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£S5 Model YLSK-1240

N L% (mm) Machining wire diameter 30.8~04.0

¥ Axis Count 12 Axis

IELR K F Max feeding Length Unlimited
THFEIEM#EFE Program Storage 999 Max

i%2k+54(H Instruction value of wire feed +0.01~+9999.99mm

FL#8$8 A8 Instruction value of cam

+0.10~%359.90

LR fRIIR ZiE (kw) Servo motor of wire feed

5.5

Fh#2 1A IR B31A(kw) Servo motor of slide 8X1.2
4R AR ik (kw) Servo motor of Quill (Z-axis) 2.7
A iR 5iA (kw) Servo motor of Quill (Z-axis) 1.0

% A1 AR ik (kw) Servo motor of Coiling Spinner (optional) | 1.0

W& R~F Machine size (LxWxH) (mm) 2400<2000X 1900
HEE Weight (kg) 3500

FLJE Power 380V 3-Phase
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YLSK-1240 camless spring forming machine adopts advanced
computer control system. The main drive uses a Japanese servo motor to
drive the entire machine . It has eight working positions. Each station has
a servo motor and a planetary reducer, connected to a slide rail seat, just
like a person has eight arms. At the same time, you can complete the
various types of spring samples and production as you required. At the
same time, it 1s equipped with a line transfer function to diversify its
products and make spatial angle products faster. This machine can add a
curling device and a servo scissors device to work. In the process, a

precision detection and tracking device is installed to ensure the high
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quality of the spring, which is an ideal equipment for users.
First .Handling and installation

1. Problem that should be paid attention to during the handling of the
machine: see (Figure 1) Use a forklift when handling (2) Pass through the
bottom of the machine, pay attention to balance, make the machine level
up and slowly rise, do not shake, swing, and drop Also fall slowly, pay
attention to safety, the following is the lifting diagram and brief part
names, pay attention to protect the computer controller (7) and arm servo
motor when moving, and use professional crane tools to work on high
floors.

2. The environment of this machine is very important to the accuracy .
Generally, it should be installed in an air-conditioned room. The indoor
temperature should be controlled between 16° and 26°. Keep it clean and
clean. There should be no impact, vibration, There must be no strong
magnetic field interference and electric discharge, etc. The installation
ground must be flat, not inclined, and the horizontal accuracy must be
between 0.04 and 0.06/1000. The four-corner grounding surface must be
flat and firm. Be careful not to directly shine the sun on the machine to
encourage the machine Partial deformation affects the processing accuracy.
After the installation is completed, the parts of the machine are cleaned,

and then the power can be turned on.

Figure (1)
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Straightening device

w4k ® Wire rotation device
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LR E Computer system

Wire feeding device
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1. Forklift position 3.Panel 5.Quill device 7.Computer system
2. Machine base 4.Arm 6. Wire feeding device 8.Wire rotation device

9. Straightening device

Second Technical specifications
Model YLSK-1240
Machining wire diameter (mm) ©¥0.8~14.0
Axis Count 12 Axis
Max feeding Length Unlimited
Process data storage capacity Program Storage 999 Max

Instruction value of wire feed £0.01~+9999.99mm



Instruction value of cam +0.10~+359.90

Servo motor of wire feed 5.5

Cam servo motor (kw) Servo motor of slide 8x1.2

Servo motor of Quill (Z-axis) 2.7

Servo motor of Quill (Z-axis) 1.0

Servo motor of Coiling Spinner (optional) 1.0

Machine size (LxWxH) (mm) 2400%2000x1900

Weight (kg) 3500

Power 380V 3-Phase
Third. Operating the mechanical part
1. The power should be connected before starting the machine, the
machine should be cleaned, and no other debris should be left on the
machine.
2. First turn on the power switch on the base to light up the fluorescent
screen, and then turn the machine in manual mode. At this time, use a
manual spray oil can to lubricate the eight sliding guides and chutes on the
front panel, and then shake it for two rotations without failure until.
3. The back of the machine is the wire feeding part and the wire transfer
device, and the straightener is behind the wire transfer device. The center
of the straightener, the center of the pressure plate and the center of the
rotating shaft have been adjusted in the same straight line before leaving
the factory. The user does not need to adjust the center, if the center is
misplaced, the user can adjust it by himself.

4. The measuring parts equipped with this machine include one set of
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triplex, one set of single-electric two-position five-way valve, two
micro-cylinders, and two probes (measurement head) for users to use
when making precision springs.

5. There are eight sliding guide rails on the front panel for tool holders.
The machine is equipped with 6 movable tool holders, two 45° inclined
tool holders, two straight tool holders, and two template holders. They can
be installed separately. On the eight sliding guide rails, the operator can
select the appropriate tool holder according to various spring requirements
to complete the task of processing the spring.

6. There are two kinds of holes for mandrel, 50mm and @34mm. Users
can choose the appropriate mandrel assembly according to the diameter of

the steel wire.

