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BRI RiE

1 SEE

AbR ME St AR I Rk AL AR T DL L 2R B A B A8 B e LB 2 2 G R TR A
E X
A M AR BCEDRHLRA T olk 1Y 205 REIE BT VRS AR TS AR PR S A5 T BB R A

2 HUEMSIAXH

TSR A SCE R AT bRy, U H A5 SO AE B0 R A S T A S
PR FLIREASTE HR 51 1 Sk H i R A CRLES BT 48 o ) 5 R4 30 fF
GB/T 30174 ML ES AKRiE

3 BEEELE B AR E

3.1 B A X U R ok 2 AL

3.1.1
ZH R AIEZEYL  rubber internal mixers & plastics internal mixers
ZIEAL  internal mixers
BLAT — 5k 58 T AR T 1o 1] e 69 2 -, A w1 L B8 R g 14 %88 P 2 I P L AR G R AT AR 9 AL R
BHHE T I8 Fk SR HR R B
3.1.2
X ZHEHL  dispersion mixer
IEXIBEH  pressurized kneader
K FH 0 o M 3 B 7 ik VR 9 48 A S IR IL AR S L
3.1.3
BAEM  net chamber volume
FERE T % 2 I AL W mF 8 % VR S5 F 2 MY s AR
3.1.4
ITH#EAE  working volume
W PR L PR T VR A 28 BRI YRTT P8  BOR R Y AR
3.1.5
ERFE filled coefficient
WHETAEFRS SEHHAE.
3.1.6
¥ Fi#ELk rotating speed ratio of rotors
WRALAET G ¥ TRV R e DL 1 R PR ST T s ) th (D) &Rk .
3.1.7
FH1&Zh right-hand drive
4 TR BUADRHT D 3 58 00 T34 00 0 14 50T
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3.1.8

Z1%EZN  left-hand drive

FRAE A T R BLIORH ] AR sh 3 B AL T H A M AL sh e
3.1.9

FHEE  mixing chamber

LA U ARSI BAT ARy A S5 M B 0F . & 5 He e OB T 00 1 B TR B A B 5 B
IHZE ] .
3.1.10

shFLXZHRE  drilled-type mixing chamber

T P REVE il p) B AT 25 T AL LGB SRS J A TR B SR E
3.1.11

EEXBZHBE jacketed mixing chamber

VA 38 I R R A A T 0 e B R E
3.1.12

IETEE  chamber side

B0 3545 7 AR &8 4341 JR) i Y % 1 2 PN BE
3.1.13

MTAEEE  chamber end

G, 75 5 1 T 08 -l 1o 3 1T Y 8 R R BE

3.1.14

¥+ rotor

T AR B R AR BB TR 0 =5 P AR Ml g% a2 3l F 14,
3.1.15

Mi&EF four-wing rotor

TAEF 2 AT DU b PR A b R A R R B AR G R o R TR
3.1.16

#HEREF elliptical type rotor

A R A3t bl v L 0L A [ L S T AT B AR T b R T
3.1.17

BE&FRET cylindrical type rotor

TAER A BIAE IS L 3 AT S8R BE D B 1 Fe .
3.1.18

YIB! FEF tangential rotor

— X 5 ) " A2 ) A T AR A A D) L T LA [ B T Y 1
3.1.19

M & 8% F  intermeshing rotor

— X e T B A B I UM RV s AR T
3.1.20

B4 % F synchronous rotor

<o & - 1 1 Y A7 T A I AR B L O LA W) i AR

3.1.21

BFOE  wing

B TARER AT A9 e

2
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3.1.22
BFZEESE  dust stop of rotor
DL T8 B AL 3% 7 A 8843 v ] f e Sk o DT o 0 i e i o L
3.1.23
hn#47]  feed hopper door
fia) S R S I AR Al T RG]
3.1.24
EAFEE  pressing ram device
D T4 R 138 5 e =5 MR 08 B 0]t n 1 ek n e ) &8 1F
3.1.25
E® ram
TE H A2 B b L i R TR R e =
3.1.26
ERIFER  discharge device
A TH MR E T & GE A PR SRk
3.1.27
BEHHXHBIESE slide door discharge device
VBT P IR TR 52 3% 20 A% R}
3.1.28
ZEHXHEEE drop door discharge device
FURHTT G P B 28 7 Bl 458 3l 0 R RE O R A L AR LA
3.1.29
E#H7]  discharge door
A ARk 2 T b, 2 Rl TRl AT S AT SRR L
3.1.30
BMEIEE  tilting device
ol 55 o 55 8 ) o il R 2P S AT HDRE Y
3.1.31
F## up-stream equipment
5 MR ML IR R ) I L BT R 25 R SURE L A 6 LA PR R R S LA Y SRR .
3.1.32
T##L down-stream equipment
8 B OLHE 1 B R AT B R % AL Y S
3.1.33
BB &EI%EE  batch off unit;slab cooling unit
W SRR e R ol R R I B v B S R e B U0 R ol A LA AR
3.1.34
M BTEMERERS  automatic weighing system for small chemicals
RIS T2/ T 0 /DB i SE 30 B s FRie IO RS DI RE LR R 52 .

3.2 FF Al s IR R B LA

3.2.1
FRFERAEEZEH  millstwo-roll mill; mill for rubber and plastics
F &AL
FLAT WA KSR A ESEAT R ) [ A AR L 7E TR B R R A T BB R R R R R AR Y
3
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PUB . 5 1730 7 v A el AR
3.2.2
EH#  sheeting mill

HE IR R S BRI R R R T BRPIL . HC IR A Ol e T R T L ) S A ST

S o BE 22 AR
3.2.3

HEHL  warming mill

HF BRI B L. HAR A el R m SR v g R,
3.2.4

MEREHL  breaker

FF A= e e me e () FF ML . 3680 5 1 R 66 DR O B R T S R A D YN R 1
3.2.5

FATEHL  cracker

FH F B i HIORE i % %) FF BRIl . 30 8 T IS R 6 1 Ry 0 e L L A (B IR O
3.2.6

MEEYL  grinding mill

B T 0% R T B n T S o 1 S R AL . AR 3 A S i R T L T R R 2 K
3.2.7

BEREHL  washing mill; washer

T 8 F RS A 5 7K, B 2 A e v = P 0 T e bl . AR £ e 0 A M 3 T T S R e 2
3.2.8

FEEEH  refining mill; refiner

oF P G R A TR R T B 2 R R AN S R T R L3RRS OR FH A b AR
3.2.9

iREE  nip;gap

FF R MLT T SE AL AE 2B 8 9 1~ 48 13 T 2 1 = ) A 428 1] ) i
3.2.10

$BER  nip:gap

TR AL T HE AT 208 A% 19 4~ 48 03 T4 e il =2 e (49 TAE 25 )
3.2.1

(3RT&)IELL  linear speed ratio (of rolls) ;friction ratio (of rolls)

-

FHEALR AT 5 E R TR M AR Z L. L1+ AR G288 B2 15 )5 40 100 2 3 1% 1Y L 1D

TR
3.2.12
#EJE )  separating force
FEFF R Ll R L T AR R BT MY EHEH FREMEmME & .
3.2.13
HA1EE)  right-hand drive
50 0 T R DL R L A% s B O A A A% 3h e AR
3.2.14
Z1EE)  left-hand drive
PAE 180 TT R LT R . A% Bl 2 0 T IS i % BT X
3.2.15
B roll
TEHRAL TR SEHLAE B o A4 o0 B T FF [ 43z 3 i 2 E A
n
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3.2.16

EHEEE roll surface width

R L TRy M B He i 26 Ml Y 3 T Y il 1) B
3.2.17

EMIEZ temperature difference on the roll surface

TR 1 A o el B R (R B A (L
3.2.18

HFZTEEE  bored roll

A St 3 A3 A 30 A A R T A AR
3.2.19

$h7LEER  drilled roll

A H5 5 5 A 3 i e (8 R 24 A0 A T D i FR s 2 4 S5 A B 1 R LA R .
3.2.20

SRR fluted roll

A AT 5 bR B E A L IR AV AR
3.2.21

ArEE  front roll

5 5 1 30 Y % A A L AT AT S AR Bl I BR R .
3.2.22

IR E  rear roll; back roll

SHIE AR PR AR
3.2.23

#Z28  frame

A T BRI B He SiE BIL AR 63 9 0, P DA SRR
3.2.24

EZE frame cap

B FIFREMLB LA T AE LA TR 10 T P] 4540 1 22 1
3.2.25

JEFE  base;bed plate

AL T I R ol s SE AL R T 22 B B4 45 = 1 (v Bl e
3.2.26

REEATTER  nip adjusting device

WEEE

B F A FR LR AE LAY A A HLEE B S R T il AR ORE 7 B H DL AR R R e
3.2.27

BEEEBEETER  roll temperature adjustingdevice

R 0RT LA Ve IR o R Y R R AR R TR R E
3.2.28

HEL 53 8]  connecting gears

VAR S AR L (R 1R TR B LAY T R A .
3.2.29

Z4FH  breaker pad

T H bk SE AL () R R o PR (BT SR DR AP L8R 0 B B AN B AT e 2 R 1 A2 TR

o
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3.2.30
WEZ=ER hydraulic relief device
P T ITHxHLAS Sh 3R ) Sl s b, S48 R ) 8 ) PR (B I 30 e 3 L o T 38 B S PR e o 30 47 L LA (R4
PLARAS Z BRI B
3.2.31
FFHE  stock guide
TEIT MR HL K e SE B L o (o R R O AR R 180 10 B o B N B AR
3.2.32
BIfldE®|  stock blender
i W e 36 0 O R [T B AREBST AY  EEL

3.3 BB B EENA

3.3.1

BRI EZA  rubber and plastics calender

JEZEHL calender

HA P A DL B SR HES 0 — a0 BY =, 78 SR 0 SRR | I B M TR M 1 1 TR
e I T 1l 22 S JEE BE R s e i JE R 9 R slOH T A BB IBE L U I 1 AL A
3.3.2

FEBI(JEFE)Hl embossing machine; profiling machine

IR TSIk B — 5 J5E R L 52 il A AE S el HAT — 5 W i TR B B
3.3.3

JEIEHE#L  calender accessory

EMEELEI4#E  calender train equipment

B AE AL HEAT Fe A0 I R - sl A R 0 P A M g T SR E L b L AR S Y 1
3.3.4

[EXE £ =2k calendering line

[EFEHLA

H1 S J0E AL B A AL 2R 1 o IO 3l AL o Qan T A8 i A T 308 A ™ 2k 59 22 5 A T 08 AR 7 2 R 2 A ol it R 3
L.
3.3.5

(3B Lt  linear speed ratio (of rolls) ;friction ratio (of rolls)

F SE AL 45 0 6 T 1 2 1T 288 3 & 27 TR) 4 U 1% kL 4] .
3.3.6

AH1EZN  right-hand drive

U F R AE AL A SR B A AL ] — 00 TR X R AL o A2 Bl B 83 A I 9 1% sh B K
3.3.7

ZE1E3h  left-hand drive

S TEAE B HHLBEE A 11— O R A 0L 5 B8 B i T 2 B 58
3.3.8

(REHHRBFE  (roll) camber;crown

A TR TR Ha K T ME R 2 (HE.
3.3.9

(BR) B ME  (roll) reverse camber

LA (1 L R T N E Rl N R b [

6
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3.3.10
JEBISRE T embossing roll; profiling roll
AR i BAT 25 78 B9 AL 8008 LA R .
3.3.1
R top link
BT R SEHL LA DL R A BB 9 A
3.3.12
(BREHMABIEE  preloading device
49 11 P T 06 9 30 o 7 T 1 e S 0] 108 79 il 3 it LA A o A 0 o R B PR R AR TOUE A O RS iE
1 % .
3.3.13
(BEBEDHMMAZRNER  axis-crossing device
i — A~ FE T AF T3 — 0 AT < A R 15T I 100 it 4 38 SR I e L Ol TR A R R ) R B ey vl [R] g 7 g
W R LA RME R R BE R .
3.3.14
(BRI RZEHZEE roll bending device
O A SRR 8 BE L 7 AR T b S ) Y P s Lt A A . e R R P A e A i 9T
3.3.15
HELRIFEST  splice relief device
A1 R Sk e R T (0 R B R S e S DR R A R ) R e
3.3.16
RIS%E T blister pricker device
FEREERL T F GRS L I R, DLH PR S e .
3.3.17
IR ih3ER  edge cutter device
£ Fe SEHIL L U] 2 B A a2 1 1R ) 22 2 JE 30 1 8
3.3.18
HAHMIESE tension measuring device
FI SRS AT 5k gy JF AT R B R R (S R R
3.3.19
MEIEE  thickness measuring device
FI S0k 0 g R | e A W RRE B0 R TR, AT i s B L D T (R S Y e
3.3.20
BEL#L  splicer
AR R S 5 T — A A 1 S A 3 2 Y LA .
3.3.21
ZFE5|4L pull roll stand
A | 4% 12 A B HLAR .
3.3.22
MAFEE  festooner
A AR AT 1 [ 5 T 5 RN IE Sh AR 20 B FH T U0 A s DA A 7= R 2R AR 1 4 S
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3.3.23
ZHER  dancer roll
FEW A % B E SR R R B, P iRainy iR,
3.3.24
Tl dryer
HGARHIEAT AR TR A LA
3.3.25
BWEIHL  cooler
BB AT SF ATV AR AILAR . 8 B T PN E % K Y R R R 2 .
3.3.26
RIFLEE pricker roll
FMAVFZWE T, B AE L2 AN L AR NS S AR o HE B B A 8]
R
3.3.27
FEiBk 1T HE  dancer tension controller
P15 sl 5 B AP M TR s AR R Y S O AR
3.3.28
EFAIFEE  centering device
TEWE B3 B b RB S S MO IE A RO B 22 e G e PO B BU B N is 1T i< B . R &
5 ANPAT AL 2H B
3.3.29
¥ %28 fabric expander
ARG R T8 L L T S TR A A B R A A
3.3.30
¥ ih% selvage expander
BT Ao 750 0 2 0 5 e AT B LA
3.3.31
WMLTHETEETEE steel cord calender train equipment
WC A I JE AL A A7 59 22 %5 A 19 U S A R L GE R PR BE AR HEER LR S AL A R A G BL R
1P E i
3.3.32
$EF spindle
TR IR b T LA P A I 2 s 2R A A AT B AT SRk R LA
3.3.33
HEZ6Z2  gathering stand
Wb 2 olinT Ll AR 3 2 S HEA R ST A AT

3.3.34

BEEE  spacer

PR #2508 B AR Sl A A A L PR s AT R AR RE LB Y HE P 8 R Y R
3.3.35

B2 comb roll
510 A 8] B AR A 00 T ) AR Y BR T T B E i ER RS Y A A R R UL E
8
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3.3.36
MR B ACEEENFEE  squeegee calender train equipment
B 13 He SIE FIL A B 75 15 v O T S 75 A AR B . O W U5 R Akl 8 T PL AT R B AR A
3.3.37
R+ BEE% inner-liner line
ph T AE B i B B WL R P9 Ao 2 G o 2 B A A L FH 1 A PR AR R Y R )2 RS 2 A IR S LR .
3.3.38
EH  box;shell
JH T 46 BRI A7 3O A sl R BO5R . l B P OAT Jr fL L BE S 5 B AH RC .
3.3.39
TF¥%EH flanged bobbin
T A0 Ak 2 A
3.3.40
A square bar
Wiy 171 A 7 2 . 5 A O FLARTE - P T S I o TR S A A ol Al R
3.3.41
SHFEE let off unit
FBRE MR A a1 B R
3.3.42
H#IMEE  wind up unit
Fi BN B HAS 3) A5 e 1 LY
3.3.43
I 8 AWIEEEN.  I-type two-roll calender
MR EHES M AL,
3.3.44
I B =4REEH I-type three-roll calender
=AM B FLHES) Y AL,
3.3.45
FE =4 EFEH inverted L-type three-roll calender
ARG HE S R LR R AE AL
3.3.46
LB =4EEMEH L-type three-roll calender
ARG HE S B LR B R R AL
3.3.47
FZMEEFEIEHN  inverted L-type four-roll calender
VY 48 15 1 ) {3 L7 B g R EE AL
3.3.48
SEBIPUIEIEFEAL S-type four-roll calender
DY A~ 45 15 1 ) ke SR 4 R AE AL
3.3.49
L8 MMIEEIEHN L-type four-roll calender
O~ R i HE 3 B LR FE AE AL
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3.3.50
BRI REBIELENL plastics calender with different roll diameter
T A AR A W] Ay R R AE AL,
3.3.51
BB ERERE AL plastics film calendering accessory
SR AEHLEC A L BB 22 AR 7 SR R A 1 A
3.3.52
BRI EEFBHE YL calcium-plastics sheet calendering accessory
HEIEYLNC L6 8 2 A 7 0 R iR A
3.3.53
R EREFAIIRIE S 4L film/sheet biaxial orientation calendering accessory
53 Fe S BIL IS 5 40T P o 8 00 R A 7% g0 sl v e R A 5 XL o) 7 R P 18
3.3.54
FEYEAE N IEE Sl leatherette calendering accessory
5 SELEC A BB S AR 7 N iR
3.3.55
BB EFERE F YL calendering accessory for hard plastics sheet
5 AEHLAC 0T GBI 2 A 7 B VR R i IR
3.3.56
R ELEZEMRAFR YL calendering accessory for transparent plastics sheet
5 R EEPLEC S H L A s 4 = W RLE I R iR .
3.3.57
W EIEBE KL calendering accessory for plastics wall paper
5 TR SEHLTC S T . 68 0% 5 /1 7= MEDRFBE 4R 1Y
3.3.58
WP EELEE SMEHH  calendering accessory for plastics multi-layer film
5 He AEHLIC B3, GRS P AR Il PRl L L 0 S A R S A B — e o) SRR R

3.4 HHMH

3.4.1

(A BFHM  (screw) extruder

38 ik SR T AE AL PN Y TE R (1 Rk 52 B4R 25 9B Ak Sk R L OIS R BT IR AL .
3.4.2

BB EIL  single-screw extruder

o) R AT AR B P SRR S AR IR I STy S X B AR I R R R BT IR EL. A R
IRFFEF LW B A HE R RE .
3.4.3

FEXBEHFFHFHY  reciprocating single screw extruder

SR LA B I ABUBE % 325 2y o SR T el ) 1 525 B 1 SR BT L L
3.4.4

WETXBEFTHHA  pin type single screw extruder

BT [ 150 R R BT 45 4 L B I IR R R 1 SRR B L

10
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3.4.5

WEEFFFFHI  twin-screw extruder; double screw extruder

i 7 AR SR AT AE oo TR HILEE N 5% 3h R RS B ) L I FE W S K L Al L R TR L HE R B
L.

T AR R 1] L2 il 5 Y AR G 5 Y 5 0T DL B R R A i 2 5 U 5 0T LS (5] 1) JE % ol S 1) i
e WEFT AT DL Sl 2T AT a5 M sl R AR AZ 45
3.4.6

EATIEFFHFFHHAL  parallel twin-screw extruder

9 R STl 2 S A HE ) 4 OB A B AL
3.4.7

HHNIBATHFHHL  conical twin-screw extruder

BRFF 22 [6] 2 ) DU AT (H AL
3.4.8

B mXIBAFHF HHL  co-rotating twin-screw extruder

194 R AT JBE 5% 1) 1 [R) ) DU AT L AL
3.4.9

S EMEAFHYL  counter-rotating twin-screw extruder

TP R B TiE B T S B OBV T 5 L1 AL
3.4.10

WBH R B HFHHL  twin-screw reaction extruder

JH T B A TR A B sl H A 5 75 W Ak 5 B g i SR 5 L B
3.4.11

PIZFFARIEFF HHL  twin-screw devolatilization extruder

JH T W50 B B0 R 0 90 LK DL B G ) 7 0 S5 4 0 o A SR FTHF L BIL
3.4.12

ZWHFHYL  multi-screw extruder; multiple screw extruder

L AR E AR DL T SRR LR P Bl R RS R B e S S Ak AR S R TR
SyHE AL,
3.4.13

ITERXEBITEHHHL  planetary screw extruder

PR 7 1R A /N () SR AT 22 e A B AR B R0 MEUFT ) L 07T £H B 11— o 22 MR R BL
3.4.14

WEFZESREHFTHYL  twin rotor continuous mixing extruder

HELRYL  continuous mixer

P P AR - T A I i B ek s B A Rl S A 0 e AR S oo TR DL 9 B B0 L A R E
LR A sE ARy FE I AL,

TR AR ] L g i TRl S 8 15 TR T DL R A S ) nl £ S A s T LR I 1) i A ol S e i A
3.4.15

HZEFRHH ram extruder

JTVFE ZE (80 9 ek MOBIL T s 08 #1001 AU 3 22 45 L 06 i 8 SR B e JF R 190 2 B B BIL#
3.4.16

HIREIETHAL  hot feed extruder

MR A1 S B 75 e 48 S B LT B 1T L
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3.4.17
AEREHFHI  cold feed extruder
MR B BB A T Se 28 R A SR AT BT H BIL
3.4.18
AT plasticator
TV SERT K 1 JE 17 14 2 M8 R B ML 2
3.4.19
EAFEMYL  mixer-extruder
FHSEAF HEAT IR R B B th AL .
3.4.20
(BEOIEHIHVL  (rubber) pelletizer
5 3 J TR M BB T R JBE R A 5 H L
3.4.21
FEEEHL  strainer
VB R B TR R E | P A S ek e D R, LA B 2 R AR R BE L AL
3.4.22
FFHEHK#L extruder sheeter
e B HH B SRR BT B AL . ol FRLBUR B LD ML sl OUER A B ML RUR R P S 2 . 38 H H A% 3 L
HE i ek R AT BF AR .
3.4.23
S5 HEY  multi-extruder
PG L LS AL B L AT 2 MR A B LA
3.4.24
HESHFHHL  vented extruder
VA HES T LA G0 B o T R ob A RO B A R A DL HEBR B L.
3.4.25
HETHLE GSMERDIFHM  pin barrel (cold feed) extruder
FEAL TR L e A R 1 ) 57 1 HE 300 A9 5 T A ROBHSE AL .
3.4.26
HERAXBFHM  gear extruder
TRI) FH VR A 0 O 5 19 R DR = Al 1) 5 SR D BIL B
3.4.27
BIEHFEH  compounding extruder
FHF 9 RS s n w50 9 5 Aok 28k Ja el R CHEOR BRI L.
3.4.28
RIS HAL  plastics feed extruder
FH T &5 F S L 0 T8 A A BRL A 5 1 BIL .
3.4.29
B & HH  plastics foam extruder;extruder for foamed plastics
PO I A R AR B9 B AL
3.4.30
Fral R BE BRI AL plastics cascade extruder;plastics stepped extruder
o P 5 502 B R IR S B AL
12
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3.4.31
S HEES  dispersive mixing
3 3o IR o A A ] 2E 3 e R B 5 Y ORE RS g i)y L R X ST RO R R
3.4.32
7R E  distributive mixing
A IR Bk AT A R 2H ek d S HEA L 2H A i AR B A PR 3 T O A
3.4.33
HEM M compounding modification
5 T e T A LA S () A 2 Y B W — 5 L 1) A — S A B RN Y B (RO R i LOR & sl A
S [F]  AE RS 73 e 5 A [R) S5 A X 73 J5T 85k 5 A7 A (5] 00 58 5 A — 2 Tl S S A bR A R B 1) CRE ) iz
T F I LR A T B A R E PERE A R S W IR Y ik
3.4.34
WM filling modification
TE AW D ds i Ho A TS ML A L CGAs 3R« DLl H g 2 RE i TR 6 L HT 1 fE ol 5 IS il A
7%
3.4.35
SR strengthening modification
TE AP I ACET 2 R G 506 4 DA 20 J 2 e pe i vk
3.4.36
R RE#FH  reaction extrusion
FEFF I BLA A 5 B A 5 G B0 A SR A A 5 B i i ik
3.4.37
RiZEFFH  devolatilization extrusion
FEFS P IR BR B 0] K LA R B R = ) S R A A
3.4.38
WEHFEEIE  screw speed
BEFF B0 T e L . — MR T 9 00 B R B B R R RO
PR (r/min) .

