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TEMPLE PROCESSING REMINDERS,
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cutting machine, punch
mould, clip pould,plastic
material,ruler,caliber ruler,
sink, thermometer
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utomatic frequency
conversion grinding
machine, polishing cloth -
wheel ,emery powder
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Metal core shooting
machine,High frequency
machine, Hard Tooling,water
shank,thermometer,caliber
ruler
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Hinge Pressing
Machine,fixture
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Heating machine,Bending
Machine, drawings
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Same with Acetate
Tumbling woods
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Same with Acetate
Tumbling woods
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Same with Acetate
Tumbling woods

ST, 4. 45

Automatic frequency
conversion polish machine,
cotton wheel,wax

ALMOST SAME WITH ACETATE EXCEPT NO NEED TO BAKE SO HEXETATE TREATMENTS REDUCE SOME MANPOWER AND

BREH/ER

TRLEHR/
FEREIR

Parameter condition/requirement Precausion for bad treatment method

no need baking materials The reason for NO NEED to baking the material are:
A.material characts ic has no shrinkage issue
B. NO deformation issue

1 RIEMEABEIERT, THSHILISEEANR.
2. 0%RAEREMINGS, MABHRITRE, FFHMWEEE, FUAXHXE

WRTLAAT75° BEHOKiRIRI55 255 .

can put into hot water with the 75°around 155 minutes 1. If it is not under the hot environment, cutting temple may have edge whitish

2. The situation of the edge turning white may happen in the subsequent processing,

but it will fade away by itself, and will not affect the material functional performance.
No need to pay attention to this
1. $EiR: 16005%/5y 1100%%/ 53 BAMIAR, TEEHERR

2. TR EEN L), BRI NEIEHIE2-3%), MEATS
5%

1.rotations per minute: 1600/min+100 Normal processing method

2.the appress strength should be equal and the time should keep
around 2-3 seconds,too long time will make the product burn

1.58E: 220C
2. BfE]15%0-16%0

1. FEATHS R AT RE S EAMRDO AR, HEMERK, EITAEHE, NFfE
BIRRIR LIRS, BRBEREMRTE, RENGFBRERRESBAAR.

2. FEATIRSHRROZE R, MEIRERATEN ST EIECA, MFEEMBIZRE,
e EMREARIEER T, ITAGEHTSEHR.

1.temperature: 220C
2.time: 15-16 seconds

1.In the sitution of making platic temples and tips, the material gets cold very
quickly,and viscosity will be high. After metal core shooting into temple tips, should not
stay too long and take out the metal core quickly to aviod the cores gets sticky or get
cracked

2.when putting metal cores into temple tips,please be noted that the HEXETATE
temple plastic material is soft enough, because the temperature and time her
than normal CA, we should avoid the defeats when metal core putting into the soft and
hot HEXETATE Temples

EAMIAR, TEEER

Normal processing method

, HERREIER0° £5°

2, TERTIEIS 4D

1.The temperature of the mould should around 80°t5
2, The press time should be 3-4 seconds

I 8258
BR85S 'C

1. MEBERMEREL, ARESERTALELITFLAREBERLR

2. SIRFH R ARRM R E oK AR BITHRE.

3OREAEML, SERMNESEESEES, ERR.

1.If the temperature and time is not reach the requirement,in the corner will turn white
or some white wave

heating time:25 second
Tempreture:85°C

2.Solution is treating the white part with hot ovan or hot water
3.1f the temperature can not reach the requirement,it will create defeats due to metal
pins press and self elasticity of the material

1. R B RS MMIE T, ATIERMAR B R EE R .

2 KA S LERTRALE, ARBERKEEREN.
3. SRMEE AR B R AT TS,

. RHE18H-20H
2. 3£ 3%20073001F
| RERE S SBEEAERE, BMRR BT R B R .

. Tumbling 18H-20H
. 200~300 pairs temples per barrel
. Tumbling time can be same with Acetate

1.the material has high adhesive property for the barrel oil,so we should control the
adding amount of the oil

2.1f add too much barrel oil,it will cause mist of the surface.it should use Sonic washing
first,than polish again

3.The time of the barrel should be ajusted if needed

- il 4 A%20073001F
R AT 18] J18H-20H
FRTRRL (THATHTEAEAR) « 0. SKEERARF A
RERTE S SBEERIER), RDRAR S ERER AR R BRI .
. Tumbling 18H-20H
. 200~300 pairs temples per barrel
. Tumbling time can be same with Acetate

1. AR E RS RIEE, ATOIERMAR B R EE R .
2 KRN S LERERALE, ARBERKEEEENM.
3. SR B AR B R E AT T,

1.the material has high adhesive property for the barrel oil,so we should control the
adding amount of the oil

2.If add too much barrel oil,it will cause mist of the surface.it should use Sonic washing
first,than polish again

