | Finished product wire diameter | ®1mm LA_E (Above @ 1mm)

SMER (K XEXE) | Dimension(LxWxH)mm | 7500 1200% 1700



& Ml & $i £ #l Diamond Wire Drawing Machine MK-WD40

1. 5

(1) —ANEREE, —NEFEE. —MKAFFER—NETT, 5 MATH—AFUREE.

(2) RIEFIELEBESEEE, TURELMEN / EHRE, ESEMNEARE.

(3) BAMBIHIRFNIE P SRLEER S, SMITBIRL, TS EEGREL, FAFSERER.

(4) K PIFERIERBNES, THTEEERFRE.

(5) AIHHTRKARIL, MBRRLEDREMIRENBES, NIRORERERIESRIBDRRERRBE.

(6) BN BB IH, FEILAET RAHBERRERFE RNRERTL, MR HERERBRERE AT,
RIEREHE—ERBERTIUER, WREHABBEEERIR, AIAIEERZEEMEL.

(7) RIBRIEHOR BEnBRIERNEEEE, WA T EEERAREERIE, 5 RG IS SHE IR R R .

(8) BME—MRIEEEAMIEHIEE.

(9) BABALES.

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.

(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.

ERIZE BhILH,
FT &ML RRaLE.

2. Application

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

3. TEMREER Main performance parameters

ARFEE | Drawing die No. | 10

ANOZ%EZE | Entrance wire diameter l ®120um AT (Below @ 120um)
Y ES |Power I 26KW

SMERST (KX FEXE)mm | Dimension(LxWxH)mm  _ ' 5282x1700x1910



i B A B Hi £ Hl Micro Slip Wire Drawing Machine

MK-WDS10

1\ ﬁlﬁ\

(1) ARSI R ARIRE].

(2) B HRRS AGKIZ ARG R, ERAERZEMEKR.

(3) ERRAENEMEL.

(4) W KR REREIIES], RERERLE.

(5) Rmfg—HORRLE A EETIINEE,

(6) LMTERIEH OREAFIMIIE LR

(7) BN SR EHEIRKNSRE, HEHRL RPN ERHRK.
(8) RAMFFNE LT RIHTBERMBETRE

(9) ME&EFRBEMmM: ERNHL%. WaIRLk.

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

ITZERTREBLWHIE- Widely suitable for drawing precious metal wires.

3. EEMEESH

Main performance parameters

EST
ARAEE) |Drawing die No. | A 21 8 Max21 (10+10+1)

AO%E |Entrance wire diameter | ®50um AT (Below ®50um)

JEEA |Lubrication method | WEHFZE  Spray and soak

SMERST (K X3E X&) mm |Dimension(L><W><H)mm | 2075X 1095 X 1895

10



# B F & HI £ #l Micro Slip Wire Drawing Machine
MK-WDS10-15

1. B2

(1) =R S7 {RARIESN .
(2) HBRBFRSABRFRERFEN, EEAEEMEK.
(3) BRRHAEMEM L.
(4) Wk R RAEMREBNIES], EEBRERLe.
(5) RiE—HORRLHE T EETINEE.
(6) ZetffEfm ot ORRRAL TS E R INRE.
(7) BRHWHNSNEBHEIRKNSIRE, HERREBERNELHRX.
(8) KA EE R RFHTB R ENTRE .
(9) M&EAXNBEFAM: ol WM.
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. Application

I ZERTREB£WHIE Widely suitable for drawing precious metal wires.

3. TEMESH Main performance parameters
500m/min

AR R | Drawing die No. | A 15 2 Max15

PNEESZES | Entrance wire diameter | ®40um LS (Below ®40um)
EAEAR | Lubrication method | BEMFNRE  Spray and soak
SMERT (4 XFEXE)mm | Dimension(LxWxH)ymm | 1290x980 1890

1



‘N B A B HL £ ¥ Fine Slip Wire Drawing Machine

MK-WDS20A/WDS20B

1. 5

(1) WDS20A FNHEEHE /K FHERL, WDS20B JXHFER ETHEK, A FARIRG.

(2) WDS20A jiEiE 75 R 5> AMTHFNR BT ;WDS20B jHiE A R AMIHK I .

(3) BRRAELEMEL.

(4) TEHFRS ARDFFEKADFREHAR, WEERHESRBRERRBIES], REBElkb.
(5) Rig—HORKRLTE T EFETINEE.

