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Basic Illustration

We thank you for your purchase of our Fusing Machine.
1、 This specification describes the safety warning, product features, technical parameters, structure features, installation, operation, maintenance and debar ways, etc.. In order to ensure that you are effectively using this machine, please refer to the manual carefully before use, and properly keep the instructions for use, for future reference.
2、 Non professionals are not allowed to electrical installation and repair.

3、  The machine noise less than 70 decibels

4、 This machine lubricating oil using DR super high temperature heavy duty lubricant（-20℃～300℃）。
5、 This machine can use the forklift when transport process

6、  Before starting, check whether the power supply voltage and frequency same as nameplate, the power connection is reliable, bonding circuit is safety.

7、 Pay attention to high risk identification when using
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FUSING MACHINE
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Description Of The Warning Label：
DANGER
[image: image7.wmf]POWER OFF IN CASE OF LUBRICATION

CAUTION

在加润滑油前关闭电源

注   意�
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high temperature

请注意机器高温
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警  告

Moving parts can crush and cut

Do not operate with guard removed

Follow lockout procedure before servicing

不得避开防护装置，把双手放入转动的

齿轮链条当中，防止手指卷入，受到伤害。

机器维修前，切断机器电源。
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警  告

Moving parts can crush and cut

Do not operate with guard removed

Follow lockout procedure before servicing

不得避开防护装置，把双手放入转动的

滚筒皮带当中，防止手指卷入，受到伤害。

机器维修前，切断机器电源。
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TURN POWER OFF BEFOR

SERVICING

警  告

在维修之前关闭电源
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危  险

高温危险，不要触碰。

HIGH TEMPERATURE

DON'T TOUCH.


WARNING
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is prohibited

[image: image14.wmf]THE RUBBER ROLL IS WORKING WHEN TEM.P >70 C

URGENT STOP  SPOT

机器温度>70 C时，必须旋转胶辊�

紧急停机旋转口


Overview

NHG400~600-B fusing machines (see figure 1), developed by our company recently, are new-type hot-fusing roller pressurization fusing machines. Compared with both A and A2 series fusing machines, this series is provided with the function of automatic deviation correction. That is, the conveyer belts will always be kept at an appropriate middle position during pressing and fusing. In case of deviation of conveyer belts, the position of the roller can be adjusted properly by offset limit switches and the corresponding servo motors for right position of the conveyer belts. If the above actions are not enough to overcome the deviation and result in overlarge deviation, the machine will shut off automatically for the process of investigating deviation reasons and clearing troubles to continue operation.

This series roller fusing machines have the following features similar to those of A2 series: 1. the electric cabinet is installed in the dome-shaped rear casing for compact structure and beautiful appearance; 2. DNB computer boards, SSR (solid state relays) and other advanced elements are used as the main control units of electrical system for simpler electrical wiring and more reliable regulation/control performance and quality; 3. the tension device of upper and lower front rollers is of a new structure, i.e., the tension and deviation of conveyer belts can be regulated by adjusting bolts on the left side (discharge end) without dismantling outer casing,  cover-plate and other parts; 4. during operation, both upper and lower conveyer belts are cleaned respectively by poking or scraping and cleaning cloth rods, specifically speaking, the upper conveyer belt is provided with a screwy rubber paddle, a thin piece for putting things aside, (6-teeth roller) above which is a square cleaning cloth rod, while the lower conveyer belt is provided with a scraper below which is a square cloth rod, and thus the scraps of cloth or other foreign substances stuck on upper and lower conveyer belts are continuously poked or scraped off for the purpose of cleaning conveyer belts, not only ensuring the fusing quality, but also reducing the maintenance workload; 5. this series is provided with fusing pressure adjusting mechanism, and the pressurization rollers under lower conveyer belt can be adjusted by rotating the bakelite handwheel at the feed end to apply required fusing pressure onto the main rubber-lined rollers at the discharge end of upper conveyer belt so that the workpieces to be fused will be pressurized and fused between outlet rollers. In addition, this series is provided with a handwheel at the feed end for adjusting the clearance between upper and lower conveyer belts at the feed end to meet the need of different material thickness for workpieces to be fused. That is, the inlet opening can be adjusted via such parts as front pressure adjusting rod and movable pressing plate by rotating the bakelite handwheel vertically installed at the lower right corner. Therefore, this series is better middle/small-sized fusing machine relying on its outstanding features such as continuous operation, high efficiency, easy adjustment, stable quality and simple maintenance, etc.                                                                                                                                                                                                                                                                                                                        