3.The time of the barrel should be ajusted if needed

1. —NFE300fT £

2. FREATIE] 9 3H-4H

43.30. 3kg 4. FRTERTIE) S BAAAAARR], BIRIREBEAATERT
DEIEN

1. AR A RS MEEE, BRI B RS RH .

2. FEAME S RIERRALE, WHBRKEERENE.

3. SRMEHE AR E R E AT T,

1. Tumbling 3H-4H
2. 200~300 pairs temples per barrel
3. Tumbling time can be same with Acetate

1.the material has high adhesive property for the barrel oil,so we should control the
adding amount of the oil

2.If add too much barrel oil,it will cause mist of the surface.it should use Sonic washing
first,than polish again

3.The time of the barrel should be ajusted if needed

1. $AER50HZ; 50HZ
2. 455%: 16004%/min+1004%/min;
3, THSAHiEmpfrEnt B RaEIT374s, MeITERMIL

1.Frequency 50HZ

BAMIAR, TEEEM

The normal processing method like Acetate,no special matters needing attention
2.Rotations per minute: 1600/min+100

3.The contact time for the tooling and
cloth wheel can not over3~4S,otherwise the polish part will burn
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FRAME PROCESSING REMINDERS,

MANPOWER AND ENERGY
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description
(FRAME
process)
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equipment,appliance,
fixture tooling,
tooling,material

A
2

Cutting machine
Planer

Parameter condition/
requirement

sy, SREE75°C, RHEI30R

‘Warm up when cutting the material

Temperature:75'C
Time: 30 seconds

SR EH/ER SRR

ALMOST SAME WITH ACETATE EXCEPT NO NEED TO BAKE SO HEXETATE TREATMENTS REDUCE SOME

FRESR/

Precausion for bad treatment method

1 MRIEMEARMERT, THESEMBELAAR.

2. 0B EEEREMIHG S, MAREAITRE, HTMMMEE, RULHEEE
1. If it is not under the hot environment, cutting temple may have edge whitish

2. The situation of the edge turning white may happen in the subsequent processin,but

it will fade away by itself, and will not affect the material functional performance. No
need to pay attention to this situation

502 BEIEEHL Tn#ESE)S-6%), IREE100°C 1. R RERERREE B TR RAE,
2. SRR RS BIREIGL, TRERTRBAALE.
3. PR AT A B TR .

Bridge
Pressing

sm;L CNCHEPIFLAL. R, JIR |1, $%iE7E200007220005% EHMIAR, ki
2 JIE %R ©6. 0mm

Milling hole

B

204
lamination

Rivet Part
Lamination

cut the inner
and outer rim,
leaves and
rivets

AR

Rough
Tumbling

Rim(frame)
Bending

Medium
Tumbli

Light Tumbling

Nospad Leaves Automatic lamination

750 plate automatic bender  time to warm: 5-6 seconds,,temperature:100 'C 1. Ajust the temperature and time when pressing the bridge according to the thickness

of the bridge.

2. if the temperature and time are not suitable,it may cause the middle part turn white
BRI

CNC milling inner machine,

Fixtures, cutting tools

BEHHAL

1, rotation rate: appx. 2000022000 rotation/min
2, knife tool :96.0mm

1, BRIHISESEKG. HHER. BANERSH; . B RESHRNRETRE, TRITET
2, FFEHIRESEAKG. BRIATE7S. BENERT0. 8. RBIERT. 55 1R (2. SREMARAKENM I KBS E.

FERiE]2. 0S. B3R AE350M 3. WA PRk HHE

3, FEIALEESE2. 2KG. RERTE0. 508, FEARLZERTE. 50S. EALR

BHi810. 50S. FEAHRATIE]0. 508. FE /B EH1. 00S. Rah{FATIEN. 00S. B

hETiE8. 00S. SAHRATE0. 50S. HikiATiE0. 505

1, XIN MAO HONG mabhcine : air press 3kg, join 3 seconds,delay for
the Vibration: 5 seconds

The normal processing method like Acetate,no special matters needing attention

1. Nospad leaves lamination can be adjusted according to in-house machine or
machine technology facilities
2, XUAN LIN machine: air press 4kg, join 7 seconds, delay for the 2.Parameter conditions are for reference only
Vibration: 0.8 seconds, Initiation delay : 1.5 keep time:
2.0S,shockproofness : 350m 3.Also can be used with Aggregate water

4.Be careful: material lamination is valid only HEXETATE with HEXETATE, NO HEXETATE
with ACETATE

3, JIE RUI machina: air press 2.2 kg, clamping time: 0.5X, press the
material time: 1.5S, time for returned fixed position : 0.5S, time for
returned press material time: 0.5S, Decompression starting: 1.00S,
stop time for the vibratio .00S, time for the vibration: 8 .00S,
returned for cilp material: 0 .5S, pouring time: 0.55

1, SFEXBOPL10P;

2, BilE): IREETETs, LFARTE2. 5s,
1H1E108+1/-08, RENIER1s;

3, MFREREFELEE AZFE+0. 20m/—0. 1mm

XMH-PLJ/ 334 1. Bt FRES, E&RMPRIIEERRE. FETAT.
E{EFFFIERR s, MEAET 2. SHFAHRAGEOMNTHRRESE

3. AT BRIk HHE

Laminate Machine
suggest:XMH-PLJ/3

the way to laminate rivet part is same with ACETATE but HEXETATE
can be laminated with HEXETATE, not with ACETATE