(6) LM7ERIEH ORRAIET IR EILINGE.

(7) BN SR ENBIRKRSRE, FHERREREMMERHRK.

(8) HARAKNIFERR, RAMBFNEERTRIHTERNENTRE.

(9) WA RNBEmM: Eahifsk. WaIMLk.

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

IFZERATREBLMAIK. Widely suitable for drawing precious metal wires.

3. TEMHREEH Main performance parameters

RIEHL |Drawing die No. |Esij( 21 & Max21 (10+10+1)

ANO%%RF |Entrance wire diameter | ®0. 15mm LA~ (Below ®0. 15mm)

JEEAR |Lubrication method |WD820A : BUMANRSE Spray and soak  WDS20B : itk Spray
SRS (4 X F X & ) mm | Dimension(LxWxH)mm |2010X 1100 X 1934
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th 81 F 8 Hi £ Hl Medium Slip Wire Drawing Machine

MK-WDS30 . — 2

1. R
(1) WHSSH AR, B RERE WSS, %R i FAIRIEE .
(2) EBARS AR EAEMAR, ENRREHER.

(3) HEERAEMLEHR.

(4) #BHIBRS ARIFFRMTRK DTSR, KLk RHEIIRAERBIIEG, BEBER&EIIE.
(5) BN SIRGEHERKISIRE, FERIREESEMRMSRIHRK.

(6) YRRAHAFER, REAMSOEETREHTBENIEEE,

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

IFTZERTREBLWAIE. Widely suitable for drawing precious metal wires.

3. TEMESH Main performance parameters
300m/min

ARTE 2K |Drawing die No. | =K 19 & Max19 (9+9+1)
PNEESZES |Entrance wire diameter | ®1.5mm LA (Below @ 1.5mm)
BRI |Lubrication method | Rk FN;R8  Spray and soak
SR~ (4 X % X & ) mm | Dimension(LxWxH)mm / | 4600 1500 X 2000
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MK-WDSA30-20

& $i % B & 7 & Drawing and Annealing Line

1. B2
(1) WHHERAGHY, BRRERLTIATS], TN ERIER.

(2) ABHRS AGKIRERME R, ERFEZMTEK.

(3) BRRAEMEMHKL

(4) ZFEBMAFEFARAKRNIFRN, LR AL RBERBIIES, BEEBBRsIke.
(5) RMEFE R RRNITHIZRIES], BERRA.

(6) MBATEMESEMNEMIITRIP, BHESEREREDTES.

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 non-slip section is controlled by a tension rod.Both take-up and traversing are controlled by servo motors and equipped with
precision take-up function.

(5) The annealing temperature is controlled by an electromagnetic induction controller, with adjustable voltage and current.

(6) Inert gas can be introduced for wire protection, with controllable gas flow and pressure.

2. Application

e NN A EAVE = ; Used for the drawing, online annealing, and take-up/pay-off of
RFEREE LR, EERA BB el Gl

3. TEMRESH Main performance parameters

AR %Y | Drawing die No. | B 20 48 Max20 (9+9+1+1)

A
ANO%RR | Entrance wire diameter ‘ ®1.5mm AT (Below @ 1. 5mm)

BERLkE Finished product wire diameter ®0. 1mm KA_E (Above ®©0. 1mm)

EEAR | Lubrication method itk Fni=58 Spray and soak

XN E RT3 | Inductive power | 11KW

SR~ (4 X B X % ) mm | Dimension(LxWxH)mm 7910 2265 x 1876
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B 3 455 ¥ JA Single-head Smelting Furnace

1. B2

(1) KgFHPEIEIR, RRREFI
Bz, BETRE (R TRR.
DFR, BPOFRAET #HER, M
HIRMEHRE ) KS|IHERERIL.

(2) HTREZTI, BRI IERRR
BV E LR FGE A REVR . itk
BEATEAEERMHNEEES
ST EERHEE.

(3) SIHREXRRIFERDAMIEREHN
REN5I LIRS, ARSI
51,

(4) ATREBESENSFATHITR
fi#, FrLABR BUHIRS R SRR D

(5) FIEFECHUMIRSF R, EEHITIEF
RHEATA L TIER S, ReRRE
85, BEEAEEREREMINES.

