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Medium/High Frequency Induction Quenching Machine Tool

HF quenching machine tool GCJK10 series HF quenching machine tool GCIK11 series
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Equipment Introduction

Induction quenching machine tool 1s combined with high frequency. medium frequency and ultra-audio
frequency heating power supply for heating treatment of workpieces. The application is mainly include
quenching, annealing. tempering, though-heating. welding, thermoforming and so on.

There are two kinds of quenching machine tools which are general and special type. The general type
includes mechanical. hydraulic and compound. The control system is computer, economy CNC and PLC control
system. The program is reliable designed. convenient and automatic operation. The quality of quenching
performance will be improved.

Equipment Application

The machine is used for heating treatment of plain shaft, half shaft, stepped shaft. various gears, spline
shaft, deformed work piece and also applied for welding. metal material though heating. annealing and
heat-treatment of pre-stressed steel wire.
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SR B A K ALER ( TA4iZ3) ) Vertical hydraulic hardening machine tool (work piece movement)

GC1050 500 WK . &l
S Spraying, L
GC10100 1000 > ATE Spraying E o
GC10150 1500 ISk of shaft
Gel10200 2000 Spraying | and gears
AU I KBHUER ( TAFIZ3) ) Vertical mechanic hardening machine tool (work piece movement)
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GCJK1050 500 500 2B e
GCIK10100 1000 400-600 1000 150 Full 20-150 of shaft
GCIK10150 | 1500 1500 mechanical and gears
SEAEHEE KL (&R 25125 ) CNC Vertical hardening machine tool (inductor movement)
GCIK1050-CNC 700 500
GCIK10100-CNC| 1200 1000 2R P

400-600 200 Full 1-150 of shaft
GCIK10150-CNC 1700 1500 : &
mechanical and gears
GCIK10200-CNC 2200 2000
Vi, AP HUR (R 3HE5) ) Vertical compound medium frequency machine tools (inductor movement)
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GCEW11150/100 1000 S ks
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GCJK3315/12 PLC 100 20-150rpm 12 WS I |1-30rpm/sec | Workpiece
2 : movement
Spraying or
GCIK3315/15N | CNC 100 | 30-300rpm 4 immersion e
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MOSFET Solid State Power Supply IGBT Quenching Machine Tool



	Medium High Frequency Induction Quenching Machine Tool
	森诚电子电炉样本内页20
	森诚电子电炉样本内页21
	森诚电子电炉样本内页22