BA& Bearing

AUHAKE core shaft bearing mounting

HE Quill cover

= |

QLTI
1‘;%

\\\\\

E 0Ccking screw

®34/50%H ©34/50 core shaft

Figure (1)

7. When assembling the ¢20mm mandrel, use the accessory mandrel
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chuck, the outer diameter is @50mm, and the inner hole is ¢34mm.

8. When replacing the mandrel, refer to the figure (2). Unscrew the 2-M8
locking screw above, pull out the @50 or ¢34 mandrel, reinstall it, and
tighten the 2 M8 screws.

9. The curve gauge and mandrel used when coiling the spring are all
prepared according to the diameter of the steel wire. Each steel wire with a
diameter of specification is equipped with a curve gauge and a mandrel,
and the user can choose according to the requirements.

10. The principle of wire assembly: before spring unwinding, introduce
the steel wire from the wire feeder into the turntable, pass through the
straightener, and then pass the crimping plate (5, 7) and the crimping
wheel (6, 8) from the mandrel (10) Pass to see if the wire is straightened.
If the wire i1s bent, the spring cannot be used. It must be straightened
repeatedly by the straightener until it is basically straight. But the most
important thing to install steel wire is the four-center straight line, that is,
the center of the straightener, the center of the crimping plate, the center of
the crimping wheel, and the center of the mandrel hole. The operator can
adjust the machine according to this principle. Please see the schematic

diagram (3).
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3% Turntable

R AE straightener

Figure (three)
11. How to adjust if the two pairs of wire feed wheels are different? Please
refer to the picture (4), you can see that one end of each pair of crimping
shafts is fastened with a pressure plate, first loosen the pressure plate, and
buckle the rotating stud (3) with a wrench to move the wire feed shaft up
and down to align the pressure line The center of the wheel groove, when
the two pairs of crimping wheel groove centers are aligned, tighten the
cover plate, and install the back cover after the adjustment is completed,

and other parts remain unchanged.
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Upper wire feeding wheel

TiE & % lower wire feeding wheel

Figure (four)
12. The measuring part is also called the pneumatic part. It is set by the
machine to match the length of the spring and the torsion angle of various
springs. It consists of a set of triplet, two-position five-way solenoid valve
and valve island. On the right side of the base, a micro-cylinder and a
probe are assembled together to become a precision detector. The detector
is mounted on the base panel with a meter rod, aligned with the part of the
workpiece to be tested, and is controlled by a computer The accuracy of
the workpiece is controlled, but a certain number of defective products
will always appear in the processing of a batch of products. In order to
ensure high-quality products, the occurrence of defective products must be

restricted, so a certain number of defective products are set on the
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computer controller to give a limit. When the machine reaches the preset
value during processing, the machine will stop automatically. You can find
out the reason and deal with it to remove the fault. If there is an electrical
fault, you can open the back cover of the machine base and check the
(SGDM) driver's upper alarm display code, and then The following alarm

display table is compared and processed.

Four, safety, maintenance, repairing .

® (Good maintenance is important for keeping the stable precision
and prolonging the service life of the machine. So, during using
the machine, the operator should oil the three shafts of the
crankshaft every four hours, and oil the eight slide guides and
slide ways with sprayer one to two times every day. Remember to
clear the smears and dirt on or around the machine after you
finish your work.

® While coiling spring, the diameter of springs is fixed according to
the machine. Do not change the diameter of springs, otherwise the
machine may be damaged.

® The machine has a high speed during running, so, operators are
prohibited to stretch the hand into the machine or use ironware to
clear the springs or other materials in the machine while the
machine is on working. If there is something wrong of the
machine, operators should shut off the machine at once, and then

begin to remedy the faults.
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® The workshop should keep clean. Do not expose the machine to
the sun directly or heat something in the room. Pay attention to
keep the temperature of the room within 16°-26°and keep dust
out.

Wiring diagram :
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Wiring diagram of Yonglian CNC spring machine

1 —
—F 24y R Y
i
Fitl FinE is — s
P JTT L lF "
black 1 t o it
| b—1| 1 — I T
2] X ¥
G BHE B
= Drive | Drive
. —v oz —u X
WLl E AL —v —
Computer cantroller — ¥ L —w
— =
cone v oo =

(=

~

0\ m
N
"=
S PSS
[ =
-Gd—
[

T
G

‘ [ z] 1] v

0 r} 3 1 l

ER: 1 b A3 220V R 240 200V A B 5 .
2.R. S. T, BAReEHAL. E. B ¥R, #REREAAF.
3, BVAFR A LASELLIE,
Note: 1. This picture is the general wiring diagram for 3-phase 220V or Z-phase 220V
The color of the bottom wire of R.8.T. corresponds to the use of red, blue, black, yellow, green coler . Wire connection should be easy and good looking.
3.380V power input must be connected to a transformer.
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