(6) TIiEECERFAIRIE RS .

MK-VM10

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.

As it is 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.

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.

(6) Optional electromagnetic stirring system.

2. Application

. . Continuous casting of wires such as gold, silver, copper, and
& B ARAESLMMES. g g PP

(2

~

(3

g

alloys.
3. TEMRESH Main performance parameters
AT A0 444t Machinable Materials 4. $R. %@ Gold, Silver, Copper
| 5kg/Au,3kg/Ag 3kg/Cu

BRE | Dissolution amount
i Dissolution temperature 1400°CLAS  Below 1400°C
| Casting size
Vacuum level reached 2X107°pa, IRPRELZE 6. 3X 10 °pa(Ultimate vacuum)

| Crucible | S4i A2 High-purity graphite
40L/ 4> 7KiB 25-30°C 7KJE 0. 4Mpa
40L/min Temperature 25-30 C Water pressure 0.4Mpa

SHEES (HER) | High purity argon(or nitrogen) paryicy . . Purity above 99.9995% 0. 2Mpa
S | Compressedair | 0.5lpa 1YLt Above 0.5Mpa

Cooling water

LRI | Power | 380V, 50HZ, 30KW

SMERSE (K X 5 X & )mm| Dimension(LxWxH)mm | 2410X 2100 X 2300
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¥ #% ¥ Continuous Casting Furnace L&k

1\ ﬁlé

(1) 1BEBRRHMEBER, BBKE. KE, REKENRERS;
EAEHIR, SR, BHIREREX.

(2) BanEiR (AJRESZFIZiZMtiEE. EFERERER, mHi
HIZANCR, AHwHD) .

(3) SIHEREXRMFARD AR HERBENFIHIROAN, F5EE
0 ~ 150mm/min AFIHEAEEE, BiERRFANERERE; 3|
N RER - (FRAMASESR R H AT IEFEE.

(4) &RFHERFFIERE, RENSRIEESELSEN BRI AR,
R RS ENE BT,

(5) RRASEZSFRINE.

(6) MfFERMEERE.

(7) BEARLERIKH.

(8) WEECLAFHAG.

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

£ 8. ARASZAHMES Continuous casting of wires such as gold, silver, copper, and

alloys.
3. TEMRESH Main performance parameters
& $. HRAS Cold,siver, copper, and alloys
BRE | Dissolution amount I 10kg/Cu (5kg,20kg AT#E)  (5kg,20kg optional)
HERT ‘ Casting size | & 8mm

<3Pa/h (KM 15min FE, BEETHFIKRE)

£ = High purity hydrogen (or nitrogen
HEE igh purity hydrogen (or nitrogen) Measure after 15min of shutdown, vacuum crucible free state
SMIER~E (4 X FE X & )mm | Dimension(LxWxH)mm | 1830 % 1415 X 2900
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iE % iR X #l Continuous Annealing Machine J\Y|/@&".%{)
&

1\ ﬁl“\
() ERAH BT, T BA %

i, BRPSED. WLER, TXER
0. 1Tmm ~ 0. 8mm BYZAT I TIELZIR A,

(2) 7£100m/min §IRE TR NG RE— B HRE.
(3) KkHhBEMMAEN: OWIMLE QEHLk, A

KOS M RRERRL .

(4) RAREHRABRES], = BRBFRREE.

LB R BRI TERMA, BERRA

(5) =ZABIRAIERIEE), PribES; AIRERED,

T fRYESR,

(6) RAHZABERM: —MZREFLE; —FEiHt

AFTHEMESAERLAEERITHR, L=
REM

(7) AR AR FHE RARM AR, WERE

HERE, WERERE.

(8) RAELZIEA, BEHMIKHIMPZLER.

1.

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

(5)
(6)

(7)

(8)

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: (D 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

ELHBEREBEMNEE, BTREZEESHLERNEE The on-line electrode annealing device,which is used to improve
and enhance the characteristics of the metal wire with fine wire
LR diameter.

3. TEMRESH Main performance parameters
3K 3G 10~1000cN

BiRkHE | Electrodes Number | 3

RAER | Annealing Current | 0~150A

BA TN | Annealing Power | 3KW

LRI | Pay-off Power | 3KW

HEtk 5 i
BINE | Total power | 10KW

SMER (K XFEX &) mm | Dimension(LxWxH)mm | 25601360 1650
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SEXIB X Vertical Annealing Furnace LG NI EY

1. B2

(1) BEZIRIBAIF, FLEATMIBA.