3.4.39

BB feed zone; feed section

n e

BRAT sz AR RL . O 1) 28 Al B 25 A X EL
3.4.40

W{LEE plasticizing zone

SIS R B

BT LA DRORHBGXOR a W et i A7 IR 92 e R G A9 I B,
3.4.41

¥ B  metering zone; homogenizing zone
BEOFT 10 28 1 B 5 O RO UK R HE — 25 e IR AR B X B
3.4.42
BFHE  extrusion output
BT B B 9B R B KRR
i Ak T 3B /N R (kg/h) .
13
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3.4.43
b E  specific rate
HEFT 0 0 5 1 A
iE: A T s B (ke/ o).
3.4.44
Z NI E  nominal specific power:theoretical specific power
BEANBHIN T 1 kg Bk 7 7 B 3 b S WL EY A Sh %
AR T RET /N [kW/ (kg/hy ],
3.4.45
SFREETNE  actual specific power
L PR IEFERY AR S AL S PR 5B B2 .
3.4.46
L BEFE  specific energy consumption norm
e L O 7 AR BT FE BB B L BRI LD SRR 0 T T PRI AR M L RE SR R
FERRNTES TRk k).
3.4.47
HLESE head pressure;die pressure
MLk RS
B HALBL Sk b B 465 A 5
3.4.48
Rﬂ sSCrew
HA R AR R 80 . HLZE VLT N BESE AP R 214,
3.4.49
BIFEHERIZ screw diameter
SRR D BREGH A A AME L O T HE I RT3 ) 48 0 H A S MR 0 A AR R i R AR AR
3.4.50
2FFHRIE  screw internal diameter
BT R A RTE A D AR
3.4.51
EITFHEZ L screw outside diameter/internal diameter ratio
B HR BT REZLL.
3.4.52
BHBEHITIEKE effective screw length
B ITIERBSKE  screw effective length
P BSOFF i ek B SR A0 43 T 1R Ach 28 B3R T Sk TR S 1
3.4.53
K&tk length/diameter ratio
TR  screw length/diameter ratio
BITAATAEKRESBITEZZ I,
3.4.54
S REMKELL  screw length/small end diameter ratio
B TAER A RKESDLERZI.
14
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3.4.55

E48tE  compression ratio

BHRER-1TSEREMOERSE/N - SBREBMHERZI,
3.4.56

#fE barrel

A 5 8T T AR 4109 f R 1
3.4.57

#E liner

R AEPLE N — A T Y TR ol RN B Al
3.4.58

FrE  center height

BEFT3h 0 2k A A H BIL TS - T Y B RS
3.4.59

BTN AFER  nominal diameter of the small end of a screw

VL BT Al 2 Sy i o 1) MELFT S 1T N 2 B AR L
3.4.60

B KiwAFFEE  nominal diameter of the big end of a screw

DL BEFT Il 2R Sy B o ) AT A AT TR 3 2 PR ELEE
3.4.61

M#AGESE  heating device

BE (W 3k B L 20 5 P o WL e
3.4.62

(HLEI$HET  (barrel) pin

MALTE SN 47 A i Sk 40 AR SR S v, 0 SRR PN T sk S 3 0 D s R R AR T B A
3.4.63

WEHEF T  twin-conical screw

WR DR e R T I A S T Y R
3.4.64

BAFITHE  screw element

A B TR E D RE A B AT AR A JL A 45 S A S 800 24 a1 46 S ik oo TR B oo 5
3.4.65

PR ASH  screw shaft

FH 745 BR AT TT 14— o SRR H 5 f I 4% 1 470 R mry il AR 2 4
3.4.66

BH#FAHE  screw combination

WA serew configuration

BT AS [ 09V ol 0t B A b 20K K A [ T R 9 S8 AT T 14tk A7 HE 9 (a7
3.4.67

HE T conveying element

B2 Ieff  screw thread element

AL T ik W R IR EOE Je Pk — MO AT E . A SR S A7 E R A B e ik



GB/T 36587—2018

3.4.68

##48F kneading disc

EREE: S

HAWRG D RER A [T BER RoR 2, e oh e B AH 4 T el 46 0% 0 10 30 0 T 1L [l 4 faly i) 48 T 48 B it
AR T 1
3.4.69

AT kneading element;kneading block

ELRERI

Wi &I intermeshing element

#r ARG AT — & W5 A AL TR IR R TT T — R A e . AR R A W BR S T R A

i,
3.4.70

% #2#  turbine mixing element; TME

I e F

6] Jil 13 A o A 2R ZE 04 4 iy 0] 23082 B ST A
3.4.71

TIBAT % H 41530 %  twin-screw extruder gearbox

FH T AR5 el B R 9RAE 3 (15 3 T A% S 80 4F . — A T4 [0 1) sl S 1) 0 A% 1 . HL B B AR 2 ALK
A 1) g ) 4 S
3.4.72

BRI ENETFE  single-screw extruder gearbox

FH T SR Bl O SRR 3R 16 3 Ty A& Sh s . i o il — S R il FL &5 L RE B8 R A2 BRI T
3.4.73

PR2#F B8 screw centre distance

4 SF- A A T A R T 2 2 ) A B
3.4.74

L4  specific torque

M FHEE torque grade parameter

T A URAT B WL AR 1 RS 80, A b 5% T SR AR AT G 68 R 28 iy 5 O H i S R A O B
=TT Z .
3.4.75

R EIPE  clearance between screw and barrel

R AT 15 BILTET PO RE 22 ) 9 dpe /DN (] B
3.4.76

AT EIPE  clearance between screws

- FRSRFT B 88 0 IO 5 g — AR AT A1t MR VG 8 22 T ) e /N [ B

3.4.77

HHRHEE  feed device

RN 50 W0 L oRE ECRH I B4 L O 4 2200 L B0 e 45 AL AR R R
3.4.78

IRELHL  feeder

HH T8 B0 ) 55 AL AP RN AILER . — T B0 T EEREATL 0 MR B 7 B 0 N AT AR Y

16
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3.4.79

U IEFEIH.  side-feeder

55 M0 R BIL R AR TR BRI IR AT L R MORLPL .
3.4.80

LEFXMEIIL  loss-weight feeder; gravimetric feeder

o A RLHFE

& E AT

A o AG L < e A A Ay O 8 R AR A 4% sk i Y EORLAIL
3.4.81

AR EAL  volumetric feeder

AEE 4 O e BT ) T T A4 R IR A EOREIL
3.4.82

SEH NREL  force feeder

K FH R THE 435 44 15 HE A 4 HE 8/ AL HICHD R A B 355 L L b B ROBLAIL
3.4.83

MRRIAEE feeding precision

WL ATL MRt A i o WA R L R I RORE AL S B MR i 5 1R S RO 0 D S R R A A Lok R R
3.4.84

MRHEE  feed roller

FE W1 &b, FH LA 5 o Rk Y 4R
3.4.85

IBHREEETEE  throttle device

55 455 AL G 2260 FH 38 e oS0 e AR O 1) R /0 oA i A AR A A5 LR AL o ) 057 B B T L DA T R e e (R
R R AL,
3.4.86

FEEIESE start-up valve device

FEM start-up valve

55 W HLEC IS H L e B AR B AL R ORI RN T B I A O I o I R g 2% WL ZE) L H )
Sl R 11 B R 5

5 UL LI 6 WL T 1 2645 2 R BB BL P AL 75 0K A RS B R S
W,
3.4.87

IBHEHRREE  melt gear pump

BEHERR

S5H ML EMEH . T & RSt e i e R
3.4.88

BAGTREER  melt filter

M B screen changer

BAEAE WRRLE ML s, T S B R R T ) e T e
3.4.89

BREAE  static mixer

I 52 TE 7 1 HL 5 Bk Z R i B A R IR & 4% .
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3.4.90

AL pelletizer

i A BERE V) 7T, K 2 R A FL A A Rk U UORE A HIL A
3.4.91

P& #1  strand pelletizer

T Tl Rk th BEFL AT 28 5 1P RS - 202 AR F D) BCBORL B9 DR AL
3.4.92

K TFHIRIHL  underwater pelletizer

T AR M 352 Y AE KA L ek el LT ER S T ) RRURT O B K 4 B DAL
3.4.93

FETIIKHL  hobbing cutter pelletizer

S B 0 RE e AR 5 S e 3 B Bk IR R 22 20 T e U0 00 CRIVER ) U0 R R D B R UTREIL .
3.4.94

BOYIRIANL  eccentric pelletizer

K75 Fh 0k fh B ARCET LS L S B g O 1 JE % U0 0 1) B ASORL O 28 VB K B 2 AR D REPL, R — R
[REIE TS Ron = RV i 2RI A EE ) i ES R R b T SR e
3.4.95

K TFHLZPIALIAL  underwater strand pelletizer

Ji B W0 e i R 5T A2 5 DB OB IR B A% R AR U 8l Y 2K L 3T AR K Bl e U0 0 0 80 R Y )
Kbl
3.4.96

KEREIHIH  water ring pelletizer

V2 HI 2K DA R VAL B A A8 ) N T i R A A B ST T2 B — A AT 80 B R E BAR K . Rl R o A
M5 L I o RIVR e i 1) 70 U0 CASORE L 3F8 0 g% 3 R 17K 2 e H R UDREBL
3.4.97

KERFEBHEE  pellet diverter valve

Cib SN

FH T2 B OB A #8540 B BOR A PR A By e
3.4.98

BOTRESE  pellet centrifugal dryer

Bk B O F IR

) &0 SEBR ™ A ORE 5 K 53 25 0 TR LS .
3.4.99

REN 544 | vibrating screen classifier

iR 3h i

A8 U P4 17 R 3 R4 KR 43 A () R A L 28
3.4.100

B blending

H A TR 0 R 7 S IR o T LA T A A AL 20 i 6 40 A 5 S O AR R I Y 5
3.4.101

(O #k  (extruder) head

¥k head

{57 F 455 L1 ALAL T Lb R s e e i HL A A

18
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3.4.102

ALk  side delivery head

H I T 1) 5 R AT O 2R — R A AU BL K .
3.4.103

T ##lsk T-head

BNk

HY B8y ) 5 BT i 2 G LA T 2 S S L g ) B LSk A TR ALk
3.4.104

LM%  L-head

HH 2 T 6] b5 R AT O 2R W L A L T TR SERE R R Pl 3k
3.4.105

HERIALL  pelletizer head

I R TR A I T R R B L3k
3.4.106

FEREMLSL  strainer head

A TE R LB 2 OB R e BT R ALk
3.4.107

BEAL  roller head

FH AR B A J ek i A7 I BY Y BIL Sk
3.4.108

SEFHML  multi-head

JUFP R 2 i 7 — B R, 0B A5 A B ALk
3.4.109

B4k shear head

i e A3 3k AL S e 5 50l 2 (] % m T 3 (e B L R D I A B ) 8 T RO 7 A A o R
I 3 A A Y B Lk
3.4.110

&4  channel plate

FEAEALL N A W EIE TR, 51 S PR sl i d e
3.4.111

4R spread plate;retainer plate

A7 AL A 0 (4 ek fh e e 4z Bl Ry T 2R AR Bl BN S TR S A i A 2 L.
3.4.112

S8 multi-core

R AL S I 1Ak s £ LA 38 0 A 1 MR ek A G R Y T RDJEZ AR, 15 5 11 B T A A e
3.4.113

0% die

mg;

PEAEAL S R | Ad B PR R T AL B RSB R iR RUE R 2HA .
3.4.114

A8 cone:core;inside die

B

BEAEML e A o 55 1 ek A I A ) SR P e e T RO B A
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3.4.115
WEVEE  spider; bridge
FAETT ML L SOARGE B 2 F .
3.4.116
EfEFE sizing system;calibrator
FF PR b S BE W 0 R 50 % ZIE L FH L ol R DA TR e 5 8 v R B A A T AR R RS Il
HAS HE RIBY %
3.4.117
ZF5/4E  nip roll
ot 9 S R AT e FE RN EE S| SR .
3.4.118
ZFES|EE  take-off speed
a5 | 2 VAR ol o Y 2R T
3.4.119
ZES[$EE  take-off device
FH LA 5| ke 28 ) 5 0 4
3.4.120
BHEIER  cooling device
JH VAV E 52l i o Y e
3.4.121
LRI E  wind up unit
(I 3.3.42)
3.4.122
IR|3EHE  cutting device
A4 8] 5 T G o 2R D) BT T I R A
3.4.123
BRFHEZHEN  rotary-table extruder for shoes
JU T 5%t 2 A i 5 25 A 85 v o G At o B 22 S AR BT I PL.
3.4.124
BRI H A EAL  plastics extrusion accessory
B35 S BILC L A FTT o5 5 008 s A ) o 5 e ot o B A
3.4.125
BHFHULAE plastics extrusion line
FH Y8 RBT T B H A BT ZE B 5 o R ) o A R T R
3.4.126
BRI HMWBEREYL  plastics blown-film extrusion accessory
B35 S LEC B0 HT , B L 00 Jie A o il 1 947 ek T B (1) 1 7R 08
3.4.127
BT EREREEAL plastics flat-blown film extrusion accessory
53 I HLHC B A HT L BEAS L 1 A 7 S e il kg 98 e T 06 11 B ARY R 4,
3.4.128
BRI TREEEYL  plastics downward blown-film extrusion accessory; plastics bottom blown-
film extrusion accessory
5555 L OLC 22 8 7T o B 57 L A A ) T w2 e o 0 A

20
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3.4.129
BARFHESEREHL plastics heavy duty film extrusion accessory
SZ A8 VLB EM A . 5E% 2 G 5 M ALET A i AR il nl 22 2 & 45 Ay i Y 1 95 .
3.4.130
BRHFFHESEEM  plastics laminate film extrusion accessory
5 HLEL 0 RN FUAE R A LM B S — R iR
3.4.131
SRR MBI IEFEE AL plastics biaxial orientation film extrusion accessory
581 LG £ X 5 L 09 BB B A X0 T e ) AL R A
3.4.132
R H B EH AL plastics blown-film bag-making extrusion accessory
5 5% M HLAC B 0 1 . 58K BT A e B AR e 4« b ) s D A B A A R A
3.4.133
BB BB EDRIERE S HL  plastics blown-film printing accessory
55 I HLEC TS H . BB 5 L AE 1A T 28 K - BB E AT B AR 9 RS i 4%
3.4.134
ST W kIR 41 plastics double die blown-film accessory
HH L EMH , alKE — & B LS R KR 38 A P £ A B TR] R I ) i 0 e R R SRR P iR
3.4.135
B H Rk BB ED R ) 2541 plastics extrusion blown-film bag-making printing accessory
555 LT B . BB B 0l 78 v 3 R[] s B 9 1 A 3k 48 i
3.4.136
BB HHAR AL plastics sheet extrusion accessory
55 ARG H L BB BT b0 U AR b B R 1 A
3.4.137
BRFHEEMEEHL  plastics skin foam sheet extrusion accessory
5 5F R HLAC £ T L R E5 B9 AR A 6 A5 A ) AR BE B AL 4
3.4.138
AR H EL B4 ML plastics corrugated sheet extrusion accessory
53 I HLEC B A BEAG 5 L 0 9 A ] I O A% AR 1 T 7
3.4.139
BT HEENL  plastics pipe extrusion accessory
555 HALECZ A H . BEHF 47 Hh 0 o (A ] B T 98 R A 1 Y R
3.4.140
ARFHEE WML plastics hose extrusion accessory
S 6% LA 6 L B % L B A DA il ke o o 2 A A I B
3.4.141
BRFHESE®YL  plastics corrugated pipe extrusion accessory
555 (L HLAC 22 08 1 B 5 Ly 0% 0 A ) R iple S8R b I R
3.4.142
BRI SRMEHL  plastics profile extrusion accessory
545 it HLHC £ 68 H L B35 L 0 45 14 ) B 52 AR BA o 0 R 4
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3.4.143
#RIF H ISR MM plastics pelletizing extrusion accessory
545 OB E RGBT o s A Rk Y A T
3.4.144
W HR £ 84 plastics fiber spinning extrusion accessory
L5455 i BLC L2 48 10, G R F5F L A A o 22 0 R A 3
3.4.145
BRI BB B P Sl plastics tearing film extrusion accessory
5555 I ALEC A2 0T L BB A B H A A 8 1 T T 485 2 Lty o 24 A R R A
3.4.146
BRFHFEERRELMAL  plastics flat fiber extrusion accessory
554 S BILIC S PR BB A Al R )l 24 A A
3.4.147
B E AL plastics belt extrusion accessory
R R INESS R G R G R R At R D A et )RR
3.4.148
BREHFHITEHEEH  plastics packaging tape extrusion accessory
550 UUEC A2 L BT B 10 0 A 7 P AR e A IO T A 1 R i
3.4.149
BREFHBEHRBEMWIL  plastics cable covering extrusion accessory
SEREREINIVE S U DR TR IR Rk iR
3.4.150
BB EAELS electromagnetic heating system
) Yl T g T 58 0 A A T A R 7 R T AT 1 4 T b RL P T A R DT A A g 4 TR 4 fih B
G BRI R R 5

3.5 ARBXEERLE ST AL BUANL A

3.5.1
B RES BB M rubber and plastics injection moulding machine
P TS G A R R 2 1 AR T / R g hn T JEURE B T GBI T AT R RS A
AL 45 T BE 11 B AR BIL AR
3.5.2
AR ES B vertical injection moulding machine
T 5 2R 5 1R 2k L — B T 2 RS A T S BRI L
3.5.3
AR FESRAEAL angle-type inection moulding machine
TF 5 2% B 2 5 5 R 2R M Wb A HL 2 — o A B RS Y T S R ML
3.5.4
HEXEAESAEH  plunger/piston plastics injection moulding machine
JIAE 28 o0 5 2 0 S T 5 ) B ) M8 R 0 S R BIL
3.5.5
EAFAERXERFHABH  screw plunger plastics injection moulding machine
P BB A % X A 2 0 1k R i S o B Y B Rk i S IR R AL
22
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3.5.6

HEMEERLGES A AL thermosets injection moulding machine

T 28 % T ELAT T A [T 2R R A FS T AR L AR A L 5 AR L B L B A T S R IL
3.5.7

ZEFSGAEY. multi-mold injection moulding machine

SR E B A M ol UL E T AR T S R AL
3.5.8

ZHESEHKREH  multi-component injection moulding machine

LA B A0 7 s 99 A LA B R A S €0 A 08 T S BRI
3.5.9

2 HEIHEHFHEBEN  allelectric plastics injection moulding machine

B B T 5 T SRR A A BT sh A R R S PIL- DU A% Bh BT S B AY WOk S A HIL
3.5.10

“RAERES BB two platen plastics injection moulding machine

BTRRE F AUAE A s AR R Bl 4SS b 2 ) () SR S R L
3.5.11

AH#EEE clamping unit

HA B EER LG 8GE s e SRS R e & .
3.5.12

ESHEE  injection unit

THER

EAT Bkl i BT S DO A 4 .
3.5.13

BEAFL  screw tip

BT ORAT T Sa  AE 5AR 0 A i — D IR &) [R) e BR R 1k 3 B T T A s A 4
3.5.14

1Ei#% 2R check valve;locking ring

BT ) B 5 RT3 22 8] FE ST P 35 P AR L H A Bk A A R GRS R T R
TSR AR A 24
3.5.15

#5138 screw collar; pressure ring

LT R A v A A L & 1k 300 A AR i A b SR AR BE A O BT O MR v A T A
3.5.16

BI#HLT  endcap;head of barrel

Mg L=

BT W 5 AL Z a) LA I AL 6 RS e A A
3.5.17

B%IX  mixing ring

BT R L AE B R BAT IR G R R R AT
3.5.18

A screw

(W, 3.4.48)
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3.5.19
HLfE  barrel
(W 3.4.56)
3.5.20

FESHHEZE  plunger; piston

T 5 2 o e AR ABE B 0 [ TR A
3.5.21

it spreader

TESEALAE B b B UL L FLA R R A A A L SR AR 05 D) L SB AR R A R ) R Y IR AR A
3.5.22

B  nozzle
TEMUE /T 0 25 10 g o 5B LR LA W 5 A9 38 A 24
3.5.23

TRH#F  ejection pin;ejection bar

TE T % B 1 A BT R oh L ] PF S BE R 1
3.5.24

Zh#%4E moving platen

TEA R B, B H L Y Ry iz shag B .
3.5.25

TEiE R fixing platen;fixed platen

FEO RIS B rp 2 BT [8] e AEHLAE T AR .
3.5.26

BFFF  tie bar

TE A B4 W b R B R B RS2 BB T F 1,
3.5.27

B core

FLEASE L G 7R b o) s N AL 31
3.5.28

HF core

o

RE AR YRR AR AT L 3h 1 RS2
3.5.29

WEAEMFL center bore

{7 5 M i B R B e S AR LS L L AL
3.5.30

§i4#8 51 clamping force

SR T EE R L s e ELE .
3.5.31

FIFFMEEE  distance between tiebars;tie bar clearance

A B T RLRT P 2 ) B K R
3.5.32

F#E17# mold opening stroke

ah AR T 5E #% 3l 1 B RIS

24
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3.5.33
F/E&(B/H)HEEFE  mold opening/closing time
SR 58 T /5 45z 3h Ay 5 T]
3.5.34
FH/E(R/AEEE mold opening/closing speed
B IT /5 A5z B i) B
3.5.35
F/ER/H EmM/BERE  mold opening/closing accelerated/deceleratedspeed
FE/ G U /D BERE SR BE 72 16 55 B I ) 59 LA
3.5.36
®AHEE  maximum mold height
SR 5 0k B AR/ PR R) BT Fo VE 0 A dR R LR,
3.5.37
&/M%E  minimum mold height
B A 5 B AR PR R) B F V8 P 00 dR /LR
3.5.38
B/MMEE R  minimum mold size
Fe AT BB EL K U5 10 5 T O ) A R R
3.5.39
BAHER  screw diameter
(W 3.4.49)
3.5.40
AT 2k screw L/D;screw length/diameter ratio
(I 3.4.53)
3.5.41
IEiLiF AT calculated injection capacity ; theoretical injection capacity
T S50 24 B T S B ROFT O Y — K e R R R R R
3.5.42
SEBRFEHIE  practical injection shot weight
YO 3 T e RAT R A R T
3.5.43
¥A{LBEH  plasticizing capacity
B AN BN i) ] 28 A R Y i K R
3.5.44
FEHEE  injection speed
Kof 25 T S ) o BT B i) P A B
3.5.45
EGtATE  injection time
TE 59 7 1 B {4 i i) e 1]
3.5.46
FEBHEZE  injection rate
B B ] A AT S A ) B R I AR

S
o
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3.5.47

FESHES  injection pressure

T S it T B0 2 iy T A P A A A B (e T PR L R e R A
3.5.48

W KB  max,daylight between platens

o 1 B Bl M R ) Y R R R
3.5.49

fREES  holding pressure

FE 1 G He O S S S8R Si0H: 2 i S0 AR FH AE e IR s e AR B i R .
3.5.50

{RIERTE  holding time

e 1 5 705 4 T 0 i e
3.5.51

EE  back pressure

A SR AT TR ) 035 (A vt T R AT /AR SERY SR L
3.5.52

SHEERATE  dry cycle time

F & 58

2 (B FR I 8] 45 JC U S AT B AR L B s B — 0 S 3 B Y I () B A L OGRS [A] | AR ]
VA A5 vt 1]
3.5.53

4@\ EE rotary platen diameter

FIIF 22 e L IR BLAT e 5% o BE A % k1 s R LA
3.5.54

& AE bearing capacity of rotary platen

B B BT AU 8 0 di RO LU i
3.5.55

A platen moving force

BARER SuUR LA (Rl 8 T P
3.5.56

S mold break force

F#F  mold opening force

ol 185 5T BY 1T 0 5 9 1)
3.5.57

TMH A1 ejector force

[0 0% 2 S5 A 00 A it o A ] o BB R iy g
3.5.58

TRHATE  ejector stroke

T tH T (B R sh R g
3.5.59

LA TEEKX  automatic mode

e AT I A SRR TAERL,

26
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3.5.60

EXHHMITIEEX  semi-automatic mode

Bl 8] — 5 S IHE— i B F— B W Z R — M5 5 A TR s fr Ay TAER L,
3.5.61

FEHIEHEKX  manuval mode

BLF iy Dy e & 38 o P A Bl AT Fahmmi ey . Fah UEBLA 8N Tl SES &, MR fiE i
MR LEAEX,
3.5.62

