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Cold forge technology and Progression of Enterprise competition

In the past decade, when manufacturing a wide field of components for the industries of
automotive, bicycle and the other categories of steel products, the metal forming has
altering from the traditional process of [Hot forging — Cutting — Posterior-finishing —
Products] to following improved methods: [Hot forging — Cold forging (thickness
alteration) — Products) , ['Semi-hot forging — Cold-forging — Products] , and
l'Unforged components — Products] . This progression returns to the Industries for so
many advantages - reduced energy waste, more material saving, better quality stability,
higher efficient productivity, and very economic manufacturing cost, the great expectation
of Enterprises for the progressive competition so that can be satisfied.

Especially concerning two essentials as required for the mass-production, the cold forge
technology applies to the forming process of steel components without cutting its metal
fibers and with stronger consistency strength given by a proper forging treatment.

Single Stage Forging Process

At single forging production, the pre-treatment for softening and lubrication to the parts is
required before the parts ongoing for next processes due to a hardened condition
occurred after each forging. These intermediate treatments includes the anneal
arrangements, shot-blasting, and donderizing or a sufficient lubrication process.

SAREBEEbEHFNM L

RE, BMECAGEARR. RUOMMOHFEMBROBEA X IIREROBBMEE>EIM T >R
DARD S BRBBE>SRBE(SEY A P 0)~EkfAR. (ERFZE-VEICUTHEY
142 v->0%/km) FHis
SeRm— BN &L (R (I YIEIIN T
WOHIR) EESEEAKICE
TLTETHBYET,
ZhTIE. #EOEH. &8
DH—ZF. EEVDEDOR
L. BXCAR FDOIEREEF 4
ZKIChE>ThLEmEh%E:
METFBLOHBFFTEET,
AREEBENTEIMHOEER
A=Y LAROER T, BS
ERELET, TV (774
N—70-) X, BEDER
E(CLIBHRICLK>TEEM
#lzE< L, HRDHEEZRM
txvEd,

¥ B—fkEh T, BHR%E
EMIC. REEELRET,




SPECIFICATIONS F{t#

KP-400 KP-650 KP-850 KP-1000 KP-1200 KP-2000
Main specifications ~ H4#& S| V |S|V |S|] V |S| V | V
Capacity )] Tons 250 400 650 850 1000 1200 2000
Rated tonnage point ~ BEAR4ES mm 4 6 8 8 8 8 8
Stroke length AbO-SRZ mm 120 160/180 | 160/180 180 160 250 180
Stokes perminue & b~ %S| Coniious | 40 | 30~50| 32 |25~40| 30 |25~35|30 | 25-35 |30 | 25-35 | 25-30 | 22-32
Die height (S.D.AU) 44\ 1 b mm 370 400 400 400 500 600 550
Maximun upper die weight &AL RE & kg 500 800 1000 1000 1200 1200 2000
Bolster area (L-RXF-B) VA% - mm | 500X600 | 550X660 | 600X700 | 600X700 | 700X800 [800X1000| 1000X800
Slide area (L-RxF-B) A54 REHE mm | 400X420 | 400X500 | 450X550 | 450X550 | 480X650 | 800X800 | 800X700
Slide adjustment A74 RREE mm 15 15 15 15 15 15 15
Bolster thickness TR -ES mm 100 120 150 180 180 200 250
Air Pressure Requirement ERZZSE kglem® 5 5 5 5 5 5 5
Main motor FEHH HPXP | 25X4 50X4 75X4 100X4 100X4 100X4 | 150X6 Inverter
Bed knockout device v K/y4/7% MNEE
Capacity B Tons 10 15 30 30 50 50 80
Stroke length AbA-HKe mm 50 60 70 70 70 100 80

© 1. Near-net-shape forming

In comparison to sheet metal forming, the cold forging
technology can reduce the material waste from 40%
up to 60%; to compare with hot forge, 20% up to 40%
material saving can be achieved.

2. Better mechanical characteristic

Through the cold-forge procedure, the grain structure
of steels is mini-eliminated to reinforce its resistance
strength about two times. This advantage can improve
the materials with a better mechanical characteristic
closer to tolerances, thus a lower cost material is
allowed to be adapted for the cold forging production.
3. Superior plasticity

The easily strain-breaking metals will obtain the
satisfactorily stronger consistency by having the
treatments of forming, forging, and stress relieving,
so the metal materials with a high plasticity ideally
suitable for a less posterior machining is achievable.
4. Better surface quality

The cold forging can make the surface quality of the
products to reach to the « range.

5. Higher productivity

Work-pieces with the irregular thickness or the
complex shapes such as trapezoid, core, or hollow
cylinder, etc., which is extremely difficult to produce
by the cutting forming, can be easily formed by cold
forging technology.
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Characteristics of Knuckle-Joint Presses

KP series Knuckle-Joint mechanism can alter the motion velocity of Slide to a slow speed when Slide is driven
approaching to Bottom Dead-end Center (BDC) point. This special feature applies for the production of

extrusion, coining, upsetting, sizing, forging, and heading.
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Crank Presses
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The sequence of installation for fitting the automations to KP series B X U & & B FIE

Knuckle-
Joint Connection

Slide Motion
Slide is connected to crank by two pieces of linked knuckle
joints; its weights is offset by the adjustable pneumatic
counterbalancer. This mechanism is to transit the
revolution of crank to drive the slide for the movement of up
and down strokes.
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Bed Knockout Device X K/ w47 NEE

‘ cam
Dri;i}g Rod | N - Bed Knockout Device
HLEH Y > 2 > LM AL L T The knockout device installing beneath
SRR bolster of bed for taking the work-pieces
L out of the toolings is activated by a
elle driving rod, which is connecting to the
|

crank-driving eccentric rolling shaft.
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A Unit: (mm)

