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«©» Sumitomo Heavy Industries, Ltd.
Plastics Machinery Div.

@ TOKYO Sumitomo Heavy Industries, Ltd. Plastics Machlnery Div. Global Sales Dept.
1-1, Osaki 2-chome, Shlnagawa ku, Tok go 141-6025, Japan
Tel:+81-3-6737-2576  Fax:+81-3-6866-5176

@ CHIBA Sumitomo Heavy Industries, Ltd. Chiba Works/Technolog%/ Center
731-1, Naganumahara, Inage-ku, Chiba-City, 263-0001, Japan
Tel: +81 43-420-1471 Fax:+81-43-420-1591

@ US.A. Sumitomo (SHI) Demag Plastics Machinery North America, Inc. Atlanta Office/Technology Center
4‘I|0 Horizon Dr., Suite 200, Suwanee, GA 30024, United States
Tel:+1-770-447-5430  Fax:+1-678-990-1716
Sumitomo (SHI) Demag Plastics Machinery North America, Inc. Cleveland Office - -
17909 Cleveland Parkway, Cleveland, OH 44135, United States
Tel:+1-440-876-8960 Fax:+1-440-876-4383

Sumitomo (SHI) Demag Plastics Machinery North America, Inc. Chicago Office/Facility and Tech Center
1177 Corporate Grove Dr. Buffalo Grove, IL 60089, United States
Tel:+1-847-947-9569

Sumlt?gloor\gsw) Den&agSI:IaAstlcE MadCuR%r Slg%rtﬂ Atmsréiatlnc Anaheim Office/Training and Demo Center - - - - - -
@ MEXICO SHI Plastics Machinery de México, §.A. DE, C.V. - Monterrey Office All-electric Small-sized Injectlon MOIdlng Machine