{EEHESR  mold protection

A L TR B S I B L L B A Y B B N S R e B e R X R Bk A R i B A
3.5.63

4  mold break;mold unlocking

TEIRMLFEBERI 4R B B LU 25 19 B 0 B B il B L 4 AU T 4 25 1 3 A
3.5.64

A HIEFE  cooling time

PRI EE SIS - 1 Rk IR 75 B0 EL o [5 4k A% B 1)
3.5.65

WAL At E  curing time

P FE 45 AR« R 45 HL A A2 16 Rz 107 A9 I 1)
3.5.66

HRIE switchover

TE ST b i S U0 e R O B B i 4 )
3.5.67

FlE  cushion

TE 5958 BUIS A1 b ) 8 Aok
3.5.68

EM purge

R 405 i I e s ) e O o A SR A R T S R R
3.5.69

Bhifi#E  decompression ; suckback

59 5 SO RHE 19 84T 5 R sh0E . LU /D 8T A dm i N LU T
3.5.70

MRS air blast

il e SRS B 3 o T 7 il S5 D T WA P o B o e R
3.5.71

MiWE#ERL 51 nozzle contact force

s W8 T 85 L8 10 o T B ok 3 S B At 3 1 e 5 b 4 il kb i 1 Y
3.5.72

BEJEE mold height adjust

I 4 BT B 2 B TR EE L L3S 1o A R A5 B Y e 1T 60 Bl A
3.5.73

fF#  core in

BEH LS i S

S
|
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3.5.74
fFiB core out
LRl R B
3.5.75
FFELEN  core in parallel
oh b R R A A 7 R s A A D RE
3.5.76
£ ZF  screw core
ol 2 S AUR e ST o P S
3.5.77
B4 JRBhIhEE  cold start function
JOT W7 12 AT A R e R T RS T L SRAT R A S B T T
3.5.78
fRi® standby temperature;temperature reduction
FETFHLRE R AL — 8 B ] A A T B HLHEA T4 A . DL AR IR 1 30 I PR 81 £ R 0 L o Lk i
Tk ik #43 fee 1 Zh RE .
3.5.79
FBEINMES electromagnetic heating energy saving system
(W 3.4.150)

3.6 HRBTE R E UL

3.6.1

ERREBREEBHERELETS#%®E complete set of pyrolysis equipment for waste rubber and
waste plastic to oil

Vo PEAGE | 1 HEORE I Ak 2 A 7 LR SRR AN BE TR BN W B B A T R A
3.6.2

EEXHNELETESE  continuous complete production set

B AR | P EEOR I 23k A B AR PO AT R HORE A BE el R R A ) % B S
Eoia 3
3.6.3

B e ELETSE periodical complete production set

VG EAR I | P2 SR T A A 9 THIR B R R AN TT R AR e S I A R HE L A = L sk
A7 B8 AR 7 i I A A
3.6.4

ZIfREE  pyrolysis reactor

S AR e SRR T R RN ) AR

4 BEERNWHEAE

4.1 ZEIH

411
=Bl fabric dipping machine
XoF EF AT IR A 25 T e LR R R A TR R TR A B A DL
28
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4.1.2

Bk E T fabric dipping and heat stretching line

WAL SE T 4R AT P B L2 358 0 SR A T 0T LT I L AR o A AR e A A PR K s LB
4.1.3

F1RKX drying zone

EF 4 W A BEFLIR BT AR S A — o Bk R SRR BT TR B Y KB, HI L PR
K G I R R A A
4.1.4

#HAHEHE heat stretching zone

fL2E 2 # A WA 7F — 5 A 3K 0 IR RN TR SR R T L A AR bk Ak B A XBE . LU ARy
ST 1) I A B e
4.1.5

AEREKX normalizing zone

f F 2T detii AT 28 3P St b B L 7E — s R 5K 7 LRI ) SR R L E A T AR A B X B .
DA b k35 S 1] 45 315 B 9 R 7 BSOE $A I ok b S IR .
4.1.6

AHIX cooling zone

TE2E 2T HE AT VAT 28 £ R AR IS L A — 58 ) 5K 7 L B Ta) R R S5 1R R B AT v A DLS R ek Wi s
X Et.,
4.1.7

=&t dipping tank

A FAFHGR R r R B ay Rl i H SR TR E
4.1.8

FHR3EE squeezing unit

A 8 el 2 o R R 0 B A R T R IS A9 A R R B BT He L LBR & — & o 2R BFLE BRIl 2 &
BRI e T
4.1.9

HKFER tension stand

PRI S iz A7 i, ) A A 7R 0 TR A 2 S o ol A 408 1P 2 L 22 1) A9 A Ak A2 1) i g A 2

4.2 FETHLA

4.2.1

HETH  cutter

W5 e I B £ 4R 7 A LA 2 A ol 0 2 A A Rl R R B RE R AR R 1 A B Y BIL A .
422

HUEFHEBA  textile bias cutter

FH 383 T2 9 45 4 75 A RHRE CEL AR RN A ol 90T BOZRINT AL, B H th TP B 8 A e | G E
MR E EREE BRI ESHN.
4.2.3

BpX L ET4L  horizontal bias cutter

JBE At Ak T KPR A A7 Ak R 1) B B AL
4.2.4

A HBTHL  vertical bias cutter

JBE A Ak 5 2 R A A T R AR YRR T HIL .
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4.2.5

SAFAEY  high table bias cutter

Fia R BT B %) — ol L o DR 26 R 3 A 2R A T o 6 0 SR Y S RO A B 28 U M o Y R A Sk
4.2.6

ERFHMTH  fixed angle bias cutter

T AR R AL DR EL . R — R 457 s R — R AR B L E T LUK T 4 R A R A
4.2.7

B E(EHHL  slitter

VT R At R DDA 1) T 2 i A SR R T A i 2 D) RS A A A 2 I R T AL
4.2.8

LA HEMWAL  combination bias cutter with slitter

RS A SRR ASTAY SE AN A% Sk S IR AR AR AR B L. TR L R R T AL L 4 Sk IR
VIR TSR
4.2.9

WL BWHH BT steel cord fabric cutter

FH T 50 2255 A bR CE IR W/ D 00 MR HL. % M I PR E M & R E A
EAEE BN L2 A 0 S AT B IO A AT

4.2.10
#HEFERE  cutting width
T 6 W 2k 2 1) 1) T VS
4.2.11

HWTAE cutting angle

8 W 2 55 3 A 1) BTS2 B B0 AR BN AR R R
4212

HUTSAZE  cutting rate

AL A AR L0 Bl i 38 D Ok o
4,213

HETEEE cutting speed

TERRWTET 88 ) 5 e A Ay AR XS # 3l B
4214

E#2§F fabric clamp

PR AR B 2205 A0 e B T R WA
4.2.15

ELIEE  splicer

7 368 W i 2 T e o e AT 0 22 A Sk L D A i R A e IR R
4.2.16

Bih%E edge gummer

TE 22505 A 09 B i1 AL I i e &
4.2.17

ML steel cord

H AR IR B BT AL Z .
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4.2.18
B3 H bottom apply system
L3 WA KT AL L N 22 A AT A T A AR E
4,2.19
#H 713 A intersection angle of blade
WMy LRI OS5 R O8%MH .
4.2.20
MLFHEE  steel cord fabric thickness
B TAT M 225 22 )2 B .
4.2.21
B WM E  efficient cutting length
£F Y uli B 22 75 A 59 ) B Ky T #DTHR

43 —EwmLH

4.3.1
EIRFRILHL  platen press;daylight press; press
A7 P He = B DA b RO Aol R e ol et 2 TS TR AR o ) R A SR 8] 52 b B Ak D BIL
4.3.2
B FER R automatic mold opening press
R FT IT 5 A i ofil 50 B Fl A Y B8 11 0 9 T 3k AT -G 1 P AR AL AL
4.3.3
B #F FERX WA synchronous mold opening press
R E R AEAEYL  foaming press
A 0] {5 2% B R [R] 25 A 89 BLAS B F AR e A BIL .
4.3.4
WMEZHXEWRBMAHY  vacuum press
HoAG 75 e A Rl B0 DAHERR B fh A 70 A Je el v A 1 S AR AR L
4.3.5
EFEEFRFELA  transfer molding press
1% i fESE MU kL transfer molding press
FHAE ZE 20 He TR 0 5 R R A BERY L B8 J5 0 176 £k 19 - AR B AR L
4.3.6
S FHRFLH  open-side press; jaw-type press
R g — 0 1 S SR %) HE R R S R S B R A L
4.3.7
ERFHEAINE multi-unit press
i 2 5 A1 [7) 1 P AR il A HLZE Wi, A L R Y e B LSS 0 B ol e B 1 2 TV Bl fL BLAR
4.3.8
E# number of openings
VR f BIL B AR 2 () 5 R B B L HE (R S T AR D 1,
4.3.9
PAEBEE  daylight
AR B A AL TE I T AR B P AT AR Y R R TR
31
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4.3.10

#if  platen

PAL IR AT P T A A A T 0 B R o ) HE AT i BRI N e Y 43 T AR
4.3.11

(E)#R  beam

BT M AR AL e I AR A BL A BLAR A LS B S CHE R B0 R T L AR e R TR E R Y
I,
4.3.12

SFEA  bolster

W3S moving bolster

TE P MR A L AL o H T [ 5 AHR I reg A0 4 388 FE 7 109 7% 3 FE AR .
4.3.13

it strain rod

FEV- R BR AL L, i b T 5 AL 0 53R T 1
4.3.14

#E  strain plate

TEP ARG AL AL, 1% 25 FRR S50 IT A & A A BCIRE
4.3.15

4% side strain plate

FE V- MR A AL WL A F Ao 22 A P L 34 5 bR 2 5 0L P ARCIR A
4.3.16

& &  lift table; permanent shelf

{0 FF- b AL AR AE — 0 FH e R B B TR 6
4.3.17

Fiiki# autoclave;steam pan

FLA T LR PF 1 5 30 e g ) o A T g B o & 1 (8] 5 2 R T A
4.3.18

SRR T vertical autoclave

AR o 0o 2R T T KO T TR
4.3.19

EbNX#i{L## horizontal autoclave

THE R v 0 2 BE AR AR 1) il e
4.3.20

EENXTHEZE  breech lock door

BE 55 P4 L A SHE 11 R X A s B AT T A AT B — A AT SR
4.3.21

WZE carriage

iz A el i R AR T B %) A HE AR R Y N
4.3.22

ALY rotary curing machine

TE 5 3 (1 it Ak S8 R0 R g 22 100 % IE AR L e 7 56 F= il & i PR n . 445 % S Ak i BLA
4.3.23

WAE  curing drum

FE AR AL ML L A AZ TR e 6 A8 IR 2 i S 0 R L 3 b 2 s b A L HE AT O £ 6k i IR OB
HE.
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4.3.24

i EZ4E  tension roll

FE SR AL HLA A A ok B AR .
4.3.25

E/1%F  pressure belt

LE s AU AL AL L 5 Tl 3 E 5 A 2 il & o e ) BRI AT
4.3.26

Mz £ /1% woven wire pressure belt

A4 R 9 22 I A 3, A B A AR e 9 T 07
4.3.27

M ESTE  steel pressure belt

Pl 1 i T R e A3
4.3.28

HBIESA total pressure

i AL AL B P i M 5 A5 B~ ) i BB A e AR T S
4.3.29

F# 7/ mould clamping force

TR LR A L AR N R LM R LR ) .
4.3.30

4% 751  mould separating force

i 116 52 BB AL BT S AL SR AU A B Ak TV R e T P AN TR 4 ot B O el B R B AT g i
R RIAE 43 T 5 1] 43 FF 119 77 .
4.3.31

#7517  clamping force

(W 3.5.30)
4.3.32

FF# 75  mould opening force

T A oI T I BB R Y
4.3.33

455 mould ejection force

FERLIT . (o A5 e il ot ot g B AR B 55 119 0

4.4 BBAR J1ZERBR A FEHLGE

4.41

BAEFFHECEN3E S  tread extruder train equipment

F 57 ALY 00 G 1A G A SR R BRI e R YT (BB O 1Y iR %
4.4.2

FREFHEZ tread extruding line

P LA R T S HIL Sk A9 % DL ARG T 5 1 I Bl A Bl ) R 1 S i IR sh BLAR
4.4.3

FAE#FFHZEMAL  orbitread machine

JH6 1R 5% 46 L

FH 5 AL 1 I 4% 4 0 5 6 0 A0 RO 32 6 490 s 1 iy AR O 3 1T o LI I IG T8 10 AL
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4.4.4
PAEEEEH tread roughing machine
8 T T 1 B OO 5 T R R L L 4 S S T A IR
4.4.5
BEM ESKHL tread stitching press
4 ARG T 1 4 K s nE Y RS I B 0 S T 2 Sk A R S A BIL B .
4.4.6
HHEMAEY  band building machine
B AR A ol 28 e 22 45 A P SR 00 2 O B RS A T O R SE A BIL B .
4.4.7
EHERXTHEEMSH belt type band building machine
FEIIE Bz b3k i VA A f0 sl 22 I J23 405 A B U 5 9 e S g LA
4.4.8
WELTFREFHETL steel belt extrusion line
A TS 22 7 el T R 2R Ve WORHER L WL B v A LI A LA I, i 2 A 22 A ORZ i K B L.
FH 7 F B B B0 2224 2 B AR 7 2 IR VA IR BT PR e v e 5
4,49
WL B RF H &R EEEN 2k  bead insulating and winding machine; bead insulating and winding line
WL B EE T
AT AR T HE 00 B9 22 2845 i ] AR I 30 24717 i B S 1149 J2 50 1R IR I 1T 0 2 B 1 I S LA
4.4.10
Mz B #&EMHL  bead winding machine
B I 3 2271y 8 A e T I T ) S T T 1 24 B A DL B
4.4.11
EZR & winding chuck
4 22 Bl A AL o T 4 R oA AR A I T I T 2 BE
4,412
NEMHLBFHELSE L  hexagonal bead insulating and winding line
SRR 22 22 % T 00 I I 9 7S #R TG W 1T P 24 L 1 I S TR .
4,413
FREENLEZELEN  hexagonal bead winding machine
R FUHR A I 9 22 i B SE B I 3 T 28 A B A I I 1 B 22 P B BB
4.4.14
EEH L former
N I A0 2 el 4 A5 B A S 1 7 JHC A DB R vl 046 7 o TG I T A9 22 B8 L O 0 0 0 22 BB A PN LA R T I
FRIEZAR .
4.4.15
ElHfm N £ BEZEL 4l cable bead winding machine
Vg SRR 22 4 — S WL 9 T L A o ) T D v 4 B PR BB
4.4.16
WEEAHAY  bead flipping machine
XA 22 B AT A0 A B . A 0 Rk LG = A 2%

34
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4.4.17

MBS MY bead spiral wrapping machine

5 I A 2 e S 4 40, £ T 24 J8 - AL AR
4.4.18

AR B tyre building machine

TE MBI b 0 20 BOAMG 00 25 350 1 4 T 20 R G -5 BICFEY ) g B 3 s PR S A A B
4.4.19

FEEBAABEYL  diagonal tyre building machine

HF R Ac 5 B0 s RY  FE BRI ML Sk b A5 A 6 sl N 5 A A 2 L 039 22 B8 L AT A SR L W I T ARG
A0 1 B8 AR i R B
4.4.20

(FHEBIE—BRMBH  (radial ply tyre) first stage building machine

T RS G T O R T 58 UG R A5 A W 00 22 Rl L5 A 1 B S AR A ) BT PR R R 1
P .
4.4.21

(FHE&BBE_BERAN (radial ply tyre) second stage building machine

T 2R I T i R I TR I A s T e AR A R RN T ) R R Y BB
4.4.22

(FH LB —XENBAH  (radial ply tyre) single stage building machine

RN 11 S S o 1 T S L e 1 2 2 I T ol N R =N i = | T R
Al T R £ A BLB .
4.4.23

BAEMREHE  multi-station tyre building machine

TE S R A o, P AR 5 B A5 B L 9 22 & A Tl BIL A 4L R i) L L 15 iy 22 5 A ) f9 BIL A R
L[] (78 PRl R 2 BT 5 AR B WY A AL
4.4.24

EHA headstock

TEACRE LRI L R A8 A L 2l B H A% sh e B8 N e e B S 20 L AR . A AL S LRI Sk — %
el e .
4,425

RMINEFEE inside bead setter

T 46 R AL A BILAE 0 6% 16 24 R 1 ke
4.4.26

ShINEEZETE  outside bead setter

e T HC e I BB A AT 21 el A B S b B A 22 B A R T
4.4.27

TE4EFEE underneath stitcher

FRERAL T B ALk PR R .
4.4.28

BERIEE  back stitcher

FEARAE T I B e 5 5 B9 78 1 8 CE LI ML 3k g o T 0067 1 52 1 85 AHDUT B — D) L 3 5 e
A PEAR 1) il ) R g S B) .
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4.4.29

IEE€3E turn down device

B ALk R AN IR IR T i BT IR m i p 3 B sl IE AR A R RS,
4.4.30

RE#EE  turn up device

BTV 22 B TS 0% B R 5 A AT AR b O O R N 22 B Y e L L R A R L R T S
4.4.31

A E#E  poke bar

SR A B Y 8 AR 3 A5 A 12 e R DR i i 2 30 R BIL Sk b 25 I T [
4.4.32

EMALLE  left hand stock

B2 tail stock

e HA WKL AT o 10 SR L A R AT A TR 2 RRR I 1 i e
4.4.33

%EEENHAW. belt ply up machine

By B2 Sy o2 5 G A IR 2R IR PR S f LA . B T AR R — R P T A

LR G B R AL A 2R B
4.4.34

NWE&E  ply up drum

FE 7 42 W S AL ECAT A S8 0 S LS AL R, T R R B0 A6 2 W S I SO B . A8 R I s
P A 16) 7 4
4.4.35

LB 3EHE  transfering device

T A AL BL P NG G TR YA S 7 2 B 1 2 8RR R A R MU A S A i ) A
RUMLL e E . Ol R E R E B,
4.4.36

BHEMMEST ply servicer

T BB Sk sl G 15 S (i 25 I PR 5 A 9 3 B AT R il b s L G R AT A
4.4.37

HREMREIEER  belt servicer

1 TR B S TG 5 S8 L 27 7 SRR A 48,
4.4.38

PRt EEE  tread servicer

T 1 T B S 2 W 5 S5 A8 2 o T o
4.4.39

(REDOHLS  (building)drum

MEE  building drum

TAERE B UL Rl L BT R AT A AR 1 00 G L S R AR S IR AT LA R i B g IR
fig fk .
4.4.40

XML crowned drum

Bl B R T BN g2, 8o s BIEL S B i B9 G 5 , o B g BB E A 3 A A 6T
A 2 [ G ) & 0% i A
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4.4.41

EHAH L shoulder drum

BLk BAR R T W22 B N B A% AR AS 2 Y g AL <k i Bl A8 1% 6 30 i 28 s Ji P o G P 75 A o
T 22 Bl A 0 ik 1 B
4.4.42

@ ML flat drum

Lk AR/ T B 22 B8 P FLA% R SSORE [ R i G ALk . T BB ) T S 15U B T B A S0 ) 7 A A
Xt T 22 e B i 24 90°.
4.4.43

8L collapsible drum

A1 1 T eh 7y T MR a1 AT LR VT[] B 43 T sl AT S 1 RO H EH R B R AL Sk
4.4.44

BRAEHLSL  expansible and contractible drum

S 6 A 25 AT A o) kA 0 B P A R R B Sk L AN B AR — Y L TRYY L LA R R )
Wa e 2.
4.4.45

BEGER)H L bladder drum

) FH iz A e M B A R A R AL Sk L ol R R R IR — R U LY T SR R R AR B
BIHL.
4.4.46

EW(EED#H L  metallic shaping drum

F U FE T MR el L B A 0 5 O B 1 i R0 RISk . 5l T TR 2 e R — Uk s LR 7
LIRSS B AL,
4.4.47

TR (EEDOH 3 bladderless shaping and building drum

B A M R EUR IG R IG BE L A £ 2 BN e R NG A s N I T NG AR E R A R R
4.4.48

BRIEME & HL  green tyre painting machine

16 35 B P 114 6 20 1M b i T st 4 ol 25 79 g BT ARE .

4.4.49

HAETHL  tyre curing press

S i AL AL

BE XA AL I AR 0T . B AR SR A PR AR S R LA
4.4.50

B EEFWLM  tyre shaping and curing press

A P U AT L 5E RG R E BRI 19 S RE BAE AL .
4.4.51

AR TERIEA A model A tyre shaping and curing press

i P Jd S DS I v JBSE L 0 e R ) B B Y P Y SR IR SE RLERLTR AL,
4.4.52

BEBLEERFNUIN model B tyre shaping and curing press

i T Jig 2 WA T v 56 1 6% O R e B A B s O O 1) T R R R G S A AR TR AL
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4.4.53

CHRBAERFHMUMN model C tyre shaping and curing press

i A g 5 PSS i o 50 1 A T SR R 2 RS ) T B S R R T RN R R B
VR A G R LA HL.
4.4.54

R B ERFLYL model R tyre shaping and curing press

Bt £ M 2 M 56 B v BB s 0 Oy SR e B R T OB R A LT WA e ) T shall TR
AP i o L A f AL .
4.4.55

MR ER MY mechanical tyre shaping and curing press

A MLAR A% 20 T o0 1 458 28 2K sl k) A 260 0m T %) %6 T o 250 st AR AL -
4.4.56

WEXEHRERMILY  hydraulic tyre shaping and curing press

VA FE A% 3 18 2 A7 A0 4K 2l 0 X 7R n e 1) e B e R AR AL .
4.4.57

BEEERMUYA multi-station tyre shaping and curing press

2 [ 1 6 G e AL Th e TR I AE — 2 gk AR KR A & A AT e LG R AR A A
B AL LA .
4.4.58

#EZE steam dome

TEFSRR B AL ML - iy LT P 4o 2H A% BT AT B A BAR SR A . 7 PAT 5 IRE Al A 289 1 L P g AR R T
LN TR
4.4.59

IRE  shield

iR E  insulation shield

il S5 40 16 B P AL AR AR R 6 i ASE 70 ) 7 o A2 00 1T S 30 1 B 1 Tt R BA 4 PR T
4.4.60

FEHZEE  mould height adjusting device

FERG B AL AL b i 57 BE AR 5 BE A
4.4.61

RO HH  center mechanism

TEFC G & BB AL LA T e 47 BE S8 T PR N 8 nd i 4 L T B AT 7% L BB SF s Ve o e R A TR 30
A 58 WE BV I A Bl A e (o J¢ 38 DG B D I 2 B
4.4.62

