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disposable non-woven mask production
1.performance characteristic
we adopt the international advanced technology for this machine , the al bar transported by feed cam , the length of
the al bar can be adjust freely . it also can be added double al bars if necessary . and the machine is low power
consumption and much lighter .
2.technical parameter(]
2.1 supply power: ac380v or 220v 50hz
2.2 power : 3.5kw
2.3 designed speed : 200pcs/minute
2.4 optimum speed : 100 -160pcs/minute
2.5 dimensions : main machine (mask machine)d 2000*600*1200mm
feeding framework : 1600*550*1400mm
conveyor belt : 1770*330*900mm

2.6 net weight[] 800kg

3. process despription
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4. operating program

4.1 place the non-woven farbics ,al bar(2.8-3mm/w) ,meltblown on the feeding framework ,

4.2 adjust the hand wheel to make the centers in a same line.

4.3 open the main machine and ultrasonic welding equipment

4.4 check the position of the edge folding pressure plate

4.5 adjust the position of the al bar .

4.6 check the position of the reshape roller , to be sure the 3 folding in the center of the mask .

4.7 adjust the welding pressure to be sure welding fastness .

4.8 adjust the position of the blade to be sure the mask cutting accuratly. adjust the blade to be higher 0.5-0.7mm than
the roller surface .

5. maintenance

5.1 scheduled check the main parts ,such as the axletree bearings ,ensure all the bearing lubricating enough.

5.2 scheduled check the welding head mechanical wearing conditions , adjust the pressure to a suitable state , try to
adjust the pressure to be minimum at the station of welding well .

5.3 often check the tensile force of the raw material coils ,ensure all the materials running in step & the surface with no
laxation.

5.4 please adjust the pressure of the cutting blade to avoid blading damage.
6. attentions

6.1 please start the ultrasonic welding equipment before open the main machine to avoid the superimposed load



damage the ultrasonic equipment.

6.2 please pull all the raw material sheet to the welding mould .

6.3 adjust the pressure (such as welding mould , cutting blade ) to be suitable ,try to reduce the loading.

6.4 scheduled check all the bearings running well & lubricating well.

6.5don’ tstop the machine at a high speed , please adjust the production speed at 20pcs/minute before you close the
switch .

7.spare part

cutting blade:4set

nose bar cutting blade: 4sets

steel wire:20 pcs

rubber roller:4 sets

wrench:1 set
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