Ignacio Sepulveda 124, Seccion 7, Edificio 1 Parque Industrial Kalos Encarnacion Colonia La Encarnacion,
Apodaca, N.L. C.P. 66633, Mexico
Tel:+52-81-8356-1714, -1720, -1726  Fax:+52-81-8356-1710
SHI Plastics Machinery de Mexico, S.A. DE. C.V. Leon Office
Plaza San Martin Blvd Aeropuerto N° 849, Local “E” 3102, Col. San Jose el Alto, Le6n Guanajuato CP 7545, Mexico
Tel:+52-477-179-1730
@ BRAZIL Sumitomo (SHI) Demag do Brasil Comercio de Maqumasspara Plasticos Ltda.
Rodovia do Actcar (SP-075), km 26-Jd. Oliveira-Itu/SP-Cep: 13312-500, Brazil
Tel:+55-11-4403-9286
@ GERMANY Sumitomo (SHI) Demag Plastics Machinery GmbH (Schwaig) /Technology Center
Altdorfer Str. 15 90571 Schwaig, Germany
Tel:+49-911-5061-0  Fax:+49-911-5061-265
Sumitomo (SHI) Demag Plastics Machinery GmbH (Wiehe) /Technology Center
Donndorfer Str. 3706571 Wiehe, Germany
Tel:+49-34672-97-0  Fax:+49-34672-97-333
@ UNITED KINGDOM Sumitomo (SHI) Demag Plastics Machinery (UK) Ltd.
Accent House, Triangle Business Park, Wendover Road, Stoke Mandeville, Bucks, HP22 5BL, United Kingdom
Tel:+44-1296-73-95-00  Fax:+44-1296-73-95-01
@ FRANCE Sumitomo (SHI) Demag Plastics Machinery (France) S.A.S.
ZAC du Mandinet, 9, Rue des Campanules, 77437 Marne-La-Vallée Cedex 2, France
Tel:+33-1-60-33-20-10  Fax:+33-1-60-33-20-03
@ SPAIN Sumitomo (SHI) Demag Plastics Machinery Espana S.L.
Plaza de América’4, 2° - 32, ES 46004 Valencia, Spain
Tel: +34-96-111- 63 1"
@ POLAND Demag Plastics Group SP. z.0.0.
Ul. Jagiellonska 81 - 83, 42 200 Czestochowa, Poland
Tel:+48-34-370-95-40 Fax:+48-34-370-94-86
@ AUSTRIA Sumitomo (SHI) Demag Plastics Machinery GmbH -Office Austria-
Wolfgang-Amadeus-Mozart-Str. 5/3, 3430 Tulln an der Donau, Austria
Tel:+43-2272-61-868 Fax:+43-2272-61-868-89
@ HUNGARY Sumitomo (SHI) Demag Plastics Machinery Hungéria Kft
H-2045 Torokbalint, FSD Park 2, Fsz. 2, Hungary
Tel:+36-23-531-290 Fax:+36-23-531-291
@ ITALY Sumitomo (SHI) Demag Plastics Machinery (ltalia) S.r.l.
Strada del Portone 61/A, 10137 Torino, Italy
Tel:+39-11-95-95-057  Fax:+39-11-95-95-185
@ RUSSIA CJSC Sumitomo (SHI) Demag Plastics Machinery
Prombaza OAO "Stroitransgaz", d. Ascherlno Lenmskly raion, 142717 Moscow region, Russia
Tel:+7-495-937-97-64 Fax:+7-495-933-0
@ CZECH/SLOVAKIA Sumitomo (SHI) Demag Plastics Machinery Cesko spol s.r.0.
K Bilému vrchu 2 12/3 193 00 Praha 9, Czech
Tel:+420-296-226-
@ SHANGHAI SHI Plastics Machlnery Shanghal) Ltd.
11F SMEG Plaza, No.1386 Hong Qiao Road, Chang Ning District, Shanghai, 200336, China
Tel:+86-21-3462-7556  Fax:+86-21-3462-76
@ DALIAN SHI Plastics Machinery (Shanghai) Ltd. Dalian Offlce
1109 Fuyou Buiding, No.9 Huanghaixiliu Road, Economic and Technological Development Zone, Dalian 116600, China
Tel:+86-411-8764-8052 Fax:+86-411-8764-8053
@ TIANJIN SHI Plastics Machlnerx (Shanghai) Ltd. Tian dln Office
Room 5 Part 2, Building Lian Dong U Gu, Chllong Street, Shuanggang Town Industrial Park, Jinnan District, Tianjin 300350, China
Tel:+86-22-5871-5537  Fax:+86-22-5871-553
@ SUZHOU SHI Plastics Machinery (Shanghai) Ltd. Suzhou Offlce/TechnlcaI Center
Room 2101, Building 2, jinfeng Urban Design Park, No 211, Zhujiang South Road, Mudu Town, Suzhou City, Jiangsu Prov. 215101, China
Tel:+86-512-6632-1760 Fax:-+86-512-6632-1770
@ NINGBO Ningbo Sumiju Machinery, Ltd.
No.28, Baiyunshan Road, Modern Logistics Park, Beilun District, Ningbo, 315800 Zhejiang, China
@ DONGGUAN Dongguan SHI Plastics Machlnery Ltd. /Technical Center
B102 Block 8 Zhongda 365 No.9, Xincheng Road, Songshan Lake, Dongguan City, Guangdong Province 523808, China
Tel:+86-769-8533-6071 Fax:486-769-8554-9091
@ HONG KONG SHI Plastics Machinery (Hong Kong) Ltd.
Room 601, Telford House, 12-16 Wang Hoi Road, Kowloon Bay, Hong Kong
Tel:+852-2750-6630  Fax:+852-2759-0008
@ TAIWAN SHI Plastics Machinery (Taiwan) Inc.
6F., No.35, Dexing W. Rd., Shilin Dist., Taipei 111, Taiwan
Tel'+886-2-2831-4500  Fax:+886-2-2831-4483
SHI Plastics Machlnery (Taiwan) Inc. Talchun Office
Rm D, 6F, N 0, Chung Kong 2nd Rd., Shi Tun Dlst Taichung 40766, Taiwan
Tel:+886-4- 2358 7334 Faxi+886-4-2358-9335 ’

@ KOREA SHI Plastics Machinery (Korea) Co., Ltd.
203, JEIPLATZ, 186 Gasan dlgltaH ro, Geumcheon -gu, Seoul 08502, Korea
Tel:+82-2-757- Fax:+ -7
SHI P;:;g;:s‘lMalc)hmeLy (Korzeza Clo DLtd Sothhern %lefé ‘
ongbu-ro il, Dong-gu, Daegu orea
A e e T EO T A SE30E\V-/2: (300kN)
@ SINGAPORE SHI Plastics Machinery (S) Pte., Ltd. /Technology Center