1FiR%&  tyre holder

e TR AR E .
4.4.63

EHa3EE  loader

TEf IR s AL AL ARG R 26 TR o AP P AT e
4.4.64

HAE3EE  unloader

TE5E BR G AL AL, B i B S 0 AP BRI 5
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4.4.65
i side plate
AL T 48 6 Bk A6 LIS A 9 0 7 A B0 A ARCIR 2
4.4.66
M bag well
&6 M a2 Yl A ATL B G e T WSORR e 44 1 [ 6 6 1
4.4.67
IR EE  strain gage
L dynamometer
WS 0 ks 6 MR AL BIL A BT ) LA BBE ) S R AT 0
4.4.68
EEAME () segmented mould
AT A [ 0 A — 2 AT AR () e A A B ) b T B el A £ A A i T AR R
4.4.69
BERSESE post cure inflator
TEBLA A B A58 Gy s A0 e v A e R R S R
4.4.70
ZSERH  bagger and shaper
oK G e ANG ¥ A I L 30 A 4 2 A0 R T B8 48306 TG 0 i e 2 Y A B
4.4.71
RETERES bladder type shaping unit
W EAZRMANREREARTEARE, TAERSG S RERE SRR, 05 0T WA 55
Wi G o e i
4.4.72
HRRFRILEE  tyre autoclave
AV R L T B, 2 JH T B Ak S AR (9 S R AL e . Sl W — IRAT Bk T 2% A G .
4.4.73
HF#EAL  mould closing press
BRI B RRERAES TR SRR P .
4.4.74
#1528 mould opening unit
MR I R E . TR IO DUEIRC 58 e aY 45 B
4.4.75
HYBE#L  tyre stripping machine
6 M6 70 Tb 00 50 BB B DUIE T A AR o L 8 G 1 DL
4.4.76
$EHIZ4#E 4.  mould drag conveyor
6 IR BT Fl a8 10 5 B L R D B (A IR s R A P K 03 6 B R 6 A BIL R
4.4.77
IZ{%4EE mould roller conveyor
RRALRESTI R E . mE TR A MR R B &
4.4.78
$# 7K BE#HL  debagging machine
WAL A S 1 S0 G P I T A K G B LB
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4.4.79
BIRIEENL  tyre trimming machine
1 59 SM G 1 % JBE Y BILA, .
4.4.80
EAQRRM#A  white sidewall buffer
) P S o 0 O o 0 S0 2 1 0 B 02 B 2 L 8 1 A JE 1 i I A I
4.4.81
REMIA  bladder curing press
JIVRSE He 1 B0 00 S ) 32 20 e 1 e 2 ) i A DL AL
4.4.82
PEAHL  mould cleaning machine
TR 3 BT 5630 6 A 0T 5 2 BRI 5 Jy i i 2 e I B L P I 3 1 5 3R 0 BT
4.4.83
NP HEEEIEEE  tube extruder train equipment
SC A HBIL R 5 Y PG I 16T 2 iz PR B Ve A s UL T R Dy e I R Sk A0 T Y P I
a7 B I Bl LA .
4.4.84
M H £  tube extruding line
H 5% L8 BIL RN P R 5 1% 3% T 20 R B ) 3 PN R I 1 0 B B BT
4.4.85
MAEHEESLHL  tube splicer
VPN 7 VP iy SRR VD e R BB AR PG 1 B A HILA
4.4.86
ABEF AL tube curing press
BEXT R A o B R A BCSEREE L H T A R LB
4.4.87
BHEWMILYL  flap curing press
R R 3 1l 15 7 119 A FH DL
4.4.88
B AZERRAEIHYL  beaded-edge cycle tyre building machine
P30 0 ZE AR i RS B HLA . bl P AR W M R LSk S 4L
4.4.89
W2 ERIBTAL  wire cut-to-length cutter
FH 858 300 2 RG22 T 1) B 22 F2 L L < L DD A AL B
4.4.90
Bih HZERBNEREYL  wired-edge cycle tyre overlap building machine
S G A5 A S AL & 0 i B RE i ) ARG LA . th R shEk phshek R iR (s LT
FEAR 55 SR S 4 A,
4.4.91
BITEEXEBREERSHREM cyce [ motorcycle tyre spring turn-up building machine
K T 5 e K2 A0 J7 15 R0 A F7 4 L EEFE 4 DS a Ay hig AU AL .
4.4.92
HERKRBESHBYL  cycle tyre flipping machine
FEE 341 03 26 B TG A 1 B BB 07 1 L 0GB e A B O . v 2 a8 bl 3 e DL R R SR AR A A
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4.4.93
FERRMEBAEH  cycle tyre tread applicator
P o e S S e AT 6 I o S A 5
4,494
HERRBBEFITL  cycle tyre releasing agent sprayer
F1 2 AP BR B AL A o T B R P b 2 TS A VAP PR S R 1 AL AR
4,495
ESTEERYL air-bag type shaper
B ZE R AR A 4 R R AR R P AT R R AT R BB
4.4.96
HZERTALYL  cycle tyre curing press
AEXT R AL AR I BAT R SRR T T AL T A G p LR AT R 2 e s 2 e
B0 B R IL AL
4.4.97
HiBF1ZERR BN beaded-edge cycle tyre packaging machine
G0 1 A ARG R T 2 50 AN W L T LR AL AL P PIL R
4.4.98
BaMBFHHEXBh3EE sidewall extrusion train equipment
FE 55 (1L L 00 B 00 2 B A LR AR PR B S D I DT (Rl RO Y 1
4.4.99
=B HEEZISE®  bead filler extrusion train equipment
57 i BLBT 1 i — i e 422 B o ) A B B V8 A0 L R DT CeRE O i i AR
4.4.100
A EFHEZLEETLZ inner liner extrusion & calender line
FE 7 L b JBF H A RS L3 2o B A DL Sk ORI A e Y R G AR A By R A
R I Ak IR X v NG v A R T IR A R AR e TR o A R
4.4.101
BEEEE take away conveyor
FE BT HBILSk 355 ok 1 it B O TR S ik 1) — A ke A MR T LT R R
B DU T3 T AR A a1 A
4.4.102
SEHEIYAE2E | shrinkage roller conveyor
RoF 2 o] i 2 A o o AT i Y e
S A B KB KB AR B T DLR AN AR el DU AR BRI 0 ~ 102 AN KB
4K 5 3h Ay o i EE T LAY o 2R 06~ 100,
4.4.103
HEHEMREEE continuous scale
Xof 2 5if il WO 15 1) F T o 0 0T R AT AR B I
4.4.104
LWRERE final check scale
Xof 22 ¥ B 5 A2 i O B B B AT B SR DU AR B R
4.4.105
FEHEEKE dancer
TEP A% BT 3 19X 3h 0 4% B2 8] — N 17 S R 70 24 i i 2 T Gl 5 A 9 3h 4R 1Y is shh
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I o A BRI T 1 % ) DR AL
4.4.106
MK 3#EH  water blow off device
FARAILIR A OB M7 20256 B ok Y ) ot 28 T /K Bk 2B &

4.4.107

ERKHEEE  skiver

B f S B T 2B K E S8 G e K AR AT e i 2
4,4.108

LHIEE  wind up unit

(W, 3.3.42)
4.4.109

PATgEEE & =2k  tyre tread winding line
FEBF L BLET 1 Y /e R Jl i e BIL R AT F B A K O 9 58 A B AL I i B A G TR L 28 AR s
S, T A5 2 A 46 SN R B R 05 5
4.4.110
ZHREFHMAAEFE  bead filler extrusion and fitting line
WEGH LT 0 = ARGl 2 A B R AR T 2R 72k 522 B A7 21 #40
B LR R B i 4
44111
BT BZh4ESY  winding machine for tread of tire
— B R B R A DR ) A B AN RS 1 2l B T R I R A R B B TR B
4.4112
faEME & carcass drum
PR IR IR0 )2 | e BE AT ARG TR A SR R AT I 5 R S
4.4.113
WHREMAS  belt drum
Rl A2 s 2 R IG L AT G AR
4.4.114
FREIZENMLIEE  bead setting device
Je 15 1 B L A% 3 1) R R S A G B BE AT B B AR R
4.4.115
Ba4 &3 EF  carcass transfer ring
RGP B S B4 6 I 2 S A 2 4 R B A R
4.4.116
FEEBTIEZ E bead loading device
Jerr R A G B R B IGREE AR E L E .
4.4.117
WHREMLEBIX  belt transfer ring
H AT S W A 5 6 R 6 T e R AR 1 e 2 AR B A
4.4.118
KT FRR  guide lights
B 25 58 T 2 T R AR R B R RS S A ARE NS S LI T T AL E AR R
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4.4.119
Rk & 80K ZN#E  carcass drum station
WK G ARG g R E
4.4.120
WHREMSEISZNFE belt drum station
DR Bl BRI A R A
4.4.121
MBS IEZNF  building drum station
B Sy ARG Y 85 B9 2%
4.4.122
Mk ES#E carcass stitcher
A5 PRING 75 a5 B 48 i 1 B S B T T R
4.4123
BamEREEE tread stitcher
et WA R B A S AT TN S
4.4.124
HimIZHEZE  building drum tail stock
JRE RIS iR AR Sl B g 11 S 48
4.4.125
M EHEBFRERS  automatic weighing system for small chemicals
(W 3.1.30
4.4.126
JEEFE  base
D T WAL 3 . 55 5 b sl T A e 4 L TT LR S R s A R E R
4.4127
FEEE  bladder
38 e T A T e 2 N i U R e A L O B 2 B Ak A5 A A

4.5 FEREEIH

4.5.1

HBAHL  tyre spreader

T4 R b 558 6 O TG R 2 (81 BE S5 37 R LA . FH R K 45 48 16 P A% D0 JF 3F 17 9 I 1% b B8 )
KSR
45.2

BEH BAHL  sectional tyre spreader

CAoi 0 DL O <9 S L el L N TN U RV 7 G B2 S TR 9l 5 (o A
453

HBAHL  tyre washing machine

Tl % A T 46 5 i ) BIL ARG
4.5.4

PR R EHL  detreader

1 2 T 0% J v DA A I 0 ) MU A el AT A 2 R
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4.5.5

## M patch cutting machine

30 B A TG G AR A 2 7R B R AR 5T R B A LA . AT eh R A I ) R LR B P S A
4.5.6

##FEHL patch skiving machine

RERR Y F 004t 4 S8 A ) BGRB8 B
4.5.7

#HEBEEY  patch buffing machine

H IS 08 el 3 e T )RR 19 AL B
45.8

SR patch cementing machine

FEAT 455 6 1y 22 T b 2 il e 3R A IR
4.5.9

A MBEEHL  internal tyre buffing machine

T 5 1 PR B 43005 38 107 J) Rl 5 1 e 2% A4 BILARE .
4.5.10

ERBAL  tyre buffer

V5 BB R IR 0 |F AR UBE 3B 43 B 25, F L3 1T T BERELRE 99 LA .
4.5.11

{FBUEERAHL  template controlled tyre buffer

o IS i RE Ay I 1t £ L R 1 BT e G A T AT Y S G PIL
4.5.12

B HAHIEHM  tyre peeling and buffing machine

YA RRETHI TR EERROL . CAERE, STk H T HIBR 1H5E B 69 BGOSR T S AR
4.5.13

BAREIEM S tyre buffing and building machine

YR S8 G H B3 TH 5 16 6 18T AT B L e W 5 R0 8 3 i 1 6 LA

45,14

E&# rasp

FAAT B 22 sl A5 AL T TAT R R e T i TR
4.5.15

Ba B YIZIH  tyre debeader

VI B B2 56 16 NG B A PLA
4.5.16

i34l cement spraying machine

T 45 23 SAE TR ) 0 b i S Wt U 70 28 o 4T BB B %8 MR 2081 L A U . Py o I T e st B mig
WAEF A
4.5.17

PAT A MEEEZNZE  hot retreading line

B L G A AR RS TG OR L a9 B BLAR . il S5FT 5 L0 BIL R0 G 1 s 5 38 e e T S5 2 R
4.5.18

BREESHL tread stitcher

) FH R 50 W B L %) B AT S 512 PR BL A
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4.5.19
ERTHABEBETI  pre-cure tread strip curing press
F 6 T~ R B A R A TS TR b i T AT AR AL AL
4.5.20
IR EEIL YL  pre-cure ring tread curing press
5 16 w2 1 T BRI FB ARG T G PUAR . R R AT AR 1) RS Sl A 1 B S HR B IR S A
B S 2 A
4.5.21
TR EITE R ¥ #l  pre-cure tread buffing and cementing machine
e LR £ i 1T Y P 0 AT T RELRE | O D Rl e S A LR
4.5.22
B#HE envelope
1L R F6 6 1o R 2 R T BY R R IR S S . B TR H TS G B LR A eI
PLE AL i 3 2 54 G 2 ks
45,23
WALHE  curing rim
6 16 0T O AR BRE 2 T 5 G A R P TR el K G R e AT A G P B B BRI A
4.5.24
FBATIIL AL tyre retreading press
HATTHE A0 B B BB 09 2 . DT e 5 ) 50 19 e T O LA
4.5.25
BER (BB TRLHL  sectional mould press
FH T ) 6 180 4 104 56 6 7 BIL ARG
4.5.26
REFBRT AL  bladder type retreading press
E WAL B ] FH B oF 56 1 P9 s o R T 4 — o 388 A 0 £ AL
4.5.27
INBREB WAL  ring tread curing press
X B Jif 10 2 1 2R A 7 T 1 LA
4.5.28
IAFBRE M S 4 ring tread building machine
H I NG B 2T AT BE IS 10 %0 BG R 74 - 9 BB

4.6 MEEIH

4.6.1

MEEHFFHEEZEE  lining extruder train equipment

BE MBS HEKEN2E  hose lining extruder train equipment

B A SRAT5F HE AL o 5% HR P B PR G 2 I 0% 1) B R B R PILB
4.6.2

(RE)FEREW  (hose) poling machine

TEAT ST ) 3 W A e o RN AR I R D LR
4.6.3

(BREIRIFHELENEST  (hose) cover extruder train equipment

AL A5 SRAT 457 HL AL oF 5 L P I A0 I 2 B T % ) L 6 A B A ML
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4.6.4

WHBEERAA  double sided hose building and wrapping machine

TEQUAL AP T 25 A — ] [5) o) 55 A i AR AR I B e s — i ] T MR R L Sy — i
T KA WHLR . T ) e A B,
4.6.5

BHEBEE MBI single sided hose building machine

E ] i) 258 38 A 2y ) — AR R e T A e e AT PR AL B . 3 RS P T e A R A A R Y K A
4.6.6

(& #7K%HH  (hose) unwrapping machine

i £k 5 1 JE e IBLAK A AL . R A R AR AN R SR
4.6.7

(BEHRE®H  (hose) depoling machine

F 80 Al I B0 € A FE A5 40 80 5 7 Bl 08 0 g A 0 25 A e 9 P, ph e fR e A R L B R
HIK.
4.6.8

EREMBEFEH wrapped hose building line

FH A A 1 1 A e A I A B R A R B LA, T R S8 P S JE A5 ST A5 A I R A A
K A B HCEAEAE
4.6.9

WS EMBEH suction hose building machine

R | RS Y B . — R T A T 2 B AT 2 AP R 2 I 5 I 4 J 22 K AT L i S R
4.6.10

WS RERMELYL suction hose unwrapping machine

A AR S A W o | A 4 P LA
4.6.11

£ 4L respooling machine

W 4 B 22 T £ ME S e — 8 A 5K )T 980 R RORURS TR A B UAE B 2 (I 2R 0L | 2T o 2R R 2R 0L 5
4.6.12

M cord gathering machine

FEAT TR 7 F S 0 A 22 sl 2T AR 20 5 00 I0AS I 4 09 2 0 L 78— 5K I °F A3 )7 HO 7 9 45
TEOR A% T LA LA . i 22 5 B 27 4 5 B L .
4.6.13

BREMEAMYL  hose braider

il a2 i A e 2P O AL L 9 22 A e UMD VAT R R HLEE . B SR ML ot 2R AT P AL Bl A

S [ g ) B RO BE 1 R LB — E AR BE L X P BE T 1 Y B 22 AT AR RO H I AR A7 T TES R
RS FA HE B R SOIR B 2 212
4.6.14

BERALEFTLZL hose braiding line

Ha SUOLEC LA AR R R DL FH ofe 58 0B 8 A IR S T LG4 0 2 AR 0 R T A TBCSE R M A K Bl
P
4.6.15

5% braider deck

B LML F BB, S BT I 0 SR 0 ] 5 2 09 5E 2 EE 5 10 1 6 T 22 B AT A 2R i R A
H RSk
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4.6.16

HAES[EE  drum haul-off unit

BT RS S L e TR HES S —EREEG I REBIREE.
4.6.17

B ESIEE  capstan haul-off unit

B i T A Ea 4 gl I ih 42 5 UL — 8 M4 5 | BE B R sl iy % .
4.6.18

BHERESIZEE caterpillar haul-off unit

[ 45— X Tl i A g Ay Je Fy .t B DA — 5 A G IS B ah iy E .
4.6.19

BREYELENL  hose spiral winder

HENGE T L5 TTRY 5 22 52T AR 2k L — i A SR iy AN 5K ) 58 16 I A 0 b ) e 4 g e =AY
BB G008 2 Je 4 8 e BIL | 4 A 2R A S R HIL S
4.6.20

BEEEETT% hose spiral winding line

[ 45 i e BILC LA R L3 HL R S8 i S ER ) R T (SR B s 2 A G| IR TR B EUEE LAY
15 Sl BB .
4.6.21

gE5E % spiral deck

ER RO N TS S S 2 = T €19 2 g C T N =3 < g s e e 5 R il s S 2 M 25
o] 3 s, BV O A R4S T Mg SE 2
4.6.22

gE4E  spiral drum

@ EE TN SR SR S A 5 A o W N S R SR 1 - S g R e e il T D S B B
i S I o O W [ B2
4.6.23

MHEEHHL  lead ram press

R FHAT: 08 45 A1 A9 R R Fe 81 15 i A AY 182 75 /Y b i L, DU LB 2 A BILARE
4.6.24

Z2FFESRHL  lead extruder

T HH SR 4 10 10 B R T He 30 458 A 10 B A 1 b 2 i 1= DAOE AR Y T2 R HIL R
4.6.25

RI$EHL  lead stripper

A A B A e B TS AR A i ] 2 A YR A LB
4.6.26

KEEHEHL wrapper spooling machine

¥ WAL o T 0 KA 45 KR 6 L R TT 35 5 78 7K A 4 5 L (R BLR

4.7 B E L

4.7.1

XA EAYL  conveyor belt building machine

I RS A RO BLIR, — M SRR OB TAE S B A el i SR R AW I R
L WU B E .
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4.7.2

WL BEEIEWETTL  steel cord conveyor belt building line

FH T 400 22 28 25 4 RS RN A T A SR B BILBR . — M b 0 22 B B 48 e RRE T LR AR M R A
B A AL B HE L R W B A UK E RN
4.7.3

A EIZE make-up carriage;building carriage

P W T ITRE IR R0 TR B Y AR L 7R 22 A Rk A e kb ] T S T A
T CEOND JBE RV 365 B 1 2 L
4.7.4

HORKEWEIH  seaming strip cutting machine

VI R ) R — 5 T Y 22 MR I A% ) R 8 ATy B 1 I SR A B
4.7.5

M OREHFHEBEDES  butt seaming strip extruder train equipment

LRSS RIS LS A VA SO OERE:/ E S 2L I QRITBIINE S /i) SRUS ) At e I
4.7.6

YO EEIEYL  butt seaming strip finishing machine

BEET H BXF EJE 2R  MR E A 5 TE i BEOR HERCEE L A P LA
4.7.7

EEHERE Y  transmission belt building machine

1 A 2 2 ol A X A% B e Aty B LA . — AT SIE AT AR W O R A 3 D AR LR A L B TR
Rl
4.7.8

BEEHTEHEN  cut edge construction transmission belt building machine

Bl 8 8 2 A Bl e AL A v T T AR S A SR T IR 2 R B R AL s Al .t TR E
AR ARBUR W RO TAR S AL
4.7.9

EHEHRFYL  belt curing press

T A A 20 e | i 208 et 0 F- e B A BIL . TC AT 3 0 2 B S B AL BIL L L e RO
B ORRRE S ERE STl B E
4.7.10

EHRFEHEER  belt clamping device

A5l UL LAY S 78 T LA e BEE A R R
4.7.11

FEHEFMBIKIESF  belt clamping and tensioning device

AE V-7 M B AE LAY S &1 - P LA G P37 R A 7 e 3 i e i) 32
4.7.12

FHEEHAXBAA  rotary belt curing press

FH - Wi fb 4 26 e w7 A% sh e M AU a AL AL . R A 0 B R D 4R I B A (ST R
T VR SE AP AR IO IS
4.7.13

3 E  tensioning device

7E -ty B 2 CHE A AL o (8 A B A 1 By 8 ACBRC A DX PR 5 — 8 I i 3 B
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4.7.14

ZEhH MYl transmission belt length measuring machine

A% 3 W i JE it < B T S R A A AL AR
4.7.15

JE 45 B 171 BT 41 compression rubber cutting machine

B LR VAR EOR A VoAl B TR IR 3T B R DT ALK
4.7.16

E SR HEL compression rubber splicing machine

FEE VIR VA B0 A VoA TR 4 W s U EGE 5 T Rk 5 BCER R 1 BIL AR
4.7.17

BB cord dipping machine

ks 20 b R 1 R AR5 B e a8 L BRI I O HL AR . 38 O 2 AR 2 g R i 32 IR L O
Af AT T2 2 .
4.7.18

e Vimm A B4l  cable cord construction V-belt core building machine

— U — R VTSR, R s A s ol W | A T B RS e L A
FAE JEGRE U E
4.7.19

wHVEmOAEAY  ply type V-belt core building machine

— PR — AT A VAl AN LR . R ORISR R s i R B B R
BOHH.
4.7.20

WISEHFEDIAH  core compression rubber skiving machine

g T8 e 180 S R T D V7 Al T 4 22 U0 0 RSURR T T T R LA . E [ T R R R A A
R — YCTH) M
4.7.21

VBT  V-belt flipping machine

M T g A, ORI AL V A SR HLAR . B 32 3hie (i B 0 0T 38 8 R4 A 4 B S 2,
4.7.22

VHEEH  V-belt building machine

O FAF WA VBT 58 BV 7 BR B B BB . RO B fERL R U AR L R A S A
I R S DY E v
4.7.23

VEREYIRITES  V-belt building; cutting and grinding machine

T 8eds Vi ny B  U1E ST Y Vo il BLEL
4.7.24

V 75 {#4KHl  V-belt stretcher

KA AL AL I A V7l B Z A A T A PR A LB . PR AR R AR S R
4.7.25

Vi gEIKRFENL  V-belt wrapping machine

K B BLAR AL FE Vol 7 IR % A RIS S o K Al 98 7 5 D b il DA TR S A SR AL . i T HEHR . 1
TR A gl e S
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4.7.26

VEEWFEILM  V-belt curing press

AT it Vil ay- P e dl. @5 25 al, JF A VA B MR e .
4.7.27

Vit E  V-belt stretching device

(0 T VARG BB P S L XV OHE IR AT AR R AT 2
4.7.28

VR  V-belt rotary curing press

R F#itl v e f s .
4.7.29

RENXTUE rubber sleeve autoclave

e A B A AR BB A — A A mi A . Bl R E NI EZR L R ESMN R R TREN M
J1 L BEEXT V5 R 0 S B
4.7.30

V{1 V-belt trimming machine

B2 Vol g A B 7= A iy 30 2k e i B AU L U T 4 465 78 488 30 U1 10 A R A 7 % W 1 6 B
4.7.31

VEMKFTEN  V-belt length measuring and buffing machine

BV ol B S B P SR L TR VO A A T R AR AR VT R B A A HIL
4.7.32

BZEVEHESMAEY automotive V-belt core building machine

FE— A RN EE AT 954 VoA O R DU R A R A e D) ) AR A AL
4.7.33

BZEVHEREY  automotive V-belt building machine

FI i s W A SE R VR R R AL . L RO E WA R R E S
ZH AL,
4.7.34

WZE VMY  automotive V-belt curing press

HF ARG VAR E s E R F el P — i B8, 5% B B Ak . 76 & /) 4 L i A
PUAE I B B 1) 35 4 VI s .
4.7.35

EEhTHERC R # BT HFEEHL  transmission belt rubber sheets cutting and splicing machine

FH T4 0 2 2 T e 4 15 8 98 FE R T S5 iR 90 e o) DT A RS e 1 R DR RE JS [ Al — R 48 28 31 N B
Y7 .
4.7.36

A PHEE S rubber splice scrap

Fe T 20 BF4E 07 SClE A7 I e BB R 3T I &80 B i R PR e L
4,7.37

BIWEEZE  overturning tail stock

T S A RCE L GE R BT EL B0 A% 3] 3 K07 1 0 R AL T,
4.7.38

% 14l cord tension machine

X £k 2 AT ST RaR R Y ke
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HEZE3E |  cord laying device

P 2R A A% IR — i 1Y) () B R L 285 ) b 9 % ) IR B B L |y RSB AT e
4.7.40

HE#IZ2  sheet feeder device

T 1 B I 3 AU B b R I R (I 5 e R
4.7.41

A EAEER  mould for building

F T A% 2l 6 G HE L 0 2 5 T (AR A 4R L 2 B T4 s i o ) R

4.7.42

HEZ % E  density of cord-laying

B b A R L A AR B, P — SN 100 mm.,
4.7.43

H&H 5 MMZE  uniformity error of cord-laying

BEH T HEZR 25 B Y i sh 3
4.7.44

ZHEBEHIM  poly-v belt grinding machine

R FH B e 47— WA 2o BT I I B 20 s AR PR S
4.7.45

FEE belt driving wheel

T 9R 3l 2 #2A Fe ah  9K sh §e .
4.7.46

HLIEST  feeding device

FH 7 9% Bl B ik 56 88 00 00 0 A% 80 5 1B 1) 3 & ) e
4.7.47

El & #EEHIHL  synchronous belt grinding machine

T T G Ak J= B (5] 20 417 07 68 A9 B iR 4
4.7.48

535  tooth roller

A ) 2D i A I i SR L T 9K g ] b R R B
4.7.49

WHEMELG bilateral localizer

H T3 R R P v R s R AR

4.8 PREEHETHILH

4.8.1

&% 4l doubling machine

ol P9 22 A 8 ek ) e O A — R T T 1) LA
4.8.2

MIZE AL hot-melt cloth doubler

JERIEYE B RE AT b PE e JE S MRS — R P .
4.8.3

MEFHTNEY cloth lining spreader

B 09 VE SE T IR A 20 51 28U LRSI .
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4.8.4

HmEH  cutting press

U2 sy 5 2 2 S Y AR O B b PR E AR Y T AR vh g OB B PR . G 3 o BIL L 5
BB L.
4.8.5

04l  punching press

U FH RS A0 TR AT e DI SRR AR A A B A B B i BILAR . G RS b B BIL LA A e i b DAL A
4.8.6

EWHL  rotary die cutting machine

TE e 5 18 b e A0 47 8 S BE IR DD 70 L & S Mo A Be e R 00 1 R 1 LA o B TED VR DI AL L i 48 b e
BRI .
487