This series is used for hot pressing and fusing of garment face fabrics and fusible interlinings, with a wide application in fusing of interlinings with face fabrics at for example collar, front cross, top fly, cuff, turned over edge and waistband of the face fabrics free of flammable agents. The products fused in this machine are good for their flatness, stiffness, neatness, good appearance, washability and wrinkle prevention; especially, these machines are applicable to the fusing of collar interlinings and non-woven interlinings. This series is professional equipment with high performance and low cost and the ideal choice for middle and small-sized clothes manufacturers for its various advantages such as simple operation, accurate and stable process parameters, stable running, low noise, and easy belt replacement and repairing, etc., which are endowed by its compact structure, wide heating coverage, uniform temperature, easy speed regulation, sensitive pressure adjustment as well as automatic deviation correction function.

Basic Technical Data

	Model
	NHG400-B
	NHG500-B
	NHG600-B

	Max. width in fusing        (mm)
	400
	500
	600

	Upper conveyer belt, W*L    (mm)
	400×1348
	500×1348
	600×1348

	Lower conveyer belt, W*L    (mm) 
	400×1655
	500×1655
	600×1655

	Conveyer belt speed       (m/min)
	0 ~ 10

	Fusing pressure            (MPa)
	0 ~ 0.15

	Fusing temperature          (℃)
	≤190

	Power of conveyer belt’s motor (W)
	40

	Electric heating power       (kW)
	5
	5.6
	7

	Overall dimensions (L* W* H) (mm) 
	820×1645×1055
	920×1645×1055
	1020×1645×1055

	Total weight                (kg)
	162
	170
	178

	Power supply
	Single-phase 220V
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Working Principle

Both electrical control system and operating panel of this series are installed in the rear casing, and the latter is as shown in figure 2. The main switch of power supply (circuit breaker QF1, refer to the schematic circuit diagram), the handwheel for regulating the fusing pressure and the pressure indicator are respectively installed at the right end, lower right corner and lower middle of the machine, while the display for other parameters and regulating knobs are on the operating panel. Switch on the circuit breaker QF1, and then press the “SWITCH” key (Start/Stop key) at the middle lower part of operating panel, whereby the machine will start to work. Set the fusing speed and temperature shown on the machine’s panel, and set the required fusing pressure (the fusing pressure is displayed in the middle of the lower part) by rotating the handwheel at the lower right corner, and then allow the machine to run idle approximately 15~20 minutes to stabilize the fusing temperature at the set value, whereby the machine can start working normally.

The garment pieces and interlinings to be fused are put together so that they properly overlap on the right table, then are put between upper and lower conveyer belts by which the garment pieces are moved leftwards and heated up to proper fusing temperature while passing the middle heating zone, next are put through between upper rubber roller and lower pressing roller at the tail end where the heated garment pieces and interlinings will be hot-pressed and fused by the fusing pressure of lower pressing roller having regulated in advance, and at last are sent out at the left (tail) end to be finally shaped. 

Three main process parameters (i.e. fusing temperature, speed and pressure) shall be determined according to different materials of face fabric and interlining and its feature of fusing by heating. Only when the three parameters are properly determined and adjusted in advance can the machine work continuously.
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                    Figure 2: Operating Panel

Operation Procedures

1. Turn on the main switch (i.e. circuit breaker QF1) at the right end, and then press the “SWITCH” key (Start/Stop key) in the lower middle of the panel, the “POWER” indicator on its left will be lit, indicating that the power has been turned on, and then the instrument is in the standby mode and ready to start.