(2) 28T, MBAHLENTIFRE., HERES (B skEER AL
RERE) AMRFAELRE.

(3) GRHELRIRENFNFH LK RN 2 B R A AR DR =) S .

(4) BMNEEA 2R ENMIDEX, BRIMEEFMIZERIRE, RE PIDEH,

(5) RRAMGKNIEFIRG, KNRESTFITHIZHFEREZFTH, BER.
HEXTRE. .

(6) WEIRBEN.

(7) FT&f=M.

(8) RANBHEENFNKANFEHEE, BAIANTEEKN, XA SEE
Xt 24 £ B EE 1A%

(9) BAERTERFRIFSE (AR, GERER) , BERXFEABANRIFS
*E, SEIHEHENTES, HEUBRE, TLRIMARTRA.

(10) RN RREEEFMZRMTRE.

(1) ECSEENRE, WXLk SREDNRRMERITIEN, NEREHLY
WERTHREE, BRERTE.

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, A& 2. Application

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

(1) BYLEATEMEERAL. RALABRA. metal filaments and very fine wires.

£n Bl =4 Bl SRy Ty (2) This machine is the best choice for anti oxidation treatment
) M RERLBAFHBANLE, AHZRELE. of precious metal wire during annealing.

3. EEMGRESH Main performance parameters

e T 50w/

sk HTEE | Tension range | 0.5~ 20cN

R ZEF Anneal wire diameter 0.010 ~ 0. 070mm
TN#EPIRCE | Heating furnace length | 730mm

[ERXKE Constant temperature zone length
BEERE | Temperature deviation | +2.5C

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

R | Power supply | 220V, 50HZ

INERST (KX TEX ) (ERAAFTHER ) mm | Dimension(LxWxH) (Up to the top of the annealing fumace) mm | 1000X650%X2050
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Eh3tiB A ¥ Horizontal Annealing Furnace
MK-WTH-4

1. ¥ 1. Characteristic
(1) MHE&EMUIRAUP, BEAIMIIIRA. (1) Four-wire horizontal annealing furnace, each line can be
BN EETRT S = s EoRTREN . independent annealing.
(@) BAIPRTRIEMSEAT S, BERAR NI HF (2) High pressure water cleaning, ultrasonic cleaning, air
& ,u: B ’7"& —_— =
FRE, BARTEEHIXEMZE, BREE. X knife,drying and other devices can be added in front of
71\ X,\:F—frﬁﬁo annealing furnace. After annealing, anti secondary oxidation
(3) Wik Hian, wEEEE device,dropping liquid device,air knife,drying device and
= i y = D137 ey o

P e i e s other devicescan be selected.
(4) AR AT LA (0.3~ 200N) , EBFUIFESKRE. (3) The take-up and pay-off tension and line speed are stable.

5) RA=ZERNIEBEXBEshEH] (PLC+PID) , BERE, (4) It can work under micro tension (0.3 ~ 20 cN), and digital
=Rk callbrat_lon and setting. _
A _ . (5) Annealing three-step constant temperature zone automatic
(6) Wik £ ABRIREN. PLC AI4RIZEENITHI, MIERFEA control (PLC + PID), temperature stability and high annealing.
MEERE. THEMIEE: TIEEE., BAEE. (6) Take-up and pay-off full servo drive,PLC programmable
automatic control and touch screen man-machine interface
HE TR HikEIbR ., BHMLE  HEZS (B 3kiED operation. It can be conveniently set: work speed, annealing
. temperature,the line width, line spacing and the row of
(D ERSRENLE, AABERSRIENQRMELL ) posilon, Ine shape (saigt o bali 1ow) e
7) Equipped with guide wheel monitoring device, it can monitor
ITHEN, M REFERAIRERTRES, BRERTE. the line dropping and the smoothness of the guide wheel
(8) ﬂéFﬁ HBEEEF Rk N T EEE, BB EEKk A, rotation, and can alarm the operator for abnormal conditions,
Y ALRD S %t 24 2% 5 FE R 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, Aig 2. Application