ZEEEHFHM tri-color welt extruder

FH = MR SR 3 o — A WL 3k BF = P o 4 L 2% R B L
4.8.8

LHR#L eyeletting machine

FERETY L ob IR L 3 FR Ay LA
4.8.9

ZAFEAL  lasting machine

PRI T RER A ALB a0 S AL R R S REALAE . A R LER T I R .
4.8.10

HEEMERY  vacuum wet heat shaper

RoF G0 HE F 0 S S AT — S Y T RN R AT R A Ak B RS I [ A e 1 e 3 BR O N ) Y
PLAH .
4.8.1

BRHEMTE R  electrostatic spraying machine

) HH K £ o fir B AH LWV L R 55 Ak S5 AR B FLIR B T B AR AR LA SR B A LR 2k
1% .
4.8.12

(B )ES#H (shoe-part) pressing machine

B SRR B AR 3B TR SE A HLA
4.8.13

(BRE)ESHE multi-station (shoe-part) pressing machine

th JL & Fe A A TR A 0% B 8 A L o 88 FE I 104 0 226 288 T80 L AR OCTE A (] 1A K I 7 78 RS 1 A A e
FRAFH SE R BLA .
4.8.14

RREjH¥EE varnish dipping machine

B 5L U e B R O T TR R R E
4.8.15

REHEEMN  rubber footwear compression mould machine

VAT D R i AR MR OB A SRR AR TR AR . L R N AR Y R RS P A A R R AR s i
ARGk (W LA .
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4.8.16

BE#EHL  shoe last stripping machine

F B A S Y R0 AT R MUEERE I I AL
4.8.17

f£O# top trimmping machine

1% 09 Jic i g 3 O A I A HLAK

4.9 BRELE @ E VL

491

BZLECALEE  latex compounding tank

FA 8 TE A 300 43 BOCPE e 3L o i 7 U AU 88 N B FE R e S oy ml K 2 40
4.9.2

BRE(FO BT  latex pre-vulcanizing tank

T il g i A e FLAY s A e B a0 88 . N A I FE2E L ey n] i K S ZE O IR .
4.9.3

BKEHL  ball mill

P 24 2 N R ) T T 0 TR A B Ol R K TR . T R A R A
49.4

R EEAL  szegvari attritor

NS B EE R AR B PE I 00 S e B IR e BN R A . T A R A R AR
495

ZLH s  colloid mill

AT W e AL A A LR A B . B3 T O TR FLAL S ST IR SRR .
4.9.6

ZEM  dipping machine

JFH T Wi FL 35 1ot i ot o B pry BB . e i e 2L 1 352 0 A R 0 o T B T A L
497

=&AL dipping line

FH T 58 1 I L 38 9 Tl A 7=V ol R BB S LA . sk 2 B B i Ak e 2k PR B &% REERE R
PN R SRR T RAN G IR TROK R B AR M s AR A . TR S
498

S E  dip tray

bR B k5 AP I U ' W R RS e
4.9.9

FINEEE turnover device

¥ AR AL R A RS R R R A A | TR RS R B R T O R R A e A B L AR AR
A 2 5] Rl B TR A AR
4.9.10

%ih3E  bead rolling device

PRI L iy 5 08 M I 300 R A i B i ) 2
4.9.11

RiE3EE  form stripper

R 7Ky sl MU 25 32 o T L35 352 i1 i MRS IR T 8 ) 26
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4.9.12

BZEB®H  prophylactics electronic testing machine

) FH S L 7 3 X gk 2 5 B AL A ik B A R A A BILARL
4.9.13

BREYIZIH  rubber band cutting machine

A 322 35 ) 1 A AR R T R L — 11 M B ) LA
4.9.14

HEHL  leaching machine

FR JE 5 O 4 41 2y ds2 3ot 1) A I PR IES AROKORE I 3l L 0 DR B 22 A B R T i 1 2 RN B S A T b 3T Ak
HIALHE .
4.9.15

AAEFH TR rotary hex-durm dryer

T B O R AR AU 36 8 47 TR AN MOIEERE . T T B A Ab 7 B 6 16 DR 5 A9 e 5L 35 1
HY AL .
4.9.16

RER£EHAEFE latex thread extruding line

FH T B 7 e L RE 22 (Y SRS AL . fh T (RS L T ) T 0 JRE AT L i 5 2 L R IR B o R0 A L
B AN IO A
4.9.17

REAREEHIEE latex tubing extruding device

) FH e 5L e DA IR BIAR 3 A 7= B SL AR A 8
4.9.18

EH ¥ extruding nozzle

P B 3 sl AN 5 0 S0 A ) G o PR A 7 BB L P ) it A R
4.9.19

JEH#E extruding tank

TR AT He L L DL R AT I L e LA
4.9.20

EREEfE  acid coagulant bath

2 A P R IR ) VAR L R 2 T R o A R O S L DA BV BE G .
4.9.21

B2 EHESE latex thread spooling device

g 22 452 R A ol A BT A BB s IR L A
4.9.22

(&) FTEYL  (batch) foamer

FH T 124 A 7 A M e LA LA b BEAE S5 A0 R AT I ST AR A5 2 Ak .
4.9.23

ELEFTAH  continuous foamer

AT AR FLA LM . iR et AT E Sk,
4.9.24

RNV individual sponge curing press

FLAT BRI P 3 B AN A 1% 20 e B L TR AR A R 1 78 0 £k v 4 o O BT

54



GB/T 36587—2018

4.9.25

BREEM  sponge washing machine

Wt B Ak S 0 i A T o A TR R R L DA BR 25 0T 1 4 2 i HLBE
4.9.26

MR ELZ TRV  sponge continuous dryer

TRl FH 28 0 iy il A 05 X £ L R U S A 8 ) 7 AR Bl Ak R e AT O TR A LA .
4.9.27

BEYIEIH  sponge cutter

S N8 AT 488 J 0 #2110 ) Rl SRS R B9 LA .

4.10 EHApbE=HLH

4.10.1

PIEEHL  bale cutter

R A= B R 1) B/ JE B B BILARE
4.10.2

BEFRMEM  precision preformer

K5I8l rubber extrusion cutting machine

th A ZE CBE AL AU 7E MLk b RGO B0 2 5 2H Bk . LARH DG e Y % Hh R D) ) S BE B LR O VR R R .
1) MR B T TR AR L O R A A BB
4.10.3

FREHBEN  cement agitator ; solution mixer

el Rl 1 20 3 e T R0 B B A i FE AL
4.10.4

BAEEYL  liner rewinding machine

A (I 00 A {80 3 L IR AT HE R S O LA .
4.10.5

#Hif 4 fabric slitter

P T 21 S (] (7] 4 1) 0 4% W A1 sld 0 A 1 25 S i S — 5 9 3 A SR A9 ML
4.10.6

S BEHL  coating machine

H 1 T R SR W A TR I 3R Y ) T AR A R BB
4.10.7

BREEZEFTHWES rubberized fabric continuous vulcanizing unit

e A3 7E 3% 25 7% Bl ik B2 v R AT I ARG T A L
4.10.8

BB ER  molten salt curing bath

Fg 3k 4 9 LS T HLEN IR G W L AR R IR D A RS AR SR AR T L B A R B 5 A Al
Y% B .
4.10.9

BBWAK  fluidized bed

$ 7835 a8 AR AR 20t 3 A B LA — i R R B AR BB Bk ol L A 0K AR 22 0 A A 9 32 BAaA
B BRI ik BE L HT DA % 28 it Al SRR AR I il A e

o
o
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4.10.10

RUERALFEE  microwave curing unit

) A Tl e A il 7™ M — s iR R IR A A BECIRE o P AR A B PR AR T il Y 3
4.10.11

FHZEMIAH  bottle stopper trim cutter

) FH B T A A5 I 2 5 3 I 1 4 B L
4.10.12

M {EAH  oil-seal trimming machine

T R S0 48 O BRI 3 00 I 2 BE 2 AR B TR RO BILAR .
4.10.13

% HEEIAHL  cryogenic deflasher

B /0N B RG RLAY i 9 3T 2R 14 ¥4 R R e Ak iR T O A o L DLBR 2 2k g i B HLM .
4.10.14

R HIEIH  rubber thread cutter

AP v 2 e 2 110 (B 25 70 A% A TE 100 22 2 6044 e 470 0 S 7 DB T R 2 ) B .
4.10.15

BrkgES A EHL  ball winding machine

VL BALZR A7 R0 b 28 2% AR IR L HEER 5 BRAH b JF2 B BR i TR B2 AP
4.10.16

BRIKTALA  ball curing press

REXS BRI A I L B AT R BE A BSE R FT T 6 A RR A B R | HE 2R S A BR A% i TR BB .
4.10.17

ERIEIH  scrap cutting machine

T A= B2 5 By A 7 o T8 R HAR B U0 /N B R BILARR
4.10.18

R %M scrap washing machine

TE A2 e A 7= v o K 04 DA o 25 1 TR e B L 8 b 2% T Ay AL
4,10.19

PEWEEE  devulcanizer

A B P2 m 0 AR PO R . T I Ay ARG 1% FE T3 A - A vy GG G R | s M R
4.10.20

Bk  blowdown tank

P B A 7 e R G S R T A L O DA AR 1% B 2 9 £ 906 R I R RS ) Ak R S Y R A
4.10.21

AT KM dewatering press

A IR AE 7™ T DR R K S B S R P SR B He I K Y BIL AR
4.10.22

BEHE F 1241  screw conveyer dryer

P A g Ay e (o R B 2K (%) g o A R i 2 ok R o i AT R LA
4.10.23

BE R FEAL  serap grinder

TR F 008 P H R e B3 ik By 32 B e o) e A6 9 ML AR
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4.10.24

BAREHEE batch off unit

g I BRI ol TR A S R B B S R e R U R A A UEAF R R E . T AT DT, A
AR, S ORE R RN 1 3h & R R S S

411 BEH BRI

4.11.1
BRAWTE$EIN  tyre section sawing machine
FH D) %8 it W7 1A 9 LB
4.11.2
BIABE AKX  tyre static load testing machine
W 7 46 16 76 7 00 fof A5 40 T A FE -1 AR LT T8 FE L ED IR i AR S S B LR .
4.11.3
BEERE S BB tyre strength and bead unseating resistance testing machine
W 5 56 Bf e 20 9 EE G P G 6 I G R BHL g B BILR
4.11.4
BAET A MIKXIEHL  tyre endurance testing machine
MRS EGR ML tyre drum test machine
W5 % 16 Tk 9 55 Ak AR RE A BILARC .
4.11.5
BEAEEIKIEH  tyre high speed testing machine
B A YR L high speed drum testing machine
W 562 s B A 2 LT 7 0 B A I S5 3ok M B A ML A
4.11.6
BRI AEIRIEHL  tyre force and moment testing machine
BIGEhERER S Pl tyre dynamic testing machine
W 2 6 G 7EABAUAT B0 S FTF T A 9 A0 AL
4.11.7
BRI FEiXEHL  tyre dynamic balancing machine
56 16 B e 1) o 0 & T PIT 7 A S 0 T A O (B R/ R B A HILB .
4.11.8
HREERFEEIRIEHL  tyre static balancing machine
56 6 0 I Ik sz U 1 T 7 1 S 0 0 KN T B LB .
4.11.9
BEEEDHNEFEE  tread and road interface contact force metering device
BRIy E 8 T ) R U
4.11.10
BRRIRENE KM tyre rolling resistance testing machine
i 5 4 Ry 3o a7 BE BS 0 RE B B G O ML B . LI AT DAy sl T %
4.11.11
BRAH A EIXIEHL  tyre uniformity testing machine
LioglsR o8 ETHE SRy 1N ol e B L [ AU R o el U i e S R S [ A I 1 1 W0 0 N4 s - A 4
BT O A ALME .

o
|
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4.11.12
Bha X ST IEHL  tyre X-ray inspection machine
I X G Exd e B B AT JC 45 b 56 AU HLAR .
4.11.13
BIEBEEBE TR WAL tire laser shearography non-destructive detector
L 98 PR A A 000 6 T P 8 ke o A Ot 28 sl =) g L
4.11.14
BRAKERBEIXIEH  tyre hydraulic burst testing machine
W 5t 4 G T R A S ) MILARE .
4.11.15
HWRRIREMERER tyre noise metering device
T B e T A B 1A R Bl I A MR R AR,
4.11.16
BREMmEKIEH  hose burst pressure testing machine
ot B A T A AR e i R e g a6 A L
4.11.17
BB Rk PIKIEHL  hose impulse testing machine
f 4 W T — E W B R B il 2R AR RS R L i — 5 Y K b i TR AR BOR L sk b v s e 2
i 7 it et Y AL
4.11.18
RERBFIXIEYL  hose flex testing machine
A5 e ST e 28 A N A TR Bl ey DU . O A iR IR S R =
4.11.19
REZSHMIKIEHL  hose bend testing machine
TR A A ARG IR AN 8 R 2R 1 L R AT 7 i A BB
4,11.20
ViEESIKIEH  V-belt fatigue testing machine
Ve —E 5K IR @ i i K I O 57 A5 A Y B
4.11.21
BEVHEESRIEH  automotive V-belt fatigue testing machine
IRE VAT —E 9Kk ) T e s i b 36 O 57 77 ar i LA .
4.11.22
FREST IR sponge Fatigue testing machine
FI)FH — B g L — 7 50 48 % i 48 ) 5 1 R B R 4 S i BL B . T e R i B B L B AR TR
PR .

412 18RI E WAL

4.12.1

E BT RBRVIBEESEBEMEFZE  crumb ambient-machine-oriented waste tyre recycling line

TE T 2R HIAURE 2 b 2P H 56 B ) SBORRUE oy 19 S S WL A . 5 G el Ach 0 B 56 L HEL A8 9 8 o
Gr B CHNGE IR (UL LT RSB R PR E TR
4.12,2

fRE S EHLM  bead separator

5 2 TV T 6 B o 1 00 22 DA I o 4 8 AR 4
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4.12.3

EFEHL  tyre shredder

X & G B T ol R B I B 3 7y R A 1A A
4.12.4

HES B separator

o W P 1) e Tty O U SR b R UGB 7 8 1
4,125

45 BHl  grinding machine

15 BB R AR A0 A AE 2 000 pm (10 H)~425 pm (40 H) 2 ) A5 B8 . O ot — 544 58 B A0 22
AR RIS 23 B B
4.12.6

YHEEHL  refining machine

AR I T K ] B2 /D T 425 pm CR T 40 HD BRI A9 i 45 .

5 BREANMWMAE

5.1 HEREAIH

5.1.1

2S5 plastics kneader

H — AT B A SR E I R 2 X SRR JURE R TR AT AR S SR Al B AR S AL
5.1.2

EI#IZET  discharge device

DL TR & 2 U R TS 68 o P R
5.1.3

24 %= kneading chamber

{0 AR A R CARESAr HAT I ARl H) 4540 80 1
5.1.4

&% kneading blade

REPURLE 73 B IR RS PERE . R RS B R D e R AR
5.1.5

EEELZAEFT  net volume of kneading chamber

IETTCH R G E 5 aRZM M= EER.
5.1.6

EEEIT/EBEM  working volume of kneading chamber

P A HLSE BR Y TR A AR B4 T 6 il R Rk i R R,

5.2 HERIESLH

5.2.1
BFESH  plastics mixer;plastics blender
el SRR IEURL B AR A01R & AU BLA
5.2.2
AR RE S 41 plastics hot mixer; plastics hot mill
TERCIRAETT  IRHEOR R JC e B R A N HEA TSR R A R BLAE
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5.2.3
RIS HESHL  plastics cold mixer;plastics cold mill
FEK Ve HVIRZS T B0 DO B H BB £E TR A5 45 R iR A fiE 4 VTR 5 RO DL .
5.2.4
f#EdE  agitating blade
PR TR A AR BT R AR A R 1
5.2.5
JB& = mixing chamber;blending chamber
BB PR T AESE 4 BAT I v 1 45 89 1 &6 11
5.2.6
FEREAZE jacketed mixing chamber;jacketed blending chamber
WATE A A R ENRA =
5.2.7
BAZEEFT  net volume of mixing chamber ;net volume of blending chamber
MR G H 5 IR A S R Z M AR
5.2.8
#HBE  batch capacity;loading capacity
A RCEBUE WG 30U % B 3R fRL,
5.2.9
BE&HAE  mixing time;blending time

PRI T B R 5 3 2 B (i
5.3 ERHE BN

5.3.1

R = AAL  plastics blow moulding machine

R BB SR A8 1 Y B T R B EL Y L B R0 TR A i A TR Y {2 R
A5 3 v eas il & 09 BLAK .
5.3.2

WRFH MBS AL plastics extrusion-blow moulding machine

FHAF 20t PR 5 AT R J P 22 T 28 0 i) B P 23 7l ot A LR
5.3.3

BMPEFR MRS A AL plastics extrusion-stretch-blow moulding machine

FHAE WL R R BRI TE R 0  OF TR TRURT A5 0 o8 26 17 20 1o o ff s 28 T WO Y B g ¥ ) i
T 0 23 o A ATLB
5.3.4

BEGES M B = ARYL  plastics injection-blow moulding machine

FH 5 3 s A e AR T T2 B TR L B 5 P 2 O 8 1 o) e 2 il fr LR
5.3.5

BRFERMAZHEY  plastics injection-stretch-blow moulding machine

FH T S 0 P T AP I R O T TOURT- 7 8 oA 28 7 8 1) i, R IS WY 5 s % 0 JE 6
i il R S o B AT
5.3.6

B E TAFRAPSHEIN plastics multi-station extrusion-blow moulding machine

A% 8 3 W i AR A4S R I R S T 20 0 T o] G o 2 o ) IR
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5.3.7
B ETHFRWHRETREYL. multi-station extrusion-stretch-blow moulding machine
FRAT 2 4 A 0 A 45 30 T i AY B0 , F T TR 320 4 7 9 o) A1 7 1ot 88 i W0 2 e iy 4 250 T A6
Ty i A P 2 o] LR
5.3.8
B THFERPEMEY,  plastics multi-station injection-blow moulding machine
FH T S 3 0 s A 0 A 85 S I B T2 O 0 T ) g e 2 T R ML A
5.3.9
B TAFER R RE B plastics multi-station injection-stretch-blow moulding machine
FH T 5 1 4 4 R T A 45 388 15 01 IR 38 3 FH TR0 S0 o) AR o % 0 i A0 28 s ¥4 40 RO A2 17T 1l B
v 2 ] B
5.3.10
BRZEFWHRZAAEY]L multi-layer plastics container extrusion-blow moulding machine
HALE 0 2 a5 A2 2068 LB W 2 Rl 205 3F ACER I w8l 22 12 v 25 T i (1
LR
5.3.11
B ESEFRRPEHAEH  multi-layer plastics container extrusion-stretch-blow moulding machine
FHIE T 8 ZFE R EE A2 2 680 SL T8 i 2 2 #008E L SR 5 JE A i L 28 B ff 3 088 Y 22 )2 Hh 2 ol
R HLGE .
5.3.12
BHEEERBTHREY  multi-layer plastics container injection blow moulding machine
PG LN Z Fh S R TEAZ BRI R 2 2 OB R I i AR oR3 £2 2 v s 1l o R DL AR
5.3.13
P EEFRRPEHAEH  multi-layer plastics container injection-stretch-blow moulding machine
FAETE A Z R R TE A Z 2668 L2 N 2 2 30 885 3 AR B L 0R 39 3 28 i (Wl 2 )2 v as il &
LA .
5.3.14
AHEEE clamping unit
(W 3.5.11)
5.3.15
B3 E  injection unit
(W, 3.5.12)
5.3.16
B4 screw
(W 3.4.48)
5.3.17
Lk  head
(W 3.4.101)
5.3.18
A EHIE screw diameter
(W 3.4.49)
5.3.19
Rk screw length/diameter ratio
(W 3.4.53)
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5.3.20
BN core
(W, 3.5.27)
5.3.21
B A clamping force
(I 3.5.30)
5.3.22
F/& R/ HERTE  mold opening/closing time
(I 3.5.33)
5.3.23
BiLRE plasticizing capacity
(I 3.5.43)
5.3.24
EHEZE  injection rate
(W, 3.5.46)
5.3.25
EGES  injection pressure
(W 3.5.47)
5.3.26
FTHEFRAFE  dry cycle time
(I 3.5.52)

5.3.27
O die
(I 3.4.113)
5.3.28

i L  storage head;accumulator
W Ar A L2 RO A
5.3.29
BEA#HS&BFRE maximum container volume
1 RY T o e R AR
5.3.30
IR~ platen size
S A i AR A 1 A R e T AL R AT
5.3.31
A#FOE die opening amount
LSk B BEAR A T 1R Y 3 5 R sh B
5.3.32
T EEIEE  injection mold clamping unit
okt Rk S SR L (R T
5.3.33
MEEEHEIEE  blow mold clamping unit
o WOIBBEER (T S BB 1R R e g

he



5.3.34
B4 %/ rotary unit
WSS M iz Bl
5.3.35
BRIEHESE  stripping unit
e 78 A 1) i GES B R L
5.3.36
FHEJEE  lifting unit
WG LA — TRz,
5.3.37
BEERESE turnning unit
i il i W Q0TI R L BESTHEY A f ki 1,
5.3.38
R crossheam
LRI O BN EL 0 O RS2 R A B HE
5.3.39
AMmiL frame table
L REALEL L B SE UL AR H 0 R RS2 B ) i AR T
5.3.40
FETEA refilling tank

GB/T 36587—2018

BT IR L3 A A ORI Y A BT 8 i e i W A e T L B

5.3.41

4  strain rod

T et T & b A S EAEA.
5.3.42

HEME  piston cylinder

i SV sy QO B B R R A R A BT )
5.3.43

HEEE  rotary base

RN ERTER VAN -3 i AW i S U
5.3.44

1 rotary table

JU T b 4 2 26, iy sl B e O R FE
5.3.45

Wb &4  core holder

FIT R Y 22 2« P9 Ol 3 28 RSN AT T A o T 43 2 0 Al o

5.3.46

S H  core axle

VARG I 5 FERE N AL A SRR T — TR Eh1E .
5.3.47

B34 rotary case

3 i L T B P O T LR R R I 5 1207,
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5.3.48
HEHEE  connection base
1% 2 815 5 5 T B IR T L R S AR .
5.3.49
F#®  index wheel
i o S [ E AR b A =R L B G 1207 e E A
5.3.50
BT turning plate
JUE A AR Y 2 A0 L T R AN [R] R A B o o B g BB AR
5.3.51
TF&4%4T3  opening stroke of mold planten
BTG R B ES .
5.3.52
FBEIE S clamping force of injection
T B A B R g
5.3.53
R¥EEEE S clamping force of blowing
R S8 AL B R A
5.3.54
E&EFASE lifting H of rotary table
R I R B
5.3.55
BR454TH  stripping stroke
38 A % sl ) e O

5.4 BREAMEW

5.4.1
A ENRBEA  plastics moulding press
4 IR A B L 7E BCRHL P I H B ) A 0 LR
5.4.2
BWRIZEEHDRBEMN  plastics multi-daylight press; plastics day-light press; multi-platen press
FLAT P B al b LA E (8 R el 2 R 570 50 B TR v i) ) A ARG (8] 52 R LR
5.4.3
B TAEAMBEAYL plastics multi-station moulding press
2 A Fe e ke B HE 9 A — ke i 3 R A% e B AU A 5 T AR AT R k) L ol LA .
5.4.4
HZEE  ejector;ejection unit; knockout unit
REA 1 s DAL i oo T M B
5.4.5
BER  slide
FH T 1 5 A 8T H ol 30 1 3 sl 1 .
5.4.6
THHHF ejection pin;ejection bar
(W, 3.5.23)
64



5.4.7
E#FE  cross-head
AL T BRI B L 385 37 B e t i 4 T T A% 3 ) B9 F
5.4.8
i #  strain rod
T+ BRSOk i e S i A A (B8 RE JE A4
5.4.9
AFR71 nominal force
B B N AE U EUEL R 8 fe AT
5.4.10
BERITRE  slide stroke
H 2RI T AL B B RS Bl Y BE
5.4.11
BERIEE  slide speed
Jo AR, 3 VRS Bl Y R
5.4.12
BIRTEE lower surface of slide;bottom face of slide
TR ] P A T A EL R g A e,
5.4.13
FOEE opening height
T HRAN T AR G Z 8 0 B R HE
5.4.14
T ejector force
0T (1 25 68 Y T A e N 7E T OB B L g Rk #k Ay
5.4.15
THEE ejector speed
BT B ) PN TR STO 2k T AR R 3 i
5.4.16
THITHE  ejector stroke
T AT 1 B8 s iE R
5.4.17
JE /1% pressure drop
R AR G0 e — 7 I ) 3 F 98 T 0 e g e 1 108 e R S P A
5.4.18
HEE4L  hot plate layer number
A 2 8] 2 A 0 B H(E S P IR B 1.
5.4.19
TEAEHRRT bolster effective size
FEATFIRT IR AT B 5 I b, TAE 6 T A] S B s B S R B R