2. Setting and regulation of fusing temperature

The operation and display window of process parameters (temperature and speed) is located in the middle of the panel. The upper left window is for temperature display, and the first line on the left of the window is marked with “MEASUREMENT”, indicating the measured value, while the second line marked with “SETTING”, indicating the set point. When the fusing machine starts working and after the motor indicator “MOTOR” is lit, the output of the heating power supply starts and keeps at full power and the heating indicator “HEATING” is always lit (normally on) before the temperature reaches the proportional limit; the heating power supply will change with the temperature and the heating indicator will blink when the difference between the temperature and the proportional limit is within 50℃; and finally the temperature will stabilized at the set point.

The fusing temperature is set as follows: the temperature is set by pressing the “UP (increase)/DOWN (decrease)” keys on the left of the “SWITCH” key. Specifically, press the “UP” or “DOWN” key once to enter the temperature setting mode, while the “SETTING” indicator will be lit and the digits on the temperature display window blink, then press “UP” or “DOWN” key continuously to increase or decrease the temperature set point and stop pressing the key upon reaching the required set point, and then the machine will automatically exit from the setting mode when the temperature set point has blinked for 5 seconds and the working of electric heating elements will be controlled automatically according to this set point. When the electric heating elements are energized and give heat, the “HEATING” indicator will be lit. In case of needing a great increase or decrease of set point, keep pressing the “UP” or “DOWN” key to increase or decrease the set point rapidly.

3. Setting and regulation of fusing speed

Turn on the power switch QF1, and then press the “SWITCH” key, the “POWER” indicator will be lit, and the motor of conveyer belts start and the “MOTOR” indicator be lit; the motor will accelerate to the speed set point and the running speed of conveyer belts be displayed on the right window. The “UP” and “DOWN” keys for regulating the fusing speed are on the right of the “SWITCH” key. To set or regulate the fusing speed, follow the same operation procedures as those for temperature regulation. Both measured value and set point of the fusing speed are displayed on the speed display window.

The conveyer belts run with the movement of upper & lower rollers on the left side spun by the chain and sprocket driven by the motor via gearbox. The motor speed can be accurately and steplessly regulated as set within the range of 0～10m/min and it is ensured to have a stable movement.

4. Regulation of fusing pressure

With a pressure-regulating handwheel at the lower right corner, the pressure applied on the left driving roller of upper belt by the lower pressure regulation roller can be regulated by rotating the handwheel; specifically, rotate it clockwise to reduce the pressure, while rotate it counterclockwise to increase the pressure. A pressure indicator (including needle and dial) is installed in the lower middle of the fusing machine to indicate the approximate fusing pressure. The to-be-fused face fabric and interlining, having heated up to a certain temperature in the middle part of the conveyer belts, are fully fused and shaped by the pressure applied by the pair of rollers.

Check for uniform fusing by the fusing result of face fabric and interlining fused, or by putting a piece of carbon paper between two pieces of duplicating paper and allowing them to pass between conveyer belts under normal working condition, wherein even markings and color on the white paper indicate good working condition and quality, otherwise the pressurizer should be adjusted for the uniformity of the pressure on its two sides. 

Three main process parameters (i.e. temperature, speed and pressure), which can be regulated independently and yet are related to each other, shall be determined according to different materials of face fabric and interlining and the feature of fusing by heating. After setting, the machine can achieve stable operation and high-quality fusing thanks to the control of DNB computer boards.

