Heat Treatment Systems
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Pusher Type Gas Carbonitriding Furnace Plants
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Description of Plant
The parts loaded on charging racks in the non-hardening processing are handed over by a driverless trans-
port system to the docking station at the plant; the parts’ data and treatment parameters during docking will
be transmitted at the same time.
The charges run through the gas heated preheating furnace and then are loaded from below via the inlet lock
into the two-track pusher type furnace plant heated by gas radiant tubes. This mode of feeding technique.
The advantage of is lower surface oxidation and reduced protective gas consumption. However, the design
without intermediate doors allows to run exact temperature and carbon profiles.
The oil quenching bath in immersion-through-technique attached to the high temperature furnace conse-
quently continues the philosophy of the inlet lock.
After the oil quenching bath® the racks are tilted to recycle the oil collected in scooping parts directly back
into the bath. Best cleaning results are achieved by the subsequent FLEXICLEAN ®-Cleaning plant.
Parts, requiring an alignment before tempering, can be removed directly after the washing machine.
The remaining charges run through the electrically heated two-track tempering furnace and will be trans-
posed again after cooling on the cooling track to the transportation system for further transportation togeth-
er with the parts’ data, For running a continuous operation, the plant is provided with an automatic standby
tray storage including manipulator.
The plant allows cycle times of 7 min (with case hardening depth 0.6 - 0.9 mm) resp. 9 min (with case hard-
ening depth (.85 - 1.1mm) for automobile gear components made of 16MnCr3.
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Pusher Type Gas Carbonitriding Furnace Plants
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Type L=W H |Max. capacity heat powed Ist.capacily push cyclg  Process
TKEs-56/56/70 | 560x560| 650 300kg/h 478kw | 585kVA | 12~35min | 385 ¥ [k
STKEs-60/60/75 | 600x600| 700 750kg/h 900kw | 1030kVA| 10~45min | #8758 ¥ o ]k
TKEs-80/60/40 | 800x600| 350 400kg/h 375kw | 470kVA | 12~25min| %5l 1F &
TKEs-85/80/85 | 850x800| 800 1600kg/h | 380kw | 450kVA | 20~50min | R HGE K
TKEs-115/70/70 | 1150700 650 1500kg/h | 568kw | 644kVA | 15~50min| h#k (L
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Project layout of Pusher Type Furnace Plant
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Control display diagram

dSird FfaLHLn

- .

[ —



http://www.cmtsproduct.com/contact.asp

	Pucher Type Gas Carbonitriding Furnace Plants - 01
	Pucher Type Gas Carbonitriding Furnace Plants - 02