5.5 k28 A B WL

5.5.1
AR BEREBA  foam plastics moulding press

o 22 ok T A 260 1 9 DA 7 I A A | B G L o R R ol (AL

GB/T 36587—2018

65



GB/T 36587—2018

5.5.2
R EBREIF & B plastics prefoaming moulding press
B 280 U 7R Ak B A B RLRE - AT TS A Y BIL AR
5.5.3
WREREEREY packaging foam moulding press
VG 25 3k T 9 7 DR OB FE A EL oo A ¥ 05 RS TR R T A 08 9 R R o 1 LA
5.5.4
EARBREA R YL plastics foam sheet moulding press
o 22 sk T 30 1) SR FIORE FE AL H o A 8 A E RS L )RR R TR ERURE I LB
5.5.5
BEME A EZEHAEY  polyurethane foam moulding machine
FH B2 R T S 265 B 3 A ™ 5 2 T 4 P 960 PR S R O BILAR .
556
AEMREZEBAREREEY  fully automatic expandable polystyrene foam moulding machine
e FH £ 901 72 960 1) 58 A 2 065 900 e A 7 ABE I D o R (2 Bl L 4 @i n T o4 50 0 T 2 1Y) 3 A O o 16
5.5.7
AIEMBEZHARERZEZENFM AN  expandable polystyrene continuous pre-expander
HEREIT I 2 HERL B TR TR R & 6 Ok 28 i 7 O S HROREEY R R M B 0 TR I RL R
T RPN .
5.5.8
AEMBEZEAFBRIBENNT LM expandable polystyrenebatch pre-expander
] A P £ A B A TRl o 3 o 2 U AR TR AR R ) Y ) sl A L A R R R A s R R R
Fsf T PR 5 1 — 4~ ARG B0 ) ] 2 14 3R 2R £ 4 W PR SRR T A i DL .
5.5.9
BHSE cavity chamber
B R SR LG AT 6 d Ll R AR 0 BRORETE I A AR
5.5.10
IS ZE plunger chamber
55 AR R A AR A2 3l ol B L BRCROTE B o B A4
5.5.11
@451 clamping force
(I 3,5.30)
5.5.12
EAME RS maximum moulding size
o R A oty 1Y e R B R B B
5.5.13
#@HEKX/EE maximum thickness of product
1S SR ] B e RSB
5.5.14
R T platen size
(I 5.3.30)
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5.5.15
HE DO  outlet hole
Y1EEMORE ) AR R O,
5.5.16
AP  max clamping force
B2 B i £ L 00 (o 82 B35 B O e K 7 12 i SRR A AR A L 2% o AR B AR T AR A E
5.5.17
REHRAERT mould dimension
B W] ke e B L ) J KAME R (R X i) .
5.5.18
#HOSE height of discharge
R T T R AR IS A B
5.5.19
£ZHAEF  foamingvolume
R 7 LA TAT (A A i AR e LA AR e B i B
5.5.20
ZEFE  foamingdensity
FHEEZNEEEEEARM SRCRBERV ZHHE.
5.5.21
ZEMRZE density tolerance
S 695 B R EE H AR B 2 )i 25 .
5.5.22
WA THEEEK fluidized bed dryer
FALETIREE fluidized bed dryer
PR H AUBIL AR 2 o SR A A 5 0 1 L 1 A A 4 L T R G R A L T %
5.5.23
B chamber
JH T 8 2R AR b4 o) 5 Y PR A 43 1)
5.5.24
HWEEF[JJEE chamber adjustable device
TE — 58 0 [ PN I B s R LA
5.5.25
SIRLZE % air blow system
FHIRLS | AT A0 FH T4 981 2 10 3R 2 05 T DR ORE 16 AL JES R n] W 20T A A3 &
5.5.26
HZEZR4% vacuum system
3 ok SRR B T R v A A Y F AR I T e K g 2 s A RV AR S 0 R
5.5.27
#NHFEE  steam consumption
BN AR BRI A IS FE AR T i
. 6k TR A ar oK (kg/m')
5.5.28
A M pre-heating oven
Kf T S 04 ] R AT TR R ORI A LR B A it 2 SR A
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5.5.29

FEiEFE pouring device

Ii) 29 B P R T R AR OB AR A
5.5.30

Zi\AEZE  foaming fixture

1T 224 3 R A i B LA e Y,
5.5.31

HEXLZEE  ventilation device

3 7 RUATL R TR A R R R
5.5.32

BEAsA® polyurethane foaming

B R D R T e Y B R R
5.5.33

7%  pouring

PR AN R A A P B L 2
5.5.34

B&3k mixing head

XF AN ] £ 43 T g I el AT IR A FHE L i e v
5.5.35

SIREI#IEE  high/Low pressure switching unit

SR G R AL R A L e AR AR
5.5.36

FLEIZH Z4  material temperature control system

108 S A/ % 0 R JRUR I B AR 1 LR IR N B
5.6 AEZEWMM

5.6.1
Wl NiEZEHL  plastics leatherette machine
T A 7= 0 i S i B

5.7 ERIRBRBAM

5.7.1

FEY AR BUAL  plastics rotational moulding machine

B8 5B 83 ke AR L o i B Rl O 1R B e 12 Bl A B B0 ) il 2 2 S O AR I P RE L 2898 H)L R
B Sy s O ol s (1 BLARG

5.8 ERIEANMW

5.8.1
R E D plastics circular loom; plastics circular braider
T T 3 0 et I3 e #0541 60 2 2L
5.8.2
BB FELH  plastics plain loom
FH F 250t 958 L S S0 20 ) 1) 2 2L ML
68



5.8.3
# F% shuttle number, number of shuttle
ol ZUHL AT B2 T Y B
5.8.4
#1& lay flat width
15 frf 24 28 e} s 20410 B IRCRUZ B9 4 1) N
5.8.5
SR T plastics nonwoven textile machine

K22 22 2 22 [A1 20 RS« 243 22 3% B 52 UK &+ W0 1 IR il i 9 AL

5.8.6

FiffitE  stretch ratio

FHoEMBEESE -FEMREAEZL.
5.8.7

#EFIfH  transversal stretching

PRy 18] 5532 8l Jy 1) 2 E A9
5.9 ERIARBEIM

5.9.1

AR BIH  plastics hot-moulding machine

T EBRL A HE SR b B8 o7 I 5 PN R o) R AR A B
5.9.2

M E=R A plastics vacoum moulding machine

R FE B2 (o A2 SV A0 I R b 8 WU A L 382 g A 7 R Y P B A
5.9.3

AEZE  moulding room

LR EIF I A A A R,
5.9.4

BRABBEM  maximum moulding area

RS A 1 e R AT T AR
5.9.5

FHF1E clamping frame

Je R M HESE
5.9.6

BAEIREH  single cycle

58 I i — U A= 7 [ I (]

510 #BEEEMH

5.10.1
B EESH  plastics laminating machine
g TR R b A R A B A T R A LB
5.10.2
ZESPEEAEH  multi-layer film laminating machine
K92 LA L i SR R S A A B B A — R A AL .
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5.10.3
§EHE LA E S LA calcium-plastics corrugated sheeting composite line
V= 20l TR A5 90 R B S 9 R R AR LB
5.10.4
RHEHL  coating machinery
e KA 2 T U L — 2 R BIL 2%« LR 2 B KL By T P H .
5.10.5
EAE7 laminated pressure
B2 G Wl o O TR D Y T g
5.10.6
S 5/EFE laminated thickness
SEal A LA A R Y R

5.11  EA I LA

5.11.1
AL EEREEIS54  plastics film bag making machine
FF 4= 7= B0 RS (BB
5.11.2
FEFEMME  bag specification
B2 T ity 14 e R RC BE RN B RE
5.11.3
F4EEEE  bag-making speed
g 43 42 3 VR B
5.11.4
BaErr%iEE maximum line speed
Biammem il aRkE,
5.11.5
B3 WH %% single-row.two-row, multi-row
VI 71 58 BE T o) il 48 R A B 178
5.11.6
BE WE single-layer.dual-layer
Y B RS RN A E M A,
5.11.7
fBHR  color code
P L 4% B PR R Y 7 FEARTC (4 B8 4 mm 18 30 mm (Y55 SR I€0 A7 BE B 22 I AY BN FLZR S .
5.11.8
#{RKIWE bag length deviation
RS LR EE S AR B Z 2500 . X T S BV 48 2y 6 b 2 05 3 VI 28 22 [) 194 HE 1) i 25 1L
5.11.9
JEi1ZEWZE  bottom edge width deviation
P 2R 5 ARV R 2 ) 0 S B R 5 IR A PR 2 25 1A
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5.12 F O##H

5.12.1
Ry O4 plastics tube expander
FHORAT 5 2 A5 4 11 A BILARC
5.12.2
¥ O4E3L  expansion head
BE A b i 3R KA T,

5.13  ZERLEDRIALH

5.13.1
S ENRI#L  plastics printing machine
FE A T R s 3] D R L5 DR A AL

5.14 SR EEHM

5.14.1

FEIEFEHL  plastics welder

X P Bl 22 M S R A fE I AL B RS G BB Al b, RO F G A % SRS L R L Y T stk A A
FERY AL .

5.15 B 7EMHRNH

5.15.1
WMEI SR M B EEHL  plastics profile splicing machine
F 55 Yl 08 S BRORA U I — 0 AR 542 1 S B S 1 AL

5.16 IR

5.16.1

BEHIRHL  pelletizer

1 F R TR ORI BRI B
5.16.2

77  capacity

B A7 I 1) P D A ) Y R
5.16.3

M1 rotating knife

Pl &5 [ s il e e stk AT DR A 810 00
5.16.4

5| EE drawing speed

YRR UDRL IR 2% ORI B EE
5.16.5

HFEE  draw roll

LB &R TR,
5.16.6

E#4E  rubber roll

g MRHE O I AR
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5.16.7
EJ] fixed knife
VIRl T Ve ER1E 4 T,

5.17 2L HLH

5.17.1
B EWIFHISER A  scrap plastics pelletizer
) 5% HH 3 R 32 K 2 9 ) 7 BURORE Y IR
5.17.2
b ®  specific rate
(I 3.4.43)
5.17.3
ZMXLEII#E  nominal specific power;theoretical specific power
(W 3.4.44)
5.17.4
BRIEEFENL  plastics breaker; plastics crusher
oA A ] A 0 Ao % R 1Y BT AR
5.17.5
MFEJITIHEIE rotating knife edge diameter
T 73 70 11 4% T3 o T e 114 1 ) LA
5.17.6
FE#EEES breaking capacity;crushing capacity
T {37 B TA) PR AR TR 0 ) o
5.17.7
R AR  plastics aggregate machine
) FH 40 sk Vi) JEE 45 A 007 LA 00 A L SR 0 I /K V4 1A W AORE 17 35 %

5.18 HAb#l#

5.18.1

LRIHHL  feed accessory

H T 45 LR B s 4
5.18.2

s E T YL plastics funnel dryer;plastics funnel type dryer

R P A R0 URE A 8 D TR v iR AT AR A 0 T M5 R e o
5.18.3

FHRHEESN  drying capacity

TR MLTE 2 TR A IF T L S TR) DN BT RE B 1 9 L 1 o
5.18.4

BIEFEE  temperature accuracy

TR ALIE S AR 7E il 5 R T BE A B 25 1 T BE 35 s (R R 3 1R B9 di RO 22
5.18.5

A volume

TR AL AT e A5 98 A UL 43 s 18] 90 L A 3RS T R
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5.18.6
##E] charge amount
THRAL AT b 4L F M B R 0.64 g/em® BUJE JE 6 SRR B8 6 OBl B i
6 BERERNHZEAIE
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MIEHERSI

K Ba#
BHAXEREE
EHAML
gk
383 T
ginkE
BHE

& £ B 18]
RIEEH

RiR

iR 5

HE

Lb BE#E
e 58

B2 ERA

RERA RS
R £ AL

M 71 % 1

feh e e s e e e s
T AL
e e e e e s e e

s
T
R
L I 32
EEM L
98 58 5
98 4%

MEXRE
PR IR

74

- 3.2.29

- 4,478
-+ 3.1.28
e 4,441
= 4.4.40
-+ 3.5.60
seree 4,216
-~ 4,522
-+ 3.5.50
=+ 3.5.49
-+ 3.5.78
v 4,459
-+ 3.5.51

BRFBAIL wvvvvvvnrvernnenresnssmenressnsonsensnnses s
EESHEER  ceerererrernssevnnnnnennsnnsnnans 3.4.43,

4.8.9
5.17.2

-+ 3.4.46

- 3.4.74
- 4.9.12

- 55,17
- 4.6.25

=+ 4.2.19

4.2.1

seees 4,211
- 4,210
- 4.2.12
= 4,213
- 4.4.14
- 4.6.22

- 4.6.21

4.4.65

-+ 3.3.19
- 4.4.67

5l

i 2
) e 34 £

KEL

BB AL

FER R -

HE
P B 1

AL B S

BRBUBEIRBNAG wvvvvvrerevneoreeeerneomneesanenns

BB A

iR

*ﬁﬁ

7
ziFE
REXE
*ﬂi e

HEo

Lk

(RE) FEL
i E

&3 KA

fezh BB -

& 207 B BT B A
uhf:

REAREKE
W 88 g AR
RIFLER

I A

mE=XFRBUEMN -

BRIKEE T coveervnrmnneensneemnaee e een e

-~ 3.1.13
. R - 3.4.79
%«}E ks saseas bas ensbes essate sesanasen b san b ban

4.3.8
3.4.100

- 3.4.53
T 4.5.5

FTHBETEAL ooveeveeremreerersnsssessenennennenn:

FTHLREEHL voeveeveeremreerersnessenseneneanenns
- 3.4.57
. I 1 |

FRBUZE woevervenrmeveerensneeennesieaas seene e
-+ 4.4.39

4.5.7

4.5.8

4.7.3

4.4.121

- 4.7.41
L R
- 4.7.48
- 3.4.26
BIEIAI] o0 e eeaunaaunarnsieunastnbas vus ans sas ssauns
= 5.3.40
- 55.33
- 5.5.29
- 3.5.28
- 4.3.4
»+ 55,15
- 5.3.28
« 4.6.2
-+ 4.4.35
- 4.7.14
477
- 4.7.35
- 3.5.70

5.9.3

4.8.4
4.8.5

4.4.106

=+ 5,3.33
- 5.3.53
- 3.3.26



FHFEAIL +veevevrrvrnrrnrnsiiieiniinieeiaeseesieens 3,25
FHA=R e 4462
g = 4.3.20

D

([E] &%) T

KREBRES

WRERRRE BRREELE
WREME

WS E R E A

BER JE covvevververnnenn »+ee 5,116
B3] W7 %5 R IIT R R -
BB HIETE N T 5
BEIREHT vooverrrererremrnnsniininn 596
EFEE B - -8 |
UTHEERR coeerevrarnnin i iiiieieeneenes 44,118
1 [E 4R - 3.5.62
R R E - B.11.9
JEE coevenmenneninniiinniisinnneanes 3.2 25 4 4,126
(FH&H) E—BRBEN -+ 4.4.20
(FHRERR E_BREN - 4.4.21
FBEEMBARE »oovevrreervnrenes 3.4.150.3.5.79
Xk 3 b - 4.10.4
sy Hl PPN coees 4.4.87
TAHAF coeeereerernseininiinii e 3.5.23,5 4.6
TAH A crveeerreereneinianeniannina 3557.5.4.14
TR H 32 - 5.4.15
TAHITER corvvererrnieneninnne. 3558.5.4.16
FERBETIIES oorerrrrrnrrnnnnnnnnnn 4.4.107

-+ 4.9.22
- 3.4.97
-+ 5.11.8
4.4.117
- 4.4.37
4.4.113
4.4.120
= 4.4.33
- 4.7.20
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TEREBIHL ooovverrvrmrerorirersneersiianiennens 4.2.6
TE R » 3.5.25
EHROEKE -+ 3.3.28
hiE R B L
XU S BB E wooveee v 475
T CIPEEEBETBAIL wvvvvevvvvrrnrnvmnrrnnnenrenenens 4.7.6
EREPEAN :

L BT H A
EAETE G TUHL -oevvvvvremrrerrneeessraneenses 357
SESTEERLBIHL oo vererrerrsmnreannin 35,8

iR sCE R E S A B AL e 3.5.10

F

RNEE
b ik s X -+ 5,5.30
BHRIEE o .. 3.2.39
BIFATRALAL  corverrreriniiiiiniiinene 4,524
BERESR - 4.7.37
ﬁﬁﬁg verersssssrsanessaenasseaneses 3.1.30.5.3.37
(ﬁﬁﬁ%ﬂ&ﬁ - 3.3.14
ﬁﬂ\zﬁﬂj SR EEEEEE B EEE B P B 3436
5 4 2 ZhTh g essssssssississes 3.5.77
B it -+ 3.5.69
{7 B BB A - 4,511
FEBEREERL +overeorerrnrrssnnnrasnsannenceses 4.10.23
FEREEIEI AL «oovvrvrevrenmnemnnnninnnnene 4.10,17
B2 S AL e 4.10.18
EIBRERERVAGEHEUSEM £r-% - 4.12.1
E&h&ﬁﬂ%ﬁﬁkﬂﬁé?ﬁ% ------ 3.6.1
ﬁﬁ&n

» 5,5.20
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SRR
SHES

%ﬁgm Beteesessesearesteant tsata nsennssnaonnenae
SIS EIAIL wvevvevnrvrmvennerernnnnneen

R

EHRBATITET  oooerrromereeennn
FEENERIE D ceeveerenrrerne s e

T T 16 T RE
E6EE
EaHHMN

E8EN

SEYITLABAET A HLLL  cvevveververeeremnenrens

F1RM
FIREEAN

4T 18 B
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W E D
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WeLTFHEE
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WeLBE /RN

P E Yy EOr o S
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WLLE N
BREMGXE
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e
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3.4.11
-+ 3.5.21
seeer 3.4.31
- 3.2.6
- 4.7.4
- 3.3.23
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4.4.105
- 4.4.67
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3.4.108
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ceeenneeens 5105
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e 4.3.27
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- 4.3.22
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= 5.3.49

FEPPHL wooveeverrmereeremrnernesnesnesseine e
EEE R T

4.8.6
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creeeneee 34107

3.2.27
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4.8.1
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- 4.6.14
~ 4.6.19
= 4.6.20
4.11.16
- 4.6.1

.................. 4.11.17

4.11.18
4.11.19
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4.4.127
- 4.4
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mechanical tyre shaping and curing press «oeeeeceeeeeees
melering zZone M h e am R aa R s s A A EE Eas Aas AAs AT ANEEIIEEI IEAEEA AR AEE AR EEATES AN CEMTIA AL A ErEasLaramsaes
IEIt GEAT PUIMP =+« eveneeesoreees ot et ettt et et e et e e eee e ettt te et tes caee it bee s aee e
melt filter R TR T TR TR

metallic ShAping drum oo e eeeern ettt et et et et e e e e e

microwave curing unit

MUl serrrerre et tiic i s s s st s s s s des s s s s s e

mill for rubber and plastics

minimum mold Reight <+« see s e e s e

minimum mold size

mixer—extruder M E e e E S N T AN EAE B R RS E A EAE AT RN IS N IS NG GSE A ASA A ANE AN FEEELE TN EEI EIEEAEEAL EEE A
MEXING CRAMBEr  +e+eesser e sertramtit i ettt s e e
“-.ixi“g 1T L R T D D T P T T PP
mixing ring B S B E BN B R S RS AR EAE FEE EEE EEE BN BB EEE S SRS S B S EE GBS EEA SNBSS EEE NS R EEE EEE SR EEE B R R
mixing lime e e e e e e s A e es aEE A e Ee A e Ae AR A AR R AAE KA N S AR EAE RS KRS AR A Ae EAs AR EAE e ee AR ae R A Ay
model A. tyre shaping :md Clll'il'lg ]]I”ESS B M B E B S A AR NI B e NSNS A EEA NS AEE EEE AL EEE EEE BB BRSO A Ea
model B tyre shaping and curing press «ocoeeeesraeeceen

model C t}'re shaping and curing PIESS oo csesseossansantantaetansataaiatastan ot et st tttatie e cns

model R tyre shaping and curing press

IMIOLA DIE FOICE  +overeer ronsesnes nsateses st atssassssans ossnesss sasansasnsssonsnesasnsssnns esnsssnssassen
mold break/mold Unlockinmg «««««««eeseeseeteetnemetun ittt ittt et et e e e

mold heighl “d‘iusl BN e N Ee s e e s eeE s a s Eus Eas EAs BE s Ead Ead Ed EEd EEA SRS SRS EEA EEE RN 8 RS REE RN BEN BE N EAR AR HRL AR

mold opening/closing accelerated,/deceleratedspeed

mold Opening/cl(’sing speed e

mold opening/closing time

MOId OPENINE SEEOKE ++++os oo nrtnntttatttit et ettt et bt bttt et er et b bhn et et et e e s
mUld Opeﬂing force L L R T e T PR T T

mﬂld prﬂt{‘ctiﬁn T I T
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ceenee 5412

N
cieree 3561

- 5.5.36
weeres 5516
5.3.29
weeee 5.11.4
veeree 3.5.36
N X )
weee 55013
weeees 3.5.48

PR 7 B 1

ceeeee 3.4.41
3.4.87
weeee 3.4.88
sasans 4.4‘46
vereene 3.2
cienren 3.5.37

- 3.5.38
--ee 3,419
sssssansasaana 3“"9'5.2.5
------ 5,534
veeres 3517
ceieen 52Q
veeees 4.4.51

veeres 4.4.53

+ 4.4.54
<ieeee 3.5.56
veeees 3563
ceeses 3572
viereiee 3.5.35
3.5.34
seererseenes 3.5.33,5.3.22
3.5.32
cieeeens 3.5.56
3.5.62
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molten salt Curing Dath — «+rss s oo rnenn e ettt et et et e e e s e e
MOould clamping fOrce «+eseees e oottt ettt e L e e e s
mould cleaning Machine «+««resrr e e e et e s e

mould closing o R LI L

mould dimension

mould drag conveyor B E B E S B EE N EEA A AEE S EEA S A SEE S A EEE EES SR AES EEE EAS EEE SEEEAE EAE EEE EEE RS EEE HaE EEE

mould ejection force -

mould for DUIlding ==+ +++=eerreenr e e e et e et e e e s e e
Mould height adjusting deviee <+ seesserenetetatetston ittt ittt ittt ettt et et ate s e sae st
MOUL OPENENE FOree «+v+rerertssrs o e ittt ettt e e e ettt ten e e e e e
MOUL OPEIIE UMEL  +#++0e voeeeeoms oo min it tae et ettt tes s b bbn es et thsses tes b s bat br b aee e ee see e
MOULd FOIIET COMVEYOT rrvrerrssreere s ststnt e et et ere sttt ae s s an s s san tes s se s nen sas s s
MOULA SEPATAtING FOrCe «++++r es s s e ittt ettt et et et s e e e e

MOVINE PLATEI e reetrsere ettt e e e et et e e e en et e e e s e e e e e

mu]tiple screw extruder e B AN AN BN R R R AR S EE A A A RS AR RAR AR R AR E BN SRS AR N RS RAR KA SR e b R