1. Rivet part lamination can be adjusted according to in-house machine or technology
facilities

2.Parameter conditions are for reference only
3.Also can be used with Aggregate water

4.Be careful: material lamination is valid only HEXETATE with HEXETATE, NO HEXETATE
with ACETATE
CNCAHL (Pu%) 1\ ZEPISNE F 455 200007220005 PR GEk . MERAANE. BIRELETK+/-0 M.
FtF. FEk10000712000%%
A2 0-2. 5K /min
J1ELi%F ® 6. Omm=0. 05mm;
SEFETPA/
minspeed of mainshaft when cutting the inner and outter ring :
20000~22000 rotations/min
2. leaves and End piece: 10000~12000 rotation /min
3, feed rate: 2.0-2.5 meter/min
knife tool :®6.0mmz0.05mm;
5. adjust the air pressure to 7PA+/-1
- R 18H-20H
. S 5% 920073001F
REENE S & EEEAER, BRI EE R AR R BB A .
. Tumbling 18H-20H
. 200~300 pairs per barrel
. Tumbling time can be same with Acetate

CNC machine (four-axis) Due to NO SHRINKAGE RATE, no need to enlarge the inner ring szie.It means the

tolerance of the inner ring should be +/-0 MM

EDBIIOTREM.. RE
12%12%10Z R 2K )
G
Same with Acetate
Tumbling woods

FARERBAMENE, PR BRI R EE .
CRBAMESSERRAAT, TRBERKEEAEENE.
3. RERE R ARERERTIAT.
1.the material has high adhesive property for the barrel oil,so we should control the
adding amount of the oil

2.1f add too much barrel oil,it will cause mist of the surface.it should use Sonic washing
first,than polish again
3.The time of the barrel should be ajusted if needed

1. BEEREEE L EZETRERRIE.
2. BB AR ERETE, SSEMNESHNEY. MERAZE.

TEL . 00TRAR, |1, WEMINRE135E10C, HEFERISAFIZRESS (10SHE M
TR RET. AER |—R);

B 2, TETERE 8£1S;

3, fEFKHERKREEISE2C.

1. oven temperature when bending the ring: 135:10°C, Rotation
frequency setting: 85(10S the turntable will rotate one time)

same way with Acetate 1. bending ring should adjust the temperature and times as to the thickness

2. too short time or too low temperature will cause the resilience of the material itself
2. press time for bending the ring: 8+1S 3. Water temperature setting and Surface bending springback

of circulating water: 15+2°C

SENEEUREMN.
TRTRTEREAR GE) . =
BRI ARG

1. 8 520073001}

2. FRTEIASIE] 9 18H-20H

3. ZERABIRRL (AT TERAEAR) \ 0. KG=LRARIR
R85 EBAREAE ], DAL IR B R R AR A (BB A .
. Tumbling 18H-20H
. 200~300 pairs temples per barrel
. Tumbling time can be same with Acetate

1. PRI A RS RMIE N, FLZEFORAOR N il 7 2 E R 2 o
2 REAIESRERRALE, TABERKEEEENIE.

3. RERE R ARE R ERTIAT.

Same with Acetate 1.the material has high adhesive property for the barrel oil,so we should control the
Tumbling woods adding amount of the oil

2.1f add too much barrel oil,it will cause mist of the surface.it should use Sonic washing
first,than polish again

3.The time of the barrel should be ajusted if needed

1 PR E B ME N, PR AER 8BRS EH.

SENEEMREMN.
4 2 REAMESSERRARE, THRRELKEERENIA.

—NIME0ON

Same with Acetate
Tumbling woods

1. Tumbling 3H-4H
2. 200~300 pairs temples per barrel
3. Tumbling time can be same with Acetate

1.the material has high adhesive property for the barrel oil,so we should control the
adding amount of the oil

2.1f add too much barrel oil,it will cause mist of the surface.it should use Sonic washing
first,than polish again

3.The time of the barrel should be ajusted if needed
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FRAME&TEMPLE ASSEMBLING REMINDERS
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sequence description equipment,appliance, Parameter condition/ Precausion for bad treatment method
number (Assembling) fixture tooling, requirement
tooling,material

1, $BEIHEIEEIE 28004, /5 EAMLAR, TEERR
2, SREFEREROMA. FRAN Kig, BB ERTFH
NEER.

rivet part cutting machine 1, Rotation of the cutting machine: 2800/min normal processing method ,no special matters needing attention
cutting 2, Pls refer to the requirement of the production drawing, angle of

inclination, opening size, length,as to the tolerance requirements of

the above procedure.

EERIESUTENL, B3, 5K |1, $%iF: 16005/minL 1004 /min; EMMIAR, TEEER
e 2, THSHEEMMNFERTENTEERII3™4S, NEITEIRMIE

Polishing Automatic frequency 1, Rotation rate: 1600rotation /min+100 rotation /min normal processing method ,no special matters needing attention
conversion grinding machine
. cloth wheel\ Purple wax 2. Contact time for the tooling and cloth wheel can not
over3~4S,otherwise the polish part will burn