1) ERTERMHESEREALNML. REALBRMENE (1) Suitable for all kinds of expensive metallic bonding wire
filaments, filaments finished product annealing and
TREFERRA. intermediate annealing process.
(2) KB NANEIERNL . Bl BAPAR BB R EiE (2) The annealing machine take-up machine, pay-off machine,

2 23514 R = oy E annealing furnace body assembly and its control system can
%%iﬁjﬁﬁ?[ﬂﬁ%}[—,& s, BRI A TR EELN be used in the old equipment upgrading, transformation, can
LM% also be used to supporting washing machine, plating

machine, etc.
3. TEMRESH Main performance parameters
TrER 0 To0w/min
%kjj EI | Tension range | 0.5 ~ 200N; 4 ~ 40cN; 20 ~ 200N
ﬁﬂzzﬁe@ | Pay-off wheel diameter | 80, 100mm, HE (Other)
HEIZ1E
RAGRE | Annealing temperature | 0 ~ 800°C
BINZH 9KW (#=EZ) (Standard configuration)
== | Power supply | 380V, 50HZ

RS (KX B m (2600 ~ 4300 50041300
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% 3T ;X & % #l Four-wire Vertical Rewinder

1.
(1

e

) BUSHEHRAERBEN SHENER—FNIRTE,
BAERE. =W, A, Mgt A— .

(2) RGHKNATREHEEEF RN A EIRIZHNEERESE

i, eI ZI KSR ER

(3) MR AMIBIES], BITRE, LZ&FHAH.
(4) AHKBAFHEGKADEFINBEEZFEA, KAORE, LN

a4l (0. 010mm, 0. 5¢cN 3k H1) E45.

(5) RENZMAFRZRE, BAEEM, XHErE, KX

REEmHE.

(6) Fokixes, HEBREL.
(7) REERFEMSE, TRERESHBINERSERS, ¥

RIfEHEE.

(8) RELRER, feSE~UE.

1.
¢l

(2
3
(4
5
(6

7
(8

2. Application

It is widely used in rewinding process of various precious metal
filament and ultra-fine wire products.

IZERTEMRERAL. MMBL-RNESRTF.

3. FEMgESH Main performance parameters
K IISEE | Tension range | 0.5~ 10cN
kAR | Take-up axle diameter | 50mm (. {K4#97) (Both high and low shaft)
eEne Program capacity ijéiﬂ 80 Ff'; f*?)%ﬂﬁ"ﬁ%f?%: 185 E% .

Linetype: 80; The procedures section of each linetype: 185
InE | Power | 1. 5KW
SMIRSF (4 X 5 X % ) mm| Dimension(LxWxH)mm | 1200750 X 1390

Characteristic
) 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.
) 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.

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

) There is no need to disassemble fixtures when assembling and taking the spool.lt is convenient to use, save time and greatly improve

the production efficiency.
) Equipped with thread clamping device, it is convenient to go online again.

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

) Fast winding speed, improving production efficiency.

20
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TR d MK-FR06-4

1. B8 SEHLRTIN: M. Witk ML

(1) BRI L BUHE— e 5. Mgt i—4 Rewinder series: single-wire, double-wire and four-wire ;
HeAN .
(2) £&RRA{ABREES), PLC AI4mIZRGIEH], ARFE AN

FHo
(3) REEFENR, TRERESHBINERFRLLT,
PR TR

(4) sKNOFERITTHE T ZERMFRIEFIES], BER. HEX
RE. AR,

(5) KANBFEZETF XKD FERE, BABRTEKSA,
AL e S X 22 S Y R IR -

(6) HELFE. U, MEMRET.

(7) REREIR, REESYER,

(8) HEZRZREE, MRA LR T 4245 SEEEINNER,
BHMIRS T - mRE.

(9) BESRIENRE, ALk SRERIRMERITE
M, NFRERATRERTEESE, BRER~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

() IF'SERFEMESEML. WRALESE (1) It is widely used in rewinding process of various

7. oI ZlMZZ Zizz X

SETE precious metal filament and ultra-fine wire products.
(2) Hekiit A NT, RELHS. KT (2) Pay-off arbor wheel can be big or small,the finished

spool can be high or low.

