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Fig. 1 Flow chart of continuous flat hot pressing technology
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Fig. 2 Operation principle of continuous flat hot press
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Fig- 3 Pressing curve
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Fig. 4 Mat thickness control

MILER & 77 % TOH AR R E R 1] R EE L B o 3
=R BRI RR. R T B R AR AR S B,
HEEEAN E SHERSK L HITEH# fmd 2 it &
G MEE M E TSI LR E bR AR AREY B BE X A
| BB RAE A ST oA R E A LA A i S
AL ERET MM BEE v R EERE B, BR 45
o VR T8 IR AT 1S H M P\ L 2, A R 4R
FE AR 38 b H Sk st = W R (W 4b), BT
FHE MALITE B S b B R E B 4 B IR E AR
B REE B SEVA/NES F AL E A K /. bt 6L R
H K P& E ) Z A EE AR BT R E E R
B A0 FOR R E O R R R AL B TR A

20 BRIV TR ARA R E B N T o B ARR B
HEMAN FROERR G, &I E N IT EHF R E
ML F pREME & TiHHEHIWEALEMNE §
Fl A R E 9k BT RN AL X B AR R oK T
R AT F,E TR RS AR B2 3L BN T ARAM R Z
B AL E MR R K 55t 2 BR AL THE B S, ¥ 9
WEME R A BT FAKRMRE HWEEH PR
NTIARL R BRI S F . R F 1 M P
BEZ k> BB Shpt T RAREENEKEZ AFR
FOERIER N — ARE L EA B T REAR R R,
A FEEALIERE B T A EAR Y (8] BE F SR A B BT AR
AR AWML E L E R B et PUEARE FE
B S5 AR R TN RN AR T d T EW LR
N, FEFAKRT P ATEEEGAR 3G TIE3) ,
B SH A, EZWRIERMRENWE HE p EFA
5 F 77 A8 7 AR 2 18] B (8] BB R o b £R F AR BT
W p R+ £ XA REE R E —SEAR M.
it E A R E RS LA E] 0. 04 mm X R DL
HRBRMEENZHNE O 1 mmiT E K

Fig. 5 Transverse cylinder arrangement of continuous

flat hot press
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Fig- 6 Transverse Pressure variation of mat
5 BAER .
i 1
[ > > 3 73
A B I N
& 3 —F ?
I
{ \
7 3
/[ AN
N
1\/ \/:
i i

7

Fig. 7 Pressing curve of different transverse pressure
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Fig. 8

Relationship between transverse cylinder

pressure and mat thickness
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Fig- 9 Heating curve of mat
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Fig. 10 Comparison of operating time constitution

between continuous and intermittebt flat hot press
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Fig- 11 Curve of capacity and panel thickness

variation for three kind hot presses
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