5. Shutdown 

(1) Normal shutdown: the machine is provided with the function of automatic shutdown upon finishing work. After finishing work, press the “SWITCH” (Start/Stop) key to cut off the output of heating power supply and stop heating, whereby the “HEATING” indicator will be off and the temperature fall, but the motor will continuously drive and keep the conveyer belts running with its indicator “MOTOR” blinking till the measured temperature is below 70℃, at which time the motor stops running and its indicator “MOTOR” goes out, indicating the shutdown procedure ends. The delayed shutdown of motor and conveyer belts will avoid the burning of motor and conveyer belts still heated by the high-temperature electric hot plates (not yet cooled) in case of abrupt stopping. 

(2) Emergency shutdown: if emergency shutdown is required when accidents occur, press the “URGENT STOP” switch (SB1 button, red) on the right of the panel to cut off the power supply and stop the machine. In this case, the operator should use a special hexagon socket spanner to rotate the upper rubber roller (below the pressure-regulating handwheel) to keep the conveyer belts running ceaselessly till the temperature is below 70℃, and thus avoids the burning of conveyer belts in case of abrupt stopping. In case of a sudden power failure, emergency shutdown shall also be performed!

(3) The pressure-regulating handwheel shall be relaxed upon shutdown for removal of the pressure on the conveyer belts and upper rubber roller to prevent the rubber rollers lined with rubber on the surface from a permanent deformation under a long-time pressure built up when the rollers stop rotating; otherwise the local deformation of rollers will result in uneven fusing of the fused workpieces. The fusing pressure shall be readjusted when the fusing machine is used next time.

Installation

The fusing machine can be unpacked and installed upon arrival. The installation procedures are as follows:

1. Unpack the purchased machine and check its parts as well as technical documents and special tools, etc. delivered with the machine according to the packing list.

2. Assemble front/rear underframes (2 pcs) and underframe beams (4 pcs) into a machine frame with fasteners such as M6×40 socket head cap screws, nuts, washes and spring washers. (see figure 3).

3. Insert the two lifting bars (Φ20×1300) delivered with the machine into the two front-to-back holes (Φ22) on the base and with them lift the principal machine and put it on the machine frame, making the two pieces of angle iron under the base of fusing machine to be stuck inside of the frame and the mounting holes at both ends of angle iron to be aligned with the holes on the top of underframes, and then assemble the principal machine and frame, into one unit with fasteners such as M6×40 socket head cap screws and nuts.

4. Install auxiliary supports of the operating platform (i.e. front left/right supports) on the left and right side plates with such fasteners as screws and tighten all the fasteners, then well install the angle-iron-shaped endplates, connected with the front left and right supports, along with them, forming an enclosed auxiliary holding frame, and finally assemble the operating platform and holding frame into one unit, making the plane of operating platform come level with the height of the feed inlet of right roller for the purpose of smooth feeding and fusing of workpieces to be fused.

5. Finally, install the power cord, which must be 3-core flexible cable and reliably grounded.
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Other Regulations
1. Tension and deviation correction of conveyer belts
With independent tension device, the upper and lower conveyer belts can be regulated separately. The conveyer belts can be tensioned or loosened by screwing down or screwing off the hexagon bolts (S14) (located at both ends of corresponding width of conveyer belts, opposite to the ends of upper and lower conveyor belts and at the left end of fusing machine) with a socket spanner. In case of deviation of a conveyer belt also due to different tension of bolts at both sides of the belt, the tension can be regulated and the deviation can be rectified simultaneously by screwing down or screwing off the bolts properly.
The tension of conveyer belts has been regulated well before the machine leaves the factory, and no setover problem will occur during operation. The automatic deviation correction mechanism of the machine will correct the offset at any time during operation, so no offset regulation is normally required.
2. Regulation of uniformity of fusing pressure
In case of uneven fusing of fused workpieces in the direction of conveyer belt width, remove the upper cover, and then regulate the parallelism between the upper belt left end rubber roller and pressing roller; generally, regulate the position of outside end (the end near the operator) of the rubber roller to make the roller parallel to the pressing roller and further make the axial pressure on fused workpieces between rollers uniform. It is not necessary to make any adjustment by the user for the machine has been regulated well before leaving the factory. 
Precautions