3. EEMRESH Main performance parameters

Wik R Pay-off speed
sk ISEE | Tension range |0. 5 ~ 20cN

i e5 L i | Pay-off wheel diameter |50, 80, 100mm, EE (Other)

fteizin
ZA: 80 h; BINEBHFERFEL: 185 %

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

iR Power supply 220V, 50HZ

T | Power 1. 5Kw

SNERS (& X BE X & )mm 1000 X 780 X 850
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W& 48 2 § % Hl Double-wire Aluminum Rewinder

MK-TARX

1. B2

(1) RAEAREMFHREFIZR, BES, X

(2) TIEgIERRE, Tk, TH%, LREE

(3) LRI ERT, HENTRIZLEH] *ﬁ HiRE.

(4) HHEERRABEZB.

(5) MUETHHELANM, WTEREHEEAE, MMt gmiisinsg
FREE—FEL L.

(6) KHTRE, THFHRE.

(7) FAHIIREIES, MEEMKATRN, BELEREERN.

(8) WEECFAHIFHID.

WK ESRTAE,

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. Application

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

3. TEMRESH Main performance parameters

B 0 ~ 700 /min

&1Z | Wire diameter | ®0.1~ ¢1.0mm

Hr 0.001mm

kSIS E | Tension range | 10 ~ 200cN

Xl ~ . fEFheERIpLIE o, L
g ,gg. 9~ 100 7; FHEDIIFH: 60 &

Linetype: 40 ~ 100; The procedures section of each linetype: 60

IR | Power | 2KW
SMERH (4 X 3E X & ) mm| Dimension(LxWxHymm | 1200 X 730 x 1850
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i & #l Take-up Machine BRI G oA 1E-Y: I Y| /X)) ¢

HFKINEE
Adopt micro tension control system
1. 454 Digital tension setting

(1) Wi B ARIE A LR BE RO IR 18 7T B ZhERERH RIE & S AN Rl 5
(2) &BaziThl, WEHSRES (B BREERHRRERES) WAk
REAELRE, HAXHRARE, FEEFERNEEZEiHITYR.
(3) HEZkIRzh. SRR ERAERENSITH], RIERDRENBBEIRE.
(4) RERAMKDERIRG ., BFUKITRE , SKIHEE 0. 1cN,
(5) TLki=t.
(6) FIRREHAZLAAEITIRE AR LK E .
(7) ZFFBEITIEEPEL AR BinfsNnHER AL E .
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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. FEMESH Main performance parameters

T
HEze 12 10R | Cable swing | 90mm

=R S | Spool diameter |50mm\ 80mm, 100mm

GEREIES | Power | 220v, 50HZ, 2. 2KW

SRS (K XF X ) mn
FEHMHALEBEH Minuteness Active Wire Pay-off Machine

o 1. 44 MK-IFX
(1) REWKDEHRG, BFUKNRE.

(2) NTHRE, HETFRRE.

(3) AENERES, T,

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. TEHESH Main performance parameters

SRR RS 8] | Acceleration and deceleration time | 0~20s
SEEME R | Spool diameter | 80mm, 100mm; FJEH (Can be customized)
SMERS (K XFEXE)mm | Dimension(LxWxHymm | 500 x 455X 1250
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= A M CE R E LY MK-CQXM-4

1. 5

(1) MEEEEE, BEAMIER.

(2) £EEE. WERLHITERE. eSS (EH. RERILREEE) TEMERRELEE.
(3) GeHEEIRENRILL IR SN £ 203K AR 1A BRIR BN S35 .
(4) REAMKDERRG, BEUKNEE.

(5) WkERBEN.

(6) T&EH.

(7) EHRARATE: BER, SESSK. S0%55%,
(8) EEEAILTFAIE,

(9) ERRETFIE R,

(10) AIEELEIERE A ERINAE.

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 L ES skt et. Can do intermediate process continuous online cleaning.

3. FEMGESY Main performance parameters

AR 1. 8KW; &I, SEERIK 1. 3KW

EIRIhER Cleansing power
R ‘ 9P 1.8KW ultrasound; Bubble, high-pressure clean water 1.3KW
SR (K XFEXE)mm | Dimension(LxWxH)mm | 3060x900X1580
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E i #1 Rolling mill

MK-WM10/WM20 1. s
(1) FEEHAMUERS AR : BB IR, YRk BR. 4okl
| (2) FEERPATEELE, WA, WAFEESRATHITEEEE, &
RES, EEMEEHT,
(3) EEMEETFH. ANFEMERNIEBHAR, THaE
RRERE, B55H.
(4) ATFERMUEEERFELESD (& EEIBFLLER) g miE X
HEEE.,
(5) MUZEBFURL I BK S AshTH, THFHIEE.
(6) EFLEMIRBRERGNEIE, BSEE, BEAMA.
(7) EEEBRRARZHLE, BES.
(8) ML&SIEEMALBMZN, TRAENEELMER.
(9) @& EBEERE AR ARG, BONENTRIELAEE.
(10) ER&A7KH, ISERMA PID 54, BHIEIETEE.