3791 Jalan Bukit Merah #03-07/08/09, E-Centre @ Redhill, Singapore 159471
Tel:+65-6779-7544  Fax:+65-6777-92 SEEOE‘/—A (500kN)

@ THAILAND SHI Plastics Machinery (Thailand) Ltd. /Technolugy Center
317 Debaratna Road, Kwaeng Bangna Nuea, Khet Bangna Bangkok 10260, Thailand

Lineup |

Tel:+66-2-747-4053~4056 ~ Fax:+66-2-747-4081 7
SHI Plastics Machinery (Thailand) Ltd. South Office ST Cag, SE 5E‘/-A (750kN)
° Iimthong 2 Ihndustr(lal Elstate)Room BC-08, 150/55 Moo 9, Nongkham Subdistrict, Sriracha District, Chonburi 20230, Thailand @ /97
MALAYSIA SHI Plastics Machinery (Malaysia) SDN BHD s 2
Unit G-01, Tingkat Bawah Menara Axis, No.2 Jalan 51A/223, 46100 Petaling Jaya, Selangor D.E. Malaysia s % SE1OOE‘/—A (1 OOOkN)
TIeI +60-3- 7'?58 2?79 |2081) Fax:+60-3-7958- zofsf an Gl_
SHI Plastics Machinery (Malaysia) SDN BHD _Penang Office
No.7, Ground Floor, Jalan Kelisa Emas, Taman Kelisa Emas, 13700 Seberang Jaya, Penang, Malaysia |sosom SE130E‘/_A (1300kN)

Tel:+60-4-604-397-5725  Fax:+60-4-604-397-5726
@ VIETNAM SHI Plastics Machinery (Vietnam) LLC

Floor 1A, Hong Kong Tower, No.243A La Thanh Street, Lang Thuong Ward, Dong Da District, Hanoi, Vietnam Our products have acquired 1S09001 certification.
Tel:+84-24-3728-0105  Fax:+84-24-3728-0106 SET180E\/-/2. (1800kN)

SHI Plastics Machinery (Vietnam) LLC Ho Chi Minh Branch
1st floor, Block C, Dat Phuong Nam Bwldlr:;g 241A Chu Van An Street, Ward 12, Binh Thanh District, Ho Chi Minh City, Vietnam
Tel:+84-8-3514-6645 Fax:+84-8-3514
@ INDONESIA PT. SHI Plastics Machinery (Indonesia)
JI. Tebet Raya No. 5B, Tebet, Jakarta 12810, Indonesia

Tel:+62-21-829- 3872 3873 F 62-21- 823 1645 " " "
@ PHILIPPINES SHI PlgstTcs Machinery (Phils) Inc. et WWM/. Sh,_ Co_]p/plast’CS/

Ground Floor, Mirax Building 2270 Chino Roces Avenue, Makati City, Philippines
Tel:+63-2-8845-0877, 8844-0632 Fax:+63-2-8886-4670

@ INDIA SHI Plastics Machinery (Indla) Private Ltd.
Unit No.22-25, 1st Floor, JMD Galleria, Sohna Road, Gurgaon, Haryana-122001, India

Tel:+91-0124-2217056, 64 Fax:+91-0124-2218076 0 Sum|tomo Heavy |ndUStrieS, Ltd

© Photographs of machines and details may differ from actual products. BOO2EN08-2202HG
® Specifications subject to change without notice for performance improvement.




Further progress in injection molding. The age of

To "/A" lineage of all-electric injection molding machines

Our all-electric injection molding machines have undergone to evolve synergistically

both in hardware and software technologies.

The SE-EV series debuted as the leader in the age of innovation and has evolved to the next stage,
the SE-EV-A series, which provides overwhelming advances in precision molding.