]““]li_compone“t illjecli‘)n “l‘)ulding machine sererrerrrrririnitmnisirsssismrarssrtssrnssnarsasnnee

multi-core

multi-eXtruder ccrrrrrrrrrercrriionioriotirtrontarretrsriansarsstnsiiatratsasrsIt st s e s s e h s s ey
multi-layer film laminating Machine - +++sssssesretnimniii
multi-layer plastics container extrusion-blow moulding machine =e=ssrerererereranianniin
multi-layer plastics container extrusion-stretch-blow moulding machine +-«:ssorveeerreiririieiee..
multi-layer plastics container injection blow moulding machine =rssrererermrerriraians
multi-layer plastics container injection-stretch-blow moulding machine «coeeeeereesrrresniaiiennien
multi-mold injection moulding machine «c--oveereer i
mu]ti-plat(‘n 0y R R R R R e AR IR LIRS LIRS
multi-station extrusion-stretch-blow moulding machine ««ccoeceeereereriiieniiiii,

mu]ti_scre“_- extl‘l.l(l&l‘ R T T TR T R T T TR

multi-station (shoe-part) pressing machine

multi-station tyre building machime -« +s« eeeeess oot e

verserrnrsneees 4 4 57

multi-station tyre shaping and curing PIESS  sreertsrtsressrtsranstsserterasrraratnrntrtarante

multi-unit PIESS  #v s e one oee ne can an e tn s s s s e e e e e s e e s shsehs b ke h et e e

net chamber volume S B e a s S s EEE EeE EEE EEE B EEE EAE SAE EEE SRS AR B EE SRS EEE S NS EE4 ES A4 SEESEE SRS SNE SN SAE RER R B EnaEE
net volume of hlending chamber B e s aasae aus e s PN Pas Eas Kas Rad REd REd EEA EEe SRS ANIANE SRS ARTART RSN AR R RS RRE RS

net volume of kneading chamber csesererrtar it i i s s s st s s s e s s s e

net volume of mixing chamber

NP AdjUSTING dEVICE +++se oo tontrntnt ittt ettt et et ettt e e e

llip roll NN A N EEE A EEE AR R S AR NS OSSR EIE N EEE RO E R EEE EEE N KRR P S ETEAE IR AN AR AEE AR AN EET AT R IR A

nominal diameter of the big end of a screw

amane 4_]0‘8
cierenes 4.4.82
asnens 4.4.73

. 5.5.17
emane 4.4‘76

- 4.3.33
ceeene 4.7.41
4.4.60
ceeeee 4.3.32
ssssaa 4.4‘74
v 4,477
5.9.3
seeens 4.3 30

ceesaiasiaienns 3412

O W

ceeees 34,112
ceeeer 3.4.23
-+ 3.4.108
veeneen 5102
v 5.3.10
5.3.11
veneens 53,12
5.3.13
veverneenees 357
5.4.2
5.3.7
cee 3.4.12

- 4,813
ceenes 4.4.23

v 4,37

3.1.3
5.2.7
5.1.5
- 5.2.7

ceeeer 3.2.9.3.2.10

veeeenee 3.2.98
vereereee 3.4.117
+ 3.4.60
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nominal diameter of the small end of a screw

NOMIENAL TOFCE  so o vee s e tentuu ittt tat s st s tnt sttt sus ses st s assas st sessanoss tasassssasss sosassssnsssssnassnsnsns

nominal specific power ssreeeverereineiiin.

normalizing )1 | T T T T T

L 744 R R L PR TR

nozzle contact force
number of openings

number of shuttle

oil-seal trimming MACKHINE *rocrrreerremta ittt ittt ettt it rts et sattistassatsssassreassssssasessassnsssassssn

open-side press
opening height
opening stroke of mold planten

orbitread machine

outlet hole s+ossrsretiiiiiiiiiiiiniannins

outside bead setter

overturning tail stock

BEdEsE A Es EEd ERE BB A S RN AR R

0

packagi“g foam n]ﬂu]ding PTESS *+s ssssrssesvsnttiuseisnsatissassscrinrssssiscissn

l)arallel t““in‘scre“’ extruder H A A EE AN NS A S SN SEE AR EEE EEE EAE AR EEE S EAE A EEE NS SN EE PN AEEAEEREE SEB RS AERRaSE

patch buffing machine
patch cementing machine
patch cutting machine

patch skiving machine

pellet CEntrifiugal dryer <+« «ts esoessos o tuntnt ittt ittt et ettt et e e
Pellet diverter valve +roses e rentermtt ettt et e e e e e e e e e

pe]letizer BB B B EE S S B U BB S EE B RS S B RS RS EEE RN SR SRS EEE EEE SR B S EE S B EEE SEE EEE A B G

s
L N T T T
s

sesessssananse

- 3.4.59

5.4.9

- 3.4.44

4.1.5
3.5.22

- 3.5.71

4.3.8
5.8.3

+ 553

3.4.6

- 457
- 4.5.8
- 455

veeeenees 3.4.90.,

(ruhber)pellelizer H e s e Ea e e ek R e e SR AR SR R AN A e S EA AR A AR NS AN SeE A es AN AN AN EAE Es R eERAas aEe e ey

Pelletizer Read ««vsee e sesre e trn et et ettt e e e s e

periodical complete production set
permanent shelf

(barrel) pin

pin barrel (cold feed) extruder
pin type single screw extruder

piston cylinder

TR

R LT R T TR

vhe

YT

- 456

3.4.98
3.4.97
5.16.1
3.4.20

ceeeneene 3.4.105
B T T

4.3.16

+ 3.4.62

- 3.4.25

- 3.4.5

planelary SCrew extruder B e B ek Bas FA N ESE RS EAE FE 4 ESE S84 SRS R4 EEE S 64 S8 N4 EEA SEA A S48 EEA E4E RES SAEREE AL BaE s REa bR

plasticat(]r N

l)lasti(:izing Capa(‘it}' AR N B R S EE R A EE R RS EEEAEE E AR NS RS TS EAR AR A RN EEE AR ST RIE R AR EEE Ea

plasticizing zone

plastics aggregate machine

plastics belt extrusion accessory
98

teransans 35‘43

+ 5.3.42

3.4.13
3.4.18
5.3.23

- 3.4.40

srssmana

5.17.7

s sssassasn 3.4‘ ]47



plastics biaxial orientation film extrusion accessory
plastics blender
plastics blow moulding machine

plastics blown-film bag-making extrusion accessory

plaslics BlLoWwn-Fillm eXEFUSION ACCESSOIT  #+% +5% #s vos tas sutstsstetus st ssstsssstsnsssssistssassisassnstsstsnssnss
plastics blown-film printing accessory =::-e-csseeeerrninen
plastics bottom blown-film extrusion accessory ::--:--

plasﬁcs breaker sssverrersstaiiissiersitsiaiessesstasranrssersrastartisarstssta it ettt ta et st sitatataten

plastics cable covering extrusion accessory

plastics calender with different roll diameter

PIASHICS CASCAAE EXTIUAEET +++++s s sosrnennonstetatsaes tes it aia bt et bt sestes tes st s bas et ateee s
plastics circular braider ===« e
plastics circular 1oom s« «eeeserseeaerann it
plastics cold Mill «=x«ereeserrmreernamra i e
plastics cold MUEXer «««+eetersese et e

plastics corrugated pipe extrusion accessory «+tevreveees

plastics corrugated sheet extrusion accessory

plastics day-light press
plastics downward blown-film extrusion accessory

plastics double die blown-film accessory

l)lasti('s extrusiun accessor’r Bes amsaEEmEEEEE R EEEEAEras R aa ban

plastics extrusion-blow moulding machine

plastics extrusion blown-film bag-making printing accessory ---

plasﬁcs extrusion Iine H B S H B S EEE S HBE HE S A BN S S EEE EEE ERE S RIS SN A SAE NS SEE SEE SEE AN AEE ARSI SN SRS R

plastics extrusion-stretch-blow moulding machine

plastics f(‘cd Cxtrudcr Eh B A S EeE A B N4 e AeE A EEA AES ABE S 4 EAA AEE AL AE S EEA EEs AEs SAE SAR HaE BEs BAsBAR B ba

plastics fiber spinning extrusion accessory

plastics film bag making machine «++«+ereeeeere et
plaslics film calendering ACCESSOTY  *77  s tse st ars ittt it atn it aan st ss as sar sasas as as sasess s sasansosasns
plastics flat-blown film extrusion accessory -«---seeoeeveeeeene - 3.4.127
plastics flat fiber extrusion accessory s:seesseeereiene

plaslics foam extruder ssssrrerrerrrrrattriaratiataatiassaisatasttsassrsstnst st sarsan it st astaastaas

plastics foam sheet moulding press

plaslics f“nnel dr}'er B e R R a RN R R R RS R AN RN RS AEE R FEA MRS AEE AR FEARES TR AR EAERAEATE SRR EAEEEE AR BE

plastics Funnel fype dryer <+« s ee oo enneunint ettt et et et e e e

plastics heavy duty film extrusion accessory
plastics hose extrusion accessory

plastics hot mill

plastics hot mixer

plastics hot-moulding machine

plastics injection-blow moulding machine

plastics injection-stretch-blow moulding machine

AR R EE PR PR AR R RS E R AR R EE AR EEEAEEE AR
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ceeeneenees 3.4.131

R TR

..

-+ 5.2.1
= 5.3.1
- 3.4.132

3.4.126
3.4.133
3.4.128

- 5.17.4
- 3.4.149
- 3.3.50
- 3.4.30

- 5.8.1
- 5.8.1
- 5.3.2
- 5.3.2

v 3.4.141

3.4.138
5.17.4

-+ 5.4.2
- 3.4.128
+ 3.4.134

3.4.124

-+ 5.3.2

3.4.135
3.4.125

- 533
- 3.4.28
- 3.4.144
- 5111

3.3.51

cee 3.4.146

3.4.29

=+ 5.5.4
- 5.18.2
- 5.18.2
+ 3.4.129
- 3.4.140
-+ 5.2.2
- 5.2.2
=+ 5.9.1

- 5.3.4
» 5.3.5

EE]
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plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics
plastics

plastics

kneﬂder R R EA R EA R AR EEE SRR EEE REE AR FEE AR AN AN EEE AR AR EEE EEEEEEEAE AW
]ﬂminatc f‘ilm Cxt]‘usiﬂn acfcssﬂl"y Bk ME S A SEE SEE ESS EES SEEBSE EEE BEE B
Iaminating MAachine ««+++ssoreresessan ettt s s e s e e
leatherette machine ccescersererri ittt tis sat st sansan e Nesssanessassassnusnasnans 5.6.1
ILER@I  #+o %% o6 450 600 asa 00 totoaesbaasssts sesussoesussosssensos sasssssioses bsosss aosns sussssossisssosatssshais
MOULAING Press e =e=ssseeerssrnrsansen e et e e e P 30
multi-daylight press «eeeeeseereerere oot
multi-station extrusion-blow moulding machine =+=+«-=ssereereees srerersssscnnnesee 536
multi_station il‘ljecti(}l‘l—hlﬂw rnoulding machine e nm,mmm nmM TTmTmm I IITIIImnhT!TMmnn
multi-station injection-stretch-blow moulding machine -=---------
multi_qtation mou]ding prcss SES EES EE S EES S ES SES FEE RS A SEE EAE B B E
nonwoven textile MAcChine «r«-««resrerrrrmsnrrssrssrrarnernsnsrreeresss
packaging lape extrusion RCCESSOI"}’ RN
pelletizing exXtrusion ACCESSOry =« «e«+wsswssersrssmsasrssaiereneeens
pipe extrusion a(‘cessor‘)’ MEEmEE e aEE I EIE LA EEL EALEIEEAE EEE EEE LI ERE B E
PLAIN JOOM #erveesesmrerrsereiiatetttiniiieie ettt e te e ans
pref{]ﬂ“liﬂg ]l]ﬁlllding press EEE RN EEE EEEEEE LN EEE EEE EEEEAE EEE EEEEEE EAE AW
PriNGING MACKINE =++ o vvrsermre et ettt e e et et e
profilt. extrusi(jn il(:l:(fssor}’ ErE sEs sEs REE Rt A AT AT EAR AR KA REE RAE A A
profile splicing machine ===+« =sssseeemneen e

rotational mﬂu]ding machine sisssssssssssssessatsEts s Rar pa s Ran et an

Sheet extrusion a(‘c&ssm“)’ e EEE a e aEE S EEE EEE EEE EEEEEEEEE EEEEEEEEE EEE B

skin foam sheet extrusion accessory

slepped exlruder B AR AR EAE R R ETE R EE EAE PR ESE RS FRE AR S EEA S SRD AT AEA FAS SRS REEAEA EAE BRE AR RN A

tearing film extrusion accessory

TUDE EXPAIAEE ++vrerreeseesas et e bttt e ne e n e e e e e e s e

vacuum mmllding machine M a4 ss ams SEAEESAsL aEs baE EES AL BES BasEan BEs aa

] [ ) R T T

plﬂlen S NN BN NS RS A EE B R R R R AR R FA R ERE EE EaE R

plalen mo‘.ri"g [ R R T R T PR PR TR
sesmsassssssss s usnasnaas 4.3‘1

plalen press B R A R B R A EE R EEA EEE NS R EEA EEE A EE AR EEE REE AR AR EAE REEEEE EEE EIEEIEEEE W

platen R T P PP T

plunger chamber s«rrsrrrrm i s s s s s s s s s s e s e e s e

plunger/piston

plunger/piston plastics injection moulding machine r+-r-rroreerrmrreeseeee
ply servicer B R T
ply type V-belt core building machine — «reseererseeminiiiiiiii i
pl)’ up dr“m B e S s B E NS S B EEE ESE SN EEE S aE EEE S EEE S SR S SN I Ee SEE S84 NN SN ENE EeN T EaN ERE SE B RAR B
POKE DAL +reeee et set ettt it ettt et e e L L e e e e L e e e et e e s s

{hose) [)Oling machine A e N EEE A A S AR EEEEEA AT A SR EAE AL EEEEAIEEEE GEEEIEEAEEEE A srsssassasassssanarsaan s 4.6‘2

polyurethane foaming

polyurethane fUil]'ll moll]ding machine ssrerrsirsirsiisiriiisirsiisarsississnes

poly-v belt grinding machine

100

e

e

sssssssaas

erernrrereeanneaeene 3.4.130

srersenannnes 5101

5.2.1

5.3.8

4 asssssasases sesassasnaas 5.4.3

cersiesse e 3.4.148
B I T P

ererieeeen e 3.4.139

5.13.1

et 34142

ciereeiseeen 51501

erreieieniie e 3.4.136

e 3.4.137
crenrenennens 3430

wer 3.4,145
cemraneeeaaes 5121

eerenneenne 51401
cereeesinnnen 4.3.10
3.5.55

sereeneeeens 5.3 30.5.5.14
ceereeenen 5.5.10
- 3.5.20

sesssassssasas s asnaas 3.54

cieeenieeee 4.4.36
ceererennenes 4.7.19
eevvnenens 4.4.34
4.4.31

- 5.5.32

- 4.7.44



GB/T 36587—2018

pouringdcvicc T 5.5‘29
POSt cure ANFIALOr «rv+esserereresannineiseisii s s e s s e e e s s sneses s nesee s 4 469
practica] injectiﬂn shot Weight S e B E e S R Ee S EE EEe e EA EEE SEE AEE SEE EEE EEE EEEEEE S8 HEE EAE EEE AE EES FAEEAE SRE RRL ERL REE SRS 3.5‘42
PreciSion PrefOrmEr «s« e seseseoes ottietttint ittt e se s see e ces ceneensansas e san e e seenes 40,2
Preloading device ««-=-see=sesssemsssame e e e e e e e e e e e e 331D
pre-cure ring tread CUFINE Press «-+stetereeserrate ettt s st e nes s senseeeeeees. 45 2()
pre-cure tread buffing and cementing machine -« «s++++sssrrrerinriiniininnime s 4521
pre-cure tread Strip curing g R R e e R LR ALRLI LY 45“]9
Pre-heating OVen  ++-ss«ssssesees et tre it et e e et e e s e e eeee § 5 08
) R R R R R R L LR LR EL 4.3."
(shoe-part) pressing Machine «++-««=+ssseererareu ittt e e e s e e 4 812
PresSing FAm deviCe +++o+sssressnssiistsstmimiiiisieii s s st s e s e s s 301,24
PresSUre BElt «oreeeeereroonmuumint ittt i sis st s s s s e s e sesees 43 06
PLESSUrE PO ==+ sensessreseesnsaes et e et et eee e ae e tae e tes e atn e s s atn e e e s e aee e § 47
pressurized Kneader — «eoeveereeremr ot i e e s e e s s e e s e e sreaeeee 3] D
pl‘ﬂfilil‘lg machine S H B e S EAE SN SE A E S S E S S S EEE A SEE RS R ESE S ES B AEE S AR SNS A SN SR EE S bE ek ses aeh he R as 3.3.2
prophylaclics electronic tcsting Machine «#«ceveve i tui ittt i i it sis L se si s i s e i sea e 4.9‘12
PUIL TOIL STAIA  #+svevsessorsrntessns i tta st e st e s s e st e s s s s 33D
PUNCRING PSS == +re s eee s eee se et e e e et et e ee e et e ee s see e e s s sae s aen s aneees 4 86
L SRR T T PR Mo o1

PYTOLYSIS FEACLOr =re+rssrsers s srsssstrtis ittt e st e s sr s e s r s s e s ss s sss s sn s s ans s sas s aan s ann e 36,4

ram B e s e m sEE HA s EEE AN EAE A BEE S EAE FA 4 ESE S AL EAE 484 A S 64 BEE A0 4 A S EE BES S48 BEA EAd BES S0 BEE HAE Bas BEbBAE b BaE s REE bEs 3.]‘25
G W B I
FASP  *++ e eerterareterunttie ittt e e s e s e e e e e e e e s ses s ans s ane e 4514
FEACLION EXTFUSIOIL *+++7 +e versersntsetarereetnstresresrssns snsarnsssssnssnnsnnssnesnssnsssassassassssssrsnrssssssses 3 4 36
reciprocating single screw extruder crecrrcrrerrrrrrerrerisrrees ettt sttt sttt sttt s sse e neeceeene 343
PEEITMEE +#+ ¢ vooossessonstsans touuesuas tassesass s uesusseustss buesassssssssasbesstssnstassesassssesnssssssnsssnsrssnssnsse 320
refining MAchilme «+«=r+essssersmssisie it e e s s s e s eeee 4126
refiming MLl  ceecee e e e e e s e 300
respooling machine «««+ssseesrrrmr sttt s s e s e 461
Fet@ner Plate ++ee+s+eeeresrenreanttne ittt e e s e eeenne 34111
(FOIl) FEVErSE CATMDEE ++e +vesresreassasenrnunsansareniseessassnssesressnssessrssessessrssesssssrassassessssssassssnses 3 3.0
right-hand drive «e--sseereer s erem et e s e e 301,7.3.2,13,3.3.6
ring tread building machine I 45‘28
Fing tread CUFiNg Press = eeesrssessrrarr s s s s s s s s s s ses s sns s sessn 45 27

l‘0|l e E M s eSS B E S S A EHE BEE ESE S A SEE BSE ESE S ES SEE SEE B E4 A SE4 SE S SEE A B SES S8 F SEE HEE SEE S F SSE HEE SES SEE SSE BES SES SO E BOE EES 32]5
101
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roll beﬂding device B e A s E AR B AR EEE RN R N A EEE A EEE A RS EEA R4 RS A RS SR EA RS AEE A AR EEE AEE EES EAREEEETLEEEEETEEEEER
FOll Surface Wwidth cevcer oo oot im ittt it it i it i i e et s s ae il sel sl sse el se b ti e e e e i ae s

roll temperature adjustingdevice +++=++=esrrevrrerar i s s e e

roller head

rﬂtar}' T T SRR T P R R TR TR PR

rotary helt (‘llr‘ing l)ress B e B Ak BaE Ea s EEE R EEE FEd ESE S N4 EEE E4 EEE S 64 RS SEN EEA EEe B SEE AEE EEE RAS EAS EEE A BEE EEL REE RS

r“tary CASE *+*sressrstntassttnsscansanss

rotary curing machime «+«ssserees et i e s e
rotary die Cutting MACKINE =+« s seesrerus st i i ittt e e s st e e s s e e
FOtary ex-AUrm dryer -« osseesesserems oottt e et et st e e e
FOLAry PIAten dAMELEr =« s tereessrsoms s ton it atsiis it ettt as s s e et s e e s s s s
eeeee 3.4.123

rotary_tah]e extruder for shoes ssssrsssssiisniiiisiisiisntiissitsitssssarssssans

rutary 111 1 AR L T R R R TR TR
rotating knife M e s e E B AR EeE EEE AR EAE FEE NS R S A FE T ESE E L EEE SN ESE U e S S A FES AES A LS EEE A FEEEEEETLEEEIEEEEEEER
rntaling knife edge diameter  sereerserreriiiiiiiiiiiiiiiiiin ceeeeee 5175

ruta““g speed Fatio Of TOLOTS svssseresrenseeartsotnstntnsaassissarssrsasrassssssssssssnssasssassassssssssassssnsas

rotor

rubber and plastics o] [ 11 [ R T
rubber and plastics injcclion moulding MACRINE +crsr et rin ittt ittt ettt st st s tasts ss s araisu e
rubber band cutting MAChine sorsersrrriireiiiisiiiiiiii i atsttissnsiisrsstssssssnsinssrsnssissansonse
rubber extrusion cutlirlg IACRITIE =svreesoesaseneaieineuitintietiaeseiaatausuosietsatasissasssnosassssnssnsanaans

rubber footwear compression mould machine =+« seeeeeet ittt

rubber internal mixers & plastics internal mixers «wrresreererrerririn.

ruhher ro" N B BN B EE RS K A RS S RS E NS B A EAE SN EES A A SR RN RS A Es R SEA SR A OSSR RSN SRS HES SEE RAN SIS NS SRE SRR BEE AR
ruhber Slee“'e 'dllll)l:l'rl\"e E R E AR EEE EA R EEE EEE EAE EEE RS R NS B EEA G SES AT EEA N NS SAE EEA T EEN BEEEE T L EEEEEEEES
FUDDEE SPHICE SCFAD -+ s +osces s sossemescos e srssas e eos e sas e ees s e e s sas s e e
ceee 4.10.14

rubber thread cutter

rubberized fabric continuous vulcanizing unit

S

scrap cutting MACKHINE *#rsrerrerrirtrtrcisiitrstrirrtetirsitiirirstr st srssssans

scrap grinder
scrap plastics pelleter

scrap washing machine

SCPEEI CRAIZEET  ++c+erret cee mee st s e e et e et et b s et e e e

screw centre distﬂnce B E B EE B A B BAE S B EE EEE BEE ESA A ES SEE SEE EEA S ES AES SE4 SEH SEE GBS S BEE EEE SEE S BEE EEE BE

screw collar/pressure ring

screw combination B E B B s A e EAE Ea s EEa B EE EEE BT EEE R I EEEIEE SRS T8N BEA TEE RS EEE EEE AN KEE FEERAREAL REs AR ATR R
sCrew Crmfigl.lra‘ri(m IR
screw conveyer dryer B Ea BB B EE AN AN AT AR BN RN AN EAE RN EESEAERIE R NI ERIRAEBAL AR

GETEW CIE %% *+% ot o emane ausoet oot ous ousanstos oot sosanssns st aesaessnsonssheasssesassossotesss ssnsnosnessonssnsnnssss
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3.3.14
3.2.16
- 3.2.27

e 3,4,107

5.3.43
4,7.12
« 5.3.47
4.3.22

4.8.6
4.9.15
3.5.53
5.3.44

5.3.34
5.16.3

3.1.6
- 3.1.14
3.3.1
3.5.1
+ 4.9.13
4.10.2
4.8.15
- 3.1.1
5.16.6
4.7.29
4.7.36

e 4.10.6

T T, 4 ]0 ‘|7

BAEE B AR AEB AR LA NEE EEB AR

=+ 4.10.23
+ 5.17.1

ces 410,18

3.4.88

e 3,4.73

- 3.5.15
3.4.66
3.4.66
e 4.10.22
3.5.76
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SCrew diameter =t e ererrrrr e sirsirass st ssrsrssssass st srsassassarsaraarsarsarssrnnes

screw effective Icngth e B A NS B8 B S B EE S S e EEE B s EEE 4 SEE S SN 8N 0N SEA SIS HES SEB SUB EUE HaE KA O BAE BAL BOs BES NSRS LS

SCIeW elemIEIlf  rorerrrarerrsrrsenrarsrsssnorarssasasnasaranssrrasasestas sssransnsnssasnsnsarnarsrsrinrsese

SCrew interna] dian‘eter B e E e e e S S SRS S 4 S E RS SES HE N S N Ee SES EEE SEE EES NS E4E EAE EAS AN FAE ESE FEE ESE SEEREE EEE
T a1 ) T L T PR TR R

ceeweeeer 3.4.49.3.5.39,5.3.18

3.4.52
- 3.4.64
3.4.50
3.5.40

SCrew ]ength/diameter ratio e 3453_35‘40_53‘]9

screw length/small end diameter ratio

screwoutside diameter/’internal diameter ratio  ssresrereoresti ettt it sin i tar st ste it arsisess s
screw plunger plastics injection moulding machine -« «++«++ee e vrrateimnimatiiini e e
screw shaft He e e s e as e Eue Bus EEe Ee eEeEee et aed AEd EEA Sea SR4 S84 EEE B E B SRS RN RES FES EAE FAS FRL ERLEEE PEL PEL SRS EEEDES
SCrew Sp(‘cd e

serew thread element sorrrrrerrrrrrsoretiirer it tta it ittt serstserasrs sttt s s ras rer e nrsans