1. Characteristic

(1) The rolling mill consists of four parts: the pay-off section, the rolling section, the take-up section, and the water chiller.

(2) The rolling section offers single-group or dual-group options. The dual-group rolling mode enables continuous rolling,for higher
efficiency and superior rolling performance.

(3) The rolling section features both manual and automatic forward/backward movement modes, ensuring even wear on the rolling
rollers and extending their service life.

(4) An annealing optional device can be added between the pay-off section and the rolling section (or the rolling section and the take-up
section).

(5) Both the pay-off and take-up sections have automatic tension control and can be digitally set.

(6) The rolling section is made of hard tungsten steel, offering ultra-high precision and long-lasting durability.

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

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

(9) The equipment features a real-time tracking and adjustment function for the rolling width, which, when integrated with the diameter
gauge, enables online automatic adjustment.

(10) Equipped with a water chiller, the temperature is controlled by a PID system to precisely ensure rolling accuracy.

2. Application

BRERLERSHEENREL. Press the precious metal wire into high-precision flat wire.

3. TEMREEH Main performance parameters

3% FI5EH | Tension range |WM10:10 ~ 100g; WM20:40 ~ 400g
Entrance wire diameter WM10: ¢ 20 ~ ¢ 120um; WM20: ¢ 100 ~ ¢ 1000um
EIERINME | Outer diameter of rolling wheel |WM1 0: & 50mm; WM20: ¢ 109mm

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

SMIR~F (4 X % X & ) mm| Dimension(LxWxH)mm | 1800% 972X 1624
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B4R 22 U B 2 Hl Micro Fine Wire Take-up and Pay-off Machine
MK-RMO01-16

LR,
gty
g3
1 1

Annealing
cleaning
and other device

1. =
(1) MERBERWHELRESRM, ETHE, SHREMIITH.
(2) FMELRIIHAESIR, BEREMILREBEMIAKS, RIEELERMIEK.
(3) WERANBIZHIERBNZRTK, FRERMIE—, RENZ. FEAMMLIR.
(4) SLRUESRERA, B~ IRPLLAERENZTFIMARERELE.
(5) Hegki9s), FE. B, FoHIMmL. ki,
(6) MBRHMSEREFE~EE, SHPMITK,
(7) EAEKEEURKZLBIFINEE.
(8) ERMIZBATLUES.
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

ATREBEMBLIIB ML Used for precious metal fine wire take-up and pay-off.

3. TEMRESH Main performance parameters
W k% Take-up and pay-off speed 0~500m/min

KIERE | Tension Range | 0.5~20g

Wtk R ~F | Take-up wire spool size | k60X 48, K80, K115, HK100

Wik s
W ZES | ER | Take-up capstan diameter | ® 80mm

Hik s i Arrange wire resolutionratio [ 0.0tm |
Wk ThE | Take-up power | 0. 4KkWX 16

MEEThZE | Pay-off power | 0. 4KWX 16

2k (Take-up) :3022X 1085 X 1625

2 N X '_F"i: XS i i x\Wx A
SMERST (K XBEXE)mm Dimension(LxWxH)mm H4% (Pay-off) :2280 X 770 X 1812
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i 5 ik L Tensile Tester Y [[@:]N

8

\\
/

Pneumatic k 4
clamping

1. = 1. Characteristic
(1) RA{RIRR & BB, Tl iE s B T HiE S 012, (1) Adopt servo and computer control, professional test program
G A= AN B A SR % S BB AL IR = used to deal with the data analysis,combined with high

resolution power sensor and the high precision data processing

MTFEFRENNEEES R R P ERNIE G HIEE,
FEEVER TSR, NMEs~RRE.
(2) RAFEESFHFE R MK-PGC-01 [ BiTHI=E.
(3) RALTRRIP, BEARBHRP.
(4) SERXEAN, BT R RGNH K MK-Testing Software

chip, present to the customer intuitive performance curves
and the customer request processing data values,make more
intuitive and accurate understanding the product performance,
so as to improve the quality of the product.