    1. The machine shall not be shut off without reason during normal operation. Abruptly cutting off the power supply or pulling out power plug to stop the machine improperly is prohibited because this will result in operation suspension of the conveyer belts and burning due to high-temperature electric heating elements, also will make the rubber roller stop and deform by pressure. 
2. In case of abnormal shutdown for sudden power failure or improper manipulation, or in the event that the emergency shutdown is required for any contingency, the operator shall immediately rotate the shaft end of the upper rubber roller with a hexagon socket spanner to manually continue the operation of the conveyer belts until the temperature is below 70℃.
3. During operation, small hard things shall not be allowed between upper and lower conveyer belts so as to ensure the normal operation of the machine or prevent damage to the conveyer belts, upper & lower rubber rollers, etc. 
4. The interlining must be at the right place (i.e. above the face fabric) with a smaller size than the face fabric, otherwise, gum may be still stuck on the surface of the conveyer belts or rollers, and pollutants adhering to the surface due to the gum will increase transmission resistance or cause abnormal deformation and further impair the fusing quality. If possible, the process of double-side fusing may be considered and used to ensure the cleanness and durability of the conveyer belts and rollers.
5. Upper and lower cleaning cloth rods should be pulled out frequently for the purpose of removing the dirt stuck on their surface. If necessary, replace the cloth cover put on the surface of the cleaning cloth rods.

6. During operation, the conveyer belts shall be cleaned with silicon oil or powder cleaning agent. The conveyer belts must be cleaned timely upon a shift finishing their work.
7. The upper tooth-shaped paddles and lower scrapers at the ends of the conveyer belts shall be cleaned regularly for the purpose of removing the pollutants scraped off and the dust on the machine body.
8. It is not allowed to touch conveyer belts and upper cover-plate of the main body during operation due to high temperature of the electrical heating elements in the middle of the machine.

9. Much attention shall be paid to the safety while feeding the materials to be fused; otherwise hands may badly be caught in the roller.

10. The power supply shall be grounded safely for protection against electric shock.
11. No guarantee is available for the conveyer belts and electric heating elements.
Replacement of Conveyer Belts 

1. Disassembly of upper conveyer belt: 

(1) Pull out the power plug or turn off the power isolating switch to cut off the power supply.
(2) Remove the upper cover by screwing off such fasteners as M8 acorn nut and washer of the round heat dissipating window in the middle of upper cover, and then remove the heat insulating gasket to expose upper heat insulating board, etc. 

(3) Loosen (lower) the movable pressing plate at the feed inlet by the bakelite handwheel on the inside of left worktable window to release the pressure on upper conveyer belt.
(4) Disassemble and remove the components of two travel switches for deviation correction on the left side to make the lever of moving contact no longer keep off the left edge of upper conveyer belt.
(5) Dismantle left/right supports of upper cover above the upper heat insulating board and the supporting studs.
(6) Disassemble upper cleaning cloth rod at the discharge end and the mounting plate at the outside (left) end of upper paddle shaft from the left end (discharge end) of upper left side plate, and then remove the socket head cap screws of each shaft end to move out the cleaning cloth rods and paddle shaft.
(7) Loosen the small tension roll of upper conveyer belt with an S14 socket spanner to move the belt rightwards (inwards) and loosen it.
(8) Pull out upper conveyer belt axially along the roller.
2. Installation of upper conveyer belt:

(1) Install and restore upper conveyer belt following the above steps but in reverse order [i.e. from step (8) to (4)]. When installing the belt, observe the lapping direction in the place of conveyer belt joints and be careful not to install it in the wrong direction (see figure 4), otherwise the conveyer belt may be damaged for its joints are caught by the scraper on the outlet side while the belt is running.
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Figure 4: Correct Direction of Conveyer-Belt Lapped Joints
(2) After finishing replacement and installation but before closing the upper cover, carefully regulate the tension of conveyer belt as well as the parallelism of rear roller to eliminate belt deviation.
(3) After well finishing adjustment and trial running, recover upper cover and other parts following the three steps as described in paragraph 1 but in reverse order [i.e. from step (3) to (1)].
3. Disassembly of lower conveyer belt:
(1) Pull out the power plug or turn off the power isolating switch to cut off the power supply.
(2) Remove the operating platform at the feed inlet end and its left/right supports and other relevant parts.
(3) Screw off the screws at both ends of front transverse plate at the feed inlet, and then remove the front transverse plate.
(4) Remove the left worktable by removing M6×70 socket head cap screw on the front side and 2-M5×16 screws on the bottom side of underframes. 

(5) Screw off the angle-iron-shaped bracket (for mounting left/right supports of the operating platform) of lower left side plate at the feed inlet end.
(6) Release the bakelite handwheel in left worktable window to loosen the movable pressing plate at the feed inlet end and further loosen lower conveyer belt.
(7) Remove the travel switch for deviation correction and its mounting plate on the left side (outside) of feed end as a whole and take it away.
(8) Remove the socket head cap screws of lower scraper at discharge outlet end and left shaft end of lower cleaning cloth rod, then remove their mounting plates, and subsequently move lower scraper and lower cleaning cloth rod leftwards to keep them away from lower conveyer belt.
(9) Loosen the small tension roller at the lower left corner with an S14 socket spanner to make the small roller move rightwards (inwards) and further loosen upper conveyer belt. 

(10) Remove the bakelite handwheel (at feed inlet end of the principal machine) for upward pressurization of the pressing roller at outlet end, and then remove the worm seat of the mechanism, making the worm together with its long shaft to be removed wholly. 
(11) Remove the fixing pedestal (between lower left side plate and the base) under lower left side plate. 

(12) Slightly lift the lower left side plate to allow lower conveyer belt and roller to be left wholly, and then pull out the loosened lower conveyer belt in the axial direction of roller.
4. Installation of lower conveyer belt:
 (1) Install and restore lower conveyer belt following the disassembly steps but in reverse order [i.e. from step (12) to (6)]. When installing the belt, observe the lapping direction of conveyer belt joints and be careful not to do it in the wrong direction.
(2) Carefully regulate the tension of conveyer belt as well as the parallelism of rear roller to eliminate belt deviation, then perform adjustment of lower conveyer belt to ensure normal running, and finally reinstall and recover operating platform and its supports, heat insulating gasket, upper cover, etc following the five steps as described in paragraph 3 but in reverse order [i.e. from step (5) to (1)]. 
Daily Maintenance 

1. The power supply shall be turned off and all the pressurizing handwheels released after operation so as to avoid the deformation of such soft parts as conveyer belts, rubber roller and paddle which have been heated and pressed for a longtime.
2. The conveyer belts shall be cleaned daily, and the chopped cloth, dust and other pollutants stuck on the cleaning cloth rod, paddle and scrapers shall be removed, and the external surface of the machine shall be cleaned.
3. If necessary, the conveyer belts shall be cleaned with silicon oil when the machine is hot. However, the silicon oil shall be kept from electric components.
4. If the cloth wrapped on the cleaning cloth rod is polluted, turn around the rod to make the clean side to be applied on the conveyer belt. Meanwhile, the dirt scrapped off shall be removed frequently and timely. The wrapped cloth if polluted shall be replaced in time.
5. Examine the amount of lubricating grease and lubrication status of the bearings of both ends of the roller every 3-6 months, and timely add lubricating grease, preferably 4# high-temperature lubricating grease (SH0376-1992). The driving gears, chains, and the cam working face of the servo motor shall be properly added with engine oil for lubrication.
Common Troubles and Troubleshooting 