MODEL A B C D E F G H 1 J K L M

KP-250 | 1650 | 1000 | 3015 | 500 | 3850 | 400 | 570 | 700 | 490 | 1530 | 780 | 1850 | 2100

KP-400 | 1700 | 1250 | 3540 | 550 | 4500 | 400 590 820 | 560 | 1570 | 950 | 2125 | 2640

KP-650 | 1900 | 1500 | 4150 | 600 | 5060 | 450 | 700 | 1000 | 560 | 1750 | 1100 | 2460 | 3095

KP-850 | 2140 | 1500 | 4340 | 600 | 5460 | 450 | 700 | 1030 | 580 | 1990 | 1100 | 2735 | 3420

KP-1000| 2750 | 1720 | 5155 | 700 | 6234 | 480 | 820 | 1300 | 660 | 2590 | 1270 | 3160 | 4980

KP-1200| 3050 | 2000 | 6075 | 800 | 7280 | 800 | 1000 | 1455 | 850 | 2890 | 1500 | 3450 | 5060

KP-2000| 2950 | 3200 | 7080 | 1000 | 8000 | 800 | 1300 | 2030 | 730 | 2450 | 2900 | 5470 | 6480




Standard Functions / Accessories

Slide and Die Balance Device

Motorized Slide Adjustment (Locking Device)
Centralized Re-circulation Lubrication

Overrun Detector

Load Monitor

Motorized Grease Lubrication Device for Upper Slide
Gibbing

PLC Controller- Programable Controlling System

= Electronic Rotary Cam Switch (3 spare channel)

= Electronic crank angle indicator

= Electronic Preset counter / Stroke counter (6 digits)
Operation Mode Selection

Off / Inching / Safety One Srtoke / Continuous

Digital die Height Indicator (unit:0.1mm)

Misfeed Detection Reveptacle
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= Safety Ladder SRT7q4—Fa2EYH

= Air Ejector (3/8”) " B2 SV I RUVREHF
= Air Receptacle (3/8”) » I7—-IPxU4%—(3/87)
= 2-hand Pushbutton T-stand = T7—Y—2X(3/87)
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Optional Functions / Accessories FFoar

= Flywheel Brake Device " 754 RA—NTL—F
= Photoelectric Safety Device " AR R RE
= Upper Slide Knockout Device = RS54 K/ voT7 U EE

= Motorized Grease Lubrication Device s BEHXS Y -RHERE

= Electrical CAM Switch Expansion Module s BEFRO—FSUDARAS vy FENMAE
(16 Spare Channel) Ca—J)L(16E /1ty )

= |nverter " A )N—HF—

= Foot Switch " 7y hRAYF (BEDPDLE)

= Die Area Light = 5454k

= Power receptacle (Single phase,110V or 220V) s BRI E 110V / 220VEIE

= Anti Vibration Press Mounts BRIIBEZRFE LT D)

= Foundation Plates and Anchor Bolts = PhiREE

= Duel-coiled Solenoid Valve with Detector = BRI SRUCERTL— b

= Automation Peripherals " STV L/ A RNIVT (REfTE)

= Quick Die Change System = BEMLRIEE

= Safety block with plug » £EIZMEE (Q.D.C.S.)
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= QOil Heater
= Main Motor Power Saving Device
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CHIN FONG MACHINE
INDUSTRIAL CO., LTD.

HEAD OFFICE & FACTORY:

AR - aEETETHEKEE1865%

186 Chang Shui Road, Chang Hua, Taiwan
http: //www.chinfong.com.tw

E-mail: sales@chinfong.com.tw

TEL: +886-4-752-4131

FAX: +886-4-761-1920, 761-2814

L= %Fr TAIPEI OFFICE
TEL: +886-3-435-5058
FAX: +886-3-463-9648

BB %2F KAOHSIUNG OFFICE
TEL: +886-7-238-5689~90
FAX: +886-7-238-5691

C € INNOVATION, SERVICE, COMMITMENT

OVERSEAS BRANCHES

=2 (PE) BRTIRERAS
CHIN FONG (CHINA)
MACHINE INDUSTRIALCO., LTD.
B EIBER 3 & B R 35E

3 Chin Fong Road, Zhenhai Economic
Development Zone, Ningbo, China

TEL: +86-574-8630-1222

FAX: +86-574-8630-3709

http: //www.chinfong.com.cn

E-mail: ge0107 @chinfong.cn
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U.S.A.: STAMTEC INC.

4160 Hillsboro Highway Manchester, TN 37355, U.S.A.
TEL: +1-931-393-5050

FAX: +1-931-393-5060

http: //www.stamtec.com

E-mail: Salse @stamtec.com

THAILAND: CHIN FONG (THAILAND) CO., LTD.
E-mail: cfth@chinfong.com

TEL: +66-2-919-6820~2 FAX: +66-2-919-6823
INDONESIA: PT. CHIN FONG INDONESIA

E-mail: chinfong-indonesia@chinfong.web.id

TEL: +62-21-2946-5586~7 FAX: +62-21-8838-9875
MALAYSIA: CHIN FONG MACHINE (M) SDN BHD
E-mail: chinfongmachine @gmail.com

TEL: +60-3-3885-3155

The contents disclosed in this catalogue, including pictures, data, wordings & drawings, are exclusive property of Chin Fong Machine Industrial Co., Ltd.
Unauthorized duplication, partly or whole use of this catalogue is prohibited.
Chin Fong reserves rights to modify the specifications & features, due to product improvements, without further notification.
Optional accessories showing on this picture are for reference only.
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