(2) Clamp optional air clamp and MK-PGC-01 air clamp controller.

B RANER] (3) Use upper and lower limt protection, current overload protection.
(5) MiRAEREEFES. (4) On line with computer, through the computer test software
AP N, MK-Testing Software display and control.
RESEFa EiE . :
(6) 3‘11'43:}?.5:4:*..,. ﬂl?ﬁ . 1 e (5) The space between test samples can be adjusted.
(7) B EESB BL/EL hifhphZk[El, B35 CPK {&. (6) Tensile speed smooth, adjustable speed.
(7) Software set BL/EL tensile curve, can calculate the CPK
value.
2. Application
BF®NEMr R mitss, ERTReL. S4RBL%T Th.e machine is use(li for testln.g the tensile prf)pertlles of wire,
B suitable for the tensile properties test of bonding wire and
AP BGHRLERIE REIR o precious metals,etc.
3. TEMREESH Main performance parameters
BHITIE | Effective stroke | 700mm
MR E Test speed 0. 01~500mm/min
A i | Power supply | 220v, 400w
MANSE Input air pressure 0. 4~0. 6MPa
a5 R E | Resolution ratio | 1,/500000

IMERST (K XX S )mm Dimension(LxWxH)mm 410X 405 X 1150
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i & i & 4% Pay-off Test System

MK-PTS

1. =

(1) AJERTR 4 Bk,

(2) BE BN RETTIERRERE, FESRLEFERPESMBER. BE,. BHES. FEMEEFSIEFE Tk,
H S Excel XHFH, ETFEM.

(3) AgEM&EMRT.

(4) HEIF%E, BEamE, 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

FERATHEELREMR. It is mainly used for clamp wire test of bonding wire.
3. EEMESY Main performance parameters
BERS | Turntable size | 225 X 445mm
InE | Power | 800W
SMRSE (4 X 5 X & ) mm| Dimension(LxWxH)mm | 780 660 %830
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MIKOMB FHLEFEE RS

MIKOM Digital Formula Management System
1. Thig f
MIKOM #F L BL 75 &8 R 4 A T iEH: MIKOM

ERE, HATRHRE—NBEFUREDRE.
ERMEMEE,

KR
L

() REESGE—EE, THARERST | |8 el
EEHMNTH. I | hetwork
(2) SERHSRER MEEHIETRR i
(3) MEBEBITHEHIEEIICE, HXHF & ............... -~
g&?E—E'r'EH ° Master server
1. Function % YRARZ%S S Date server |
The MIKOM Digital Formula Management System ?; e BEE l | | I WIFI
is designed to connect all MIKOM devices, providing e netvlru. " Router SRS R ‘I

a unified platform for digital information collection,

I
recording, and distribution. E E E
S —

(1) Provides unified recipe management, supporting !
pC2 Bahig& 3 Baig& N

1

remote upload and download of equipment recipes. PC Mobile device 3 Mobile device N
(2) Real time collection of the operating status of various devices.
(3) Automatically records critical operational historical data and supports data export.
2, Ba 2. Characteristic
1) ZRGEIRIT LS G ZMERE =L IR . (1) The system is architecturally divided into an equipment network and a

(2) £ =REREABBEMTE, EHReFRmE,  Producton network.

N T (2) The production network operates exclusively within the local area
zZeMS. network,utilizing security certificates for encryption, ensuring high

(3) ETAMARS, REBLEMEMEIE, SITHRAR. security.

(3) Based on local services, capable of real-time data transmission, with

3. PC/ SFﬁEB.HﬁEPEﬁ low operating costs.
(1) ZFHEIETEYIRENEITREE, ELERAT LR EITHI .
(2) ZHEFEBISHI MIKOM & & 2 B EAEEEE S .
(3) ERWZEIT. FHHXERESICRUREITHYAENFEILER.
(4) TEFABHIRICRNS LI, RERBEREMAFLRE AN, X Excel RSN/ S,

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.

153 172161220889 WG| i1 | A B
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i : 0631-5626922, 5808951

f£E: 0631-5801751

Pk : 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

B, TERBEN
Innovation and change without notice