	Trouble
	Cause
	Solution

	The motor works well, but the conveyer belts do not run
	1. The pressure-regulating handwheel applies too much pressure
2. Too loose conveyer belts 

3. Loose screws of driving sprocket wheel of upper and lower rubber rollers
4. The joint of conveyer belt locked by a scraper
	1. Properly regulate and reduce the pressure applied by the handwheel
2. Properly adjust the tension of the conveyer belts to tighten them
3. Tighten the set screws of the sprocket wheel
4. Remount the conveyer belt in right direction

	Abnormality of the motor in work
	1. Fault of the electronic speed regulator
2. Fault of the motor’s speed measuring coil
3. Fault of the motor
	1. Check and replace the computer board
2. Check the coil for looseness, repair or replace the coil or motor
3. Check and repair or replace the motor

	Abnormal temperature regulation and temperature
	1. Damaged temperature sensor or poor plug-in connections
2. Loose wire connection of electric heating elements or damaged electric heating elements
3. Thermostat failure or poor display or improper setting
	1. Check and repair or replace the temperature sensor or plug-in connections
2. Check and reconnect or replace
3. Check or replace the computer board or display screen


Machine Packing List

Model：NHG400(500/600)-A
         Name：Fusing machine
The cartons should be packed with the following items：
	NO.
	NAME
	UNIT
	QUANTITY

	1
	Packing list
	SHEET
	1

	2
	NHG400(500/600)-B Fusing Machine
	SET
	1

	3
	Right and Lfet Underframe Beam
	PIECE
	2

	4
	Assistant Underframe
	PIECE
	4

	5
	Front and Back Supporter
	PIECE
	1

	6
	Ф20Lift Rail400（L=1100）500（L=1200）600（L=1300）
	PIECE
	2

	7
	Manufacturer Certificate
	SHEET
	1

	8
	Operating Instruction
	SHEET
	1

	9
	Product Quality Information Feedback Sheet
	SHEET
	1

	10
	Warranty Card
	SHEET
	1

	11
	Parts box list,Include：
	BOX
	1

	11.1
	Inner Six Angle Bolt M8X16
	PIECE
	20

	11.2
	Qasket8
	PIECE
	8

	11.3
	Spring Qasket8
	PIECE
	20

	11.4
	Inner Six Angle Wrench 4mm
	PIECE
	1

	11.5
	Inner Six Angle Wrench 5mm
	PIECE
	1

	11.6
	Inner Six Angle Wrench 6mm
	PIECE
	1

	11.7
	Inner Six Angle Wrench 8mm
	PIECE
	1

	11.8
	Cross Shape screwdrivers
	PIECE
	1

	11.9
	Wrench 8－10mm
	PIECE
	1

	11.10
	Wrench 12－14mm
	PIECE
	1

	11.11
	Wrench 17－19mm
	PIECE
	1

	11.12
	Handle Socket Wrench CR-V12mm
	PIECE
	1

	11.13
	Silicone Oil
	BOTTLE
	1


Packing Inspector：______________         Packer:______________

Packing Date：    Year   Month   Day
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Figure1、NHG400~600-B Fusing machine


1、Operation Panel  2、Back protecting cover（Electrical box and a Transmission box） 3、Upper cleaning rod   4、Down Conveyor belt  5、Down scraper        6、Left worktable   7、Pressure adjusting hand wheel  8、Manual rotary machine hole   9、Bonding pressure display hole   10、Underframe   11、Chassis   12、Top cover    13、Workpiece import terminal table  14、Import terminal table assistant underframe  15、Upper and down connecting plate   16、Side table





 








Figure 3: Assembly of Machine Frame


1、Underframe beam (4 pcs)；   2、Underframe (2 pcs)


3、M6*40 socket head cap screw, M6 nut, flat washer, spring washer (16 sets)








Driving side 


(outlet)





Driven side (inlet)
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