SCrew tip BAE AL BAE B4 EAE S BAE BAS A4 EEE BN BES B4 SE4 RS AEE S84 S04 BEA AEE AES SEA RS AL SRE BAERAB R4 BAN FAE AR EEE R

bean]ing slrip culting MACKHINE  sor s e i i i b s st s s e s sr s st s s s s s s sa s s has
(radial ply tyre) second stage building machine «++«+sess s eerrrraimmt
SECtiONAl MOUL PIress  ++++++sre s stsaunitntuutois ittt i ais s e bt s e hs s sas s s ae s e

Sec"ﬁna] tyl—e Spreadt‘-r W e m R aE mE RA R mAE R AR EEE RA R EAE EEE R RS EEE EEE EEE EETAEE ERN AEA AT LA RN AEE AT ELE AL AEEEEEELEEAE

segmented mould

semi-automatic mode e AN s SN S EE BB B S S S e aEE SES 08 EIE S SN 88 SEE BEN EEE EEE BA 0 AN EAE FaS Fa0 RAE BAs Bas sEs RER RS

separa[ing force B K Ea N S Eee e e eee SE0 ENA B NS EEE a8 BN ENN SRA SN BN SEN EEN SESEEB BN RS EETEEEEIEEL PSS RSE ARL AE

Se[)aratﬁl‘ B AR B A S B AR B AR EEE ESE EAE S EE EEE EE S EEA S EE EES S S B4 S BES S EEE OGS SEE SES EEE EEE RS BEE EAE EEE EEE BAE EEE NS EEE EEE EEE RS

shear head

sheet feeder device BN R R R RN R AR PR R R AN P RN NEI EET AN AET AT REEE AL AL LT RIEEIE TER RTL RIS EUTEEI PRI EAIETEAL AR

sheeting mill

shell B h R A B R B s A A EEE Es EEE EEE SEE ST IS S IE R AN AN AN RS NN BEA UEE AR RIS EIE AN RES NEs EEEEALEEL AR EIL AL ERLENT RN AN
i L R LT R TP PR TP PR TT
shoe last slripping I'I]i](',hil'lt‘ B E e e m A e s ma SEa EEa AN AmE TEeEE A AEE AL AN LN RN UL SAE EAL SRS EAL RN AL PEe ARe RAn AAs

shoulder drim  sec s ror snecan et oue snanu e ontoratesos oot o atesissesaiisisiitostsissisiissatoitaseisssatonsanssns

shrinkage roller conveyor

shuttle number B a B Ea B Ea E s EeE A NS NE G EaE BN BSOS SR EEE EEE EEE AEE EEE LT NS N0 ENE EE FEE AEAIEENE SRS ANT RN BEN BEY BEY

side delivery head  csrcersrrrreartarsitieiitarttiiietitanrttsietitantatssesisantassassstsansanns

= 3.4.54
3.4.51
3.5.5
3.4.65
3.4.38
3.4.67
- 3.5.13
4.7.4
4.4.21
<+ 4.5.25
4.5.2
- 4.4.68
3.3.30
3.5.60
+ 3.2.12
4.12.4

=eee- 3.4.109

- 4.7.40

T 322

3.3.38
4.4.59
4.8.16
4.4.41

e 4.4.102

TR

Side-feeder B e BB A e A Es EEE B EE S S S S IR AN EEE T Ea IEE NN EEA FEE EEE FEE EEE AN FEE SEE BEE BEE BRI EELATE EAL BNL AN

side plate

side strain plﬂ.te B L L T L L L R T T R
sidewall extrusion train equipment A E e Ea N Ea B A A e AEs A A A A aEE AE A aEE SEE SRS SAE EAE EAL EAL EAL A NS FEE Aas Ran aus
Single cycle B R P P T
single-layer\dual-lﬂ}’er A e E s ses Ees BB B e S AR A s A SR A AN SAE SEE SEE SEE EEE EEE EEE A EAE FEE FaE EAE EAs Eas Ees mes s
SINGIE-FOW , EWO-TOW  INUILI-TOW ##+ ++e e snntmeees et e e et eee e et et et s s e e e
Single‘scrﬁ“" eXtruder srrcverre e cnr i e i s s a i i s N s r s e s NS arE NS S e S e i S E s s s ey
single_screw extruder gearbox SES B4 BB e EE4 SEE S S EE BEE SEE BAE S A HEE HEE SR BES HEE BA S BIE EAE S IS RAS SIEBas SR BEseEs
Single Sidt’.d hose bul]dlﬂg lna(’hille D T R T R T T T

(radial p]}.’ tyrc) Singl{: Stagc bui]ding MACHINE v vt ereeravetiaiiiiataiiiieititeistiitatttetatsstassssasanes

cieeer 5.8.3

=eer 3.4.102

3.4.79
+ 4.4.65
4.3.15
4.4.98
5.9.6
5.11.6
5.11.5
3.4.2
3.4.72
4.6.5
4.4.22
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sizing system

T R R TR T D P R TR TP T P

slab cooling unit

[ T (R T T T R LT PR PR TP PR PP PP P PP PP

slide door discharge device

slide Sl)eed NS S E S e AR B AR S EAE B EAE EE A EEE A AE EAE EE 4 EEE 484 B EA EEE 4SS SR SE4 EEEAEE B S48 EEESEE BES EASEEE S BaE FEL REE BEE

slide stroke

solution mixer

1 T R R R R R R R L R LR LR R LR AL

specific energy consumption norm

SPE(’.ifiL‘. n 1 R T T T TR

specific torque .

spindle .

Spiral deck s+ evemreerrieriiiniie ., e e aa e s e se et ees e e aa e ae aen eneeeea na e e .
SPIral AU evser e rrr st e e e e e e e e s s e
splicer

splice relief device .

sponge continuous dryer .

sponge CULLEr *rrmrrrersrrsirnsrsansarsnranssssonnes

sponge l'atig“e testing MACHhINE srrsrr e cnn ittt iie e sat sis st sa sas s st e st sus s e usasas srnarauen

sponge washing machine

spread plate .-

Spreader § e B e E e B E e E BN s EEE S A S S EEE S G S S S A S S SHS SE4 SES S e S8 S04 SRS S 08 SES S8 SHAAOH ES HEH RS OET HRT S RSN S HS

SOUATE DAL+ e eet s et et e e e e e e e e e et e s L e s e e s e

squeegee calender train equipment

SqueeZing ul]il N e e msE e e ame E e A EE s A e EEE Es FEE A EAE NES FAE A EAS A ENE EAE EUN S L ENE AL LS AEEELE TN R EEEEEE EAE
standby temperature/temperature reduction

Slarl_-“p VALVE deViCE *orrermer ettt mmoironeismttentanetnearassionetrsnsanssosssreassssrsarsiesioressersrsssanns

start-up valve

SEALIC MUIXEr srrrrrrrrerrrerntsntrearectssrrrosroessrssrsansocsses

stock g“ide W h s BB s e R Ba s EEE BaE BEE BSOS AT B TS ETE B S S S EE RN S84 B NN T EE SES EEE EEE NN SRS EEE AN BAN AL I EIREEL ERLANL R B LS

SEOCK BLEIAEE +++ +voer ot 00t antanttan ousaus e st s susssssns srsansess osetesssssssss sesssssesanssssasetsssassnsssesss

steam consumption
steam dome

steam pan

steel belt extrusion line

steel cord

steel cord calender train equipment

steel cord conveyor belt building line

steel cord fabric cutter
steel cord fabric thickness
104
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R

sassaans

- 3.4.116
4.4.107
© 3.1.33
vieenr 545

- 3.1.27
5.4.11
-+ 5.4.10
4.2.7
- 4.10.3
3.3.34
3.4.46

cervensneens 3.4.43.5.17.2

3.4.74
=+ 3.4.115
3.3.32

ceeeen 46,21

eene 46,22

sesereeeee 3.3.20.4.2.15

fwsss sas s esnaan sae tan

srssaans

3.3.15
4,9.26
4.9.27
4.11.22
- 4.9.25
- 3.4.111
3.5.21
3.3.40
- 3.3.36
4.1.8
3.5.78
3.4.86
- 3.4.86

weeee 3.4.89

3.2.31
3.2.32

=eeeee 55,27
-weee 4,458
seeene 4317
- 4.4.8
- 4.2.17

- 3.3.31
- 4.7.2
- 4.2.9

- 4.2.20



Steel pressure b(’lt B R R M N EE R R R TR AN AR EEA AR EMA AN EEA AR AR TEAAAE TN AR AN EIEAAE REE AIEETE AL EEE oRRE Al

stnragc RHead  cocvrr et i e i e e s e e s sl e e e i i e s e

strand pt‘l]etizer e T

Strain gage E e BN B B AR AR A AR AR EE EE A RN EEE AR EE A R A AR RS AEE MEA S NS RS AEE RSN NS EEE EAE EAEEEE EAE AL R

strain plate

strain rod B e BN S s e ESE A SRS B4 EEE S 64 EEE S S EEE S04 S EES EEE EEE EES EAE EEE EAE RES EES EEE FUE BEE EEsERE bEE

strainer
strainer head

strengthening modification

Stretch rﬂti‘) B L I L T T
strippil‘lg Strokc BB BB S AR B eE e B S SN B EEE EE A AR RS SRS A SN S EE ES AEE SN A E KRS EAE SaE EEE Ba Eae

slripping unit N

suction hose building machine .
suction hose unwrapping machine
SWITCROVER +s sssoesrenanttiemieiteonssutatesisoeereasssstosesssatstseoessssasnses tasaesnenssssnssasss

Synchr()nﬂus helt grinding MACKINE *+srevserstiainiiiieiiiiainsiiirtitiststissstiisesnssrsassans

synchronous mold opening press

SYNCREOMOUS FOLO ++ons ves seetntnt tet i e ettt it et e e e L ees e et te et et e e s bes see e s

szegvari attritor

£AKE AWAY COMVEYOr ++++rerenrnsesae iattte te s et ee et et ettt sesses e as cee b e ses sesaaa s as cee sraaes
lake_ol‘f device srrrrrrrrsniaiistssir st sir it sar ittt sen s
take_orr Speed S Ees 4 S e B A e S e AEE S EE EEE EEE SEE EEE R EEE BEE B S S SRS A N S SRS S e A SEs R e S hs heE s
[angential T 111 SRR T T Y]
CEMPErALUIE ACCUTACY  +++++++es s teerrs e snesusata sttt e ate s e bt s s e be ttaaeas s b e
lt.mp‘_'.rature difference on the roll surface B R T R R T R T T PR
cerneeninasieen 4.5.11

template controlled tyre buffer

l(‘.‘l]&ll]ll “]eas-ur]ng device D T I L T T R T
tension roll E e E AN EEE EAE R R EEE EEE A EE R EEA P EE EES BN EEA NS RS S EEA N EE FES AL EAE A FEE EEEEEEEEEEEL EEEEE
tension Stand  srerrrcrr et iii ittt ittt it bi s s s e na

tensioning P (e 8 [ R TR

textile bias cutter
theoretical injection capacity
theoretical specific power

thermosets injection moulding machine

thickness measuring (Ie\"i(:e BN B M B e N R RN R RS A S ES AES SN NN AEA EEE EEA AEE SR EEE EEEEAEEEE AL EAE EE

throttle device

tie bar B E AR B AR AR R AR AL EEE RN ESE A SRS RSN ESE RS EEE EEA S RS EEE EEE S EEE AR EEEBAE FEE EEEEEE BEE EEL EEE AN

tie bar clearance

“ltlﬂg device srrerrririniisisiiiis i

tirc lascr Shcal‘ﬂgl‘aphy nnl‘l-d(‘strl]cti\-’(: dctcctﬂr e e nn,rmnmmmmmnmmmnmmmn I InmnmnIInmnmImI!h!h’h’ I
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P & .y
vessesesrsessser 5 3 08

T W N

cerereeeeenenens 4.4.67
- 4.3.14
4,3.13,5.3.41,5.4.8
- 3.4.21

eeeer 3.4.106

© 3.4.35
vereee 5.8.6
ceserseeneennens § 355
Y T T 1<
+ 4.6.9

B N R [0

cirreriea 3.5.66
cievrenverennn 4.7.47
ceverrieenes 4.3.3
3.1.20
cervrenne 4.9.4

revieeeenns 4.4.32
- 44101
veene 3.4.119
=+ 3.4.118
cerremresaeeeeee 31,18
trsssasiais 5 18.4
ceissiscicsiesis 3217

3.3.18
cerrrerreen 4.3.24

v 4.7.13
v 4.2.2

ceeereemneaenieees 3.5 41
e 3.4.44.5.17.3

cieresenser 3.5.6
B I I [
- 3.4.85
crreseisie 3 596
- 3.5.31

< T P11

4.11.13
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tooth roller Ha e e e e e m e B ma B aE EAs Ea s Eas Ea e T SN S EA S EA S R4 EEA S NS AN 8T BN RN RN EEN EEA SEN RES RESEEEEEs EEs SRsEREARE 4748
top trimmping machine - seeeeees 4,817

lﬂta] pressure B s B E B s B BEE EEE AR S BAE ESE EES EEE BEE S S EE ARG SEE EEA S ES S8 SE4 SEH SEE GBS S BEE EEE EEE AN BEE EEE s Eaa

transfer molding press

trﬂnsfﬁring df\"i(‘f SR R AR EEE EEE B EE EAE ERE R R R EAE EE R EEA R EE EEE R R A R SEE A R SR SRS SR E EEE RN BEE R SR N A R B
transmission belt building machine

transmission belt ]e“glh ]neasuring machine ssesrrssesrtisinsinsnsttisinsissesssrsinctssesssrssnsnsassan

transmission belt rubber sheets cutting and splicing machine

tra“s‘:ersal slrel(‘hillg BN N ea R A NE AR AEa R NS AR AR RAE A EE REE RN RAE AR RRE RA N EAE AT EEE RN SR AR AR AN AEEAEE E Ay

tread and road interface contact force metering device ««eseersrrrrrrssniiin i

tread extruding line

tread extruder train equipment T
tread roughing MACHINE e ere et ror ot miert ettt ai sttt it sis it snssasstasassnsansssaasssssassannassnssnes

tread SErVICEr -+ et srersersaertsneronsanesenansaes

tread stitcher
tread stitching press

tri-color welt extruder

R T T T

IR TR

ceeeee 4,328
vierenes 4.3.5
ceeee 4.4.35
cevvnieens 4.7.7
veeee 4.7.14
+ 4.7.35
vieenr 587
e 4.11.9
veveenee 44D
e 4,41
cieees 444
ceeres 4.4.38
seereeesesneneees 4.4,123,4.5.18
. WV N

crareeeneas 4. 87

vieeeeen 4.4.86

tube curing press .

tube extruding line - ceseeaes 44,84
tube extruder train equipment sseeeeeesaranan seeesees 4.4 83
tUDE SPHCET  ++v=se=ersmseee s eee st ettt e e e e e e e e e s e s see e ans s eeeee 4 4 85
turbine mixing element -+ 3.4.70
turn down device - seeeeees 44,29

turn up device

turning unit

turnover device

lwin-conical GO W * % #0500 800 0 as 0 Ea 0 B a S E BN EE B E e SEE EE B N NS S NN e e e NS IR e
twin-rotor continuous-mixing extruder
twin-screw devolatilization extruder

twin-screw extruder —crecresseeeiiaeinn

twin-screw extruder gearbox

twin-screw reaction extruder

two ]Jlillerl p]as‘ics injectiuﬂ mu“lding MAChINEe *sorrrrrrsrrsratentsisincisserssneincrssesssnesnsnssasees

two-roll mill

I-type two-roll calender

l_type three-roll calender s«c s rrerrermiriitiiiimiiiiiieiiiitiuiciiesttaieincitsesissatusissatasteananssasans

L-type three-roll calendar

S-t)’pe four-roll calendar ==+ s e rermrrtmrimtiittiriiiiri ittt i s st s s s e s s as rs s s ae e aes

L-type FOur-roll Calendar =+« s«ss«tsseeetetaetme ittt ittt et artaie e bt ahn et et et aee s e s sae s

tyre autoclave

ty[-c 3T 1T O R L T P R TR TR
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R LT R T TR

vhe

e

YT IT

sessans 4430
--e-- 5,350
veeeeeen 5.3.37
vereeens 4.9.9
ceenes 3.4.63

- 3.4.14
ceeees 3,411
sreeresrieissiinnes 345
ceeene 3.4.71

- 3.4.10
veees 3.5.10
e 3,21
veeeeene 3.3.43
ceeene 3.3.44

- 3.3.46
ceeeee 3.3.48
3.3.49
v 4.4.72
4.5.10



().-re bufflng and b“ildiﬂg MAChIne s crromerrretnainantarsmtnssnssrasrsenssnssrstsassssrsnrsnsassssssassnsansane

t}"I’C h'l.lildil'lg IR 1 TR R R T D D R P TR TR TRy

[).-re curing press rrrrrrrrrrrrrer s s

lyre P T 11 o T T R

tyre drum test machine

tyrt' d)’na]nic l]ﬂlﬂll(:illg machine seesrrerrreettiniuiiiiiiiiaitiuinceratantntat et tsetssatsatstsasstassassnsananns

tyre dynamic testing machine

tyre endurance testing machine

tyre f{]rce and m“ment testing machine BB A S S EEE A RS SRS SR S SRS EEE SEE SRR AR EES B S EAE SRR RS FS R RS EEE EEE B s

tyre high speed testing machine

tyrc hn]dcr S S e EEE B EAS A B e 8 S8 S A SEA SE S EEA A S S84 S e S S 08 SE8 S04 SEE EEE EEE FEN EEE FaE EAE A EAE SAL EAE ST RES SUS
lyre hydraulic burst testing MACKINE s rrrrrrrrr e i i st s s s s e e

lyre noise melering Qevice sossssresssusnanttuesnstasar sustestantassustsaitasasstettattasssaraarastustsatanns

tyre peeling and buffing machine

tyre retreading press R BB R R RN R R EEE EE R EEA SRR EEE BB EEA AR EES BN RS SRS SEE RS EEE AN BEE BEE EEE AR EEE BEEEE
tyre rolling resistance testing machine ««reeevreececiiiniiiiininiiiin sevsssnsticnannnnesnen 411,10
tyre Section Sa“"i“g ]Tlil(:hillt’. B S M S E T BN AT R AaEa EEE NS AN EEE AN EEE ORISR NI BB EAIEEEE EEL ERL AN
tyre Shaping And CUFINE PreSs oo osses ertnstetattatto ittt ittt it et ettt at et aaeeae sae s bas
[).-l-e shl’eddel‘ B h e BB R AN AN A EAE B RS RS S A EE EMA AEA EAE A EE SN SR REE R SRS A SN ATE EEE KA AR NG EEE PEL AN TR RS LA A

t}"rc Spr(‘ad(!r A e a e A4 S EE S B EAE EEA EEE EEE EAE RES S S EEE FAE EAS EEE EAE B4 EEE 4 EEE FE4 SRS AN EEAdES SEE ASAEEE AEs AR AL REn BS

tyre static balancing machine

tyre Static load tebting mﬂchint‘ B E A EE EEE AR EEA A EA R RS RS N SRR A IR REE REE FEE AR EAE ERE EALEAE R EEEEEEEEE AR

tyre strength and bead unseating resistance testing machine
tyre stripping machine rrxorerrrmreeees

tyre tread winding line

tyre trimming Machine ==« eeeeeemre et e e e e e s e
tyre uniformity testing Machile oo« seeeretreere ittt et e e e
tyre washing Machine == s trr ettt et et e L e e e e
tyre X-ray inspection MAachine =« +eceeeees e e e e

'l'_head R T T T LR LR T

underneath stitcher ccocesrrrre i i s i s s s s s sa s s sa s sa s sr s e s s rE s s s sss i s e e

underwater pelletizer
underwater strand pelletizer

uniformity error of cord-laying

T 1L e [ R D T T TR TR PR )

(hose) llnwrap]]ing machine B e BN A AR SRR EEE R R EAE EAE EEE RS EAE B A RS AR AR SR RS A SN EEE AEA NS AL AR RS A E R e

up-stream equipment

A Ta ) o S R R R L L AL R R LT ETT RIS

vacuum system
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4.5.13
4.4.18
- 4.4.49
4.5.15
- 4.11.4
4.11.7
- 4.11.6
- 4.11.4
4.11.6
- 4115
4.4.62
e 4.11.14
s 411,15
4.5.12
4.5.24

4111
4.4.50
4.12.3
4.5.1
+ 4.11.8
4.11.2
- 4.11.3
- 4,475
- 4.4.109
4.4.79
4.11.11
- 453
4.11.12
3.4.103

4.4.27
+ 3.4.92
- 3.4.95
- 4.7.43
4.4.64
4.6.6
- 3.1.31

4.3.4
- 5.5.26
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vacuum wet heat Shaper «+reseror e rnrems ettt e e
varnish dipping machine -« s eeeeee ettt e e
vented eXtrUder +or s steorets et tastiensiie e eiransttesstoriatesstonsertarssesosstiensstentastestnns s

VENLIlAtION evice =« vvsrerrrreta ettt a ti e it sr e e st ss st aea s sa s se s san s s sas st as e saeaas

vertical autoclave

\"erticﬂl bias CULLEE **essssreerartatauiaiuiatantasenasrotassssascsarotsssssassassnssnssas

vertical injection moulding machine ---

Vibrating screen classifier =+« r«= s rss o ine et e e e e e e e e

volume

VOIUIMEIrie feeder  cosrrerereer ottt riaien ettt anaaretes staataansarsarsnsasessasorsarsssssassensansessasses
\."_l]c]t huilding N E S A E S S S SR B e EEE EEE EAE SME A S EAE S S A e S S 8e S84 S84 0N SN HEE EE N EIE EEN EES e s SANBAL BAS Sas
\_bell b“ilding machine T R R TR T T T P R TR T T

‘\."_he]t (‘l.ll"ing press BEE BEE BEE B AE EAE BB EES FEE BES BEE BEH BEE FES U F B EE S EF FBG SES BA SEE RNE SIEEEEEIE ERE ERBRABBEE S

V-belt fatigue testing machine

V-helt f]ippil’lg machine B e E R e N B B A e EES FEE EEE E S EEE EEE EEEAEE AR AT AN SEE SRN NN EEE EEE REL EAN REE PGS PEE A

V-belt length measuring and buffing machine

V-helt FOLATY CUFIME PIeSs o eerseesresresessme et it ettt tts tnt et ans s s s trn et et sesaes s e s
WoBelt SEEEEEREE #v e vv e eesoeeenenan e aes ot tasoenauesesans sreansers sasersarsnes s senanesesanssasasaseseassnsasesns
V-belt Stretchilg device  =«s«essesserseeststestmt ittt ettt et i et et et
V-belt trimming mMachine s+« eeeseos o numimt ittt e e

V-belt wrappi“g MACRHINE s+rvrrvrrrarin i int it mii st ss st arantasssstsasasisssssrstsssssasssnssnsssse

warming mill

washing IHEIL s e vresreareens s et rer serrrr e e s b s s
water Dlow OfF device «o«ceceresrs ottt minui it titaiasiisatssississasssssintasans
waler I'il]g pellelizer S r rae s R e e Ea e Eas Ea sAe R AT ATE EEA Are R AT EEE TETEEEEEN AEs AT e TIEAEr R EASas Ry Any
white sidewall Buffer  secessesetossammasrtnssissiiarasssassstasssanssassnsassssssssstassssnsssssesssssnssns
windingchuck e h e am eas se e ma e s e s eee s ae hes e eas eee eme Aee meaaEa ams ere atanea SaN aen ate te bansannenar e aas
winding machine for tread of fire -:scorserverrirniiiniiiinin.n

“’il’lg T T N T

wire cut-to-length cutter

“’irl’.d'edge L‘y(:]t? t)"re Over‘lap blll]dmg machine *rsesrrsresresrsrrssrscrenrsrrsssrernstsrssrsrvanssnrennes

working volume

working volume of kneading chamber

woven wire pressure [ R R R T Ty

wrapped hose building line

wrapper SPooling MAachinme  so«seeereeoesretne et it et e e e

e

veeeee 4.8.10
veeees 4.8.14
veeenens 3.4.24
cieres 5.5.31

- 4.3.18

- 3.5.2
weeres 3.4.99

- 5.18.5
veeees 3.4.81
sssasa 4.7‘23
sreere 47,22
cieeeen 4.7.96
ceeees 4.7.21
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ceeee 4.7.28
4.7.24
weeee 47,27
ceeee 4.7.30
cieensn 4.7.95

sesnnne 327
T I o 4.41106
---ee 3.4.96
veeres 4.4.80
3.3.42.3.4.121.4.4.108
veeees 4.4.11
ceeees 3.1.21

- 4.4.89
cieeee 4.4.90
ceeeee 4.3.26

- 46.8
cieres 4.6.26