SE-EV
@ Zero-molding evolution
@ Improved mold clamping and injection precision

SE-DU4
@ Added Zero-molding technologies
@ Greatly augmented potential

SE-DU

@ Improved machine performance

[ Potential of all-electric IMMs ]

SE-S
@ Direct-drive system built-in the first in the industry
@ High performance comparable to hydraulic machines

[ Improvements of molding processes |

Increased possibilities by "/A"

Operability

performance

—Defect rate reduction
- Greater platen rigidity
- Improved surface pressure distribution
- Clamp force correction
- FFC molding
L o . —Expanded quality management functions Clean
Lower vibration and lesser cycle time - Waveform-based OK/NG judgment - Bush-less tie bar
- S-MOVE (New type low-vibration control) - Many logging items - Grease-maintenance-free
L - Greater frame rigidity
Lesser setup time
- Purging function for resin replacement
- Resin viscosity measurements

—Greater display operability

- Upgraded tab functions
- Increased touch panel sensitivity
- Wider viewing angle

Energy-saving

- Linear guide
- Oil seal-less
- LED backlight screen

—Operation error prevention

- Wrong setting alarm
- Redesigned button coloring

Be Comftortable.

Comfortable Molding and Optimized Production

L—Higher efficiency

- Reduced mold maintenance

- Mold protection function

- Core/guide pin breakage prevention
- Low-inertia direct drive motor

02

/2 begins.

Advanced

SE-E\/-/2):
@ Development of Zero-molding applied technologies

@ Latest machine performance that fully brings out
effects of Zero-molding

Deployment of
dedicated machines

Lens

@ Lens machines specialized for optical needs

Connector

@ Connector machines support advanced molding

SE-E\/-/2555
@ High filling performance machines
expended the possibilities of thin-wall molding

SE-E /2557

@ Light guide plate machines produce next-generation devices

Zero-molding

Support for small volume molding ‘

Screws of narrow diameter can be selected for all injection units.
This allows users to mold products with small injection capacity.
© Pairings examples of SET00EV-A (1000 kN) are shown in the table below. New additions added this time are displayed in blue.

Injection unit Screw diameter (mm)

c110 16 18 20
o EDED s 2




tandard equipment

Better vent effects, _
MCM less maintenance and longer mold life

Minimum Clamping Molding The clamp force with requisite minimum and best surface pressure balance
is realized by optimization of clamping precision and surface pressure.

PAT. pend. in Japan

Mold touch Full surface contact ~ Mold deformation and vents closed
(Clamp force has occurred) (Clamp force inflection point) (Excessive clamp force)

A B
Designed amp force € ange Maximum
value value
Vent deformation volume ection po E amp fo
)
-
0 enting 0
A [Movable platen position] B C

Low-pressure and smooth filling
FFC Improves cavity balance and venting

Screw control before and after V-P switch over enables low-pressure,
smooth, and complete filling. It improves the cavity balance and
eliminates burrs and short shot at the same time.

PAT. pend. in Japan

Flow Front Control

FFC molding control time

——— FFCmolding
. Normal molding

Screw position

Holding|pressure dataction Holding pressure lowers gradually

Controls the screw position
y

[Time]

Error-free and simple setting
SPS Reduces operation time

Simple Process Setting Troublesome settings are not required.

Production engineers and general operators
can make full use of the advanced performance.

PAT. pend. in Japan
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- Change of the vent deformation -

Suface presue

Excessive clamp force Appropriate clamp force by MCM

Vent deformation and venting function without working if excessive clamp force.

- An example of mold clamp force set to 0 kN -

Stable molding is enabled for some products at the mold clamp force set to 0 kN.

- Comparison of filling capability -

- Comparison of operability -

SE-EV/-/A:
(NC-10 controller)

Conventional model

Overall evaluation of operation difficulties

- Sensor

Ball screw

High-precision and high-response screw control l

Direct drive system =

The originally-developed low-inertia servomotor is

controlled by an up-to-date control system ISC Il

(Intelligent Servo Controller II).

It allows the screw to achieve high-precision and

high-response control, so high-precision and stable plasticizing,
filling and holding pressure processes can be satisfied.

PAT. pend. in Japan

Original algorithm
9 +9

High-performance applications

- Progress of servomotor development -

80
Acceleration
Zol 3 — Development to
£ £ e - ;
: | E : the third generation
= ey =1
E 40 51:)_ E Since the first-in-the-industry direct drive machine SE-S released
£ 2 g in 1997, our reputation in all-electric technology leaps forward.
a 2 < Development of servomotors exclusive for injection molding
20 Ei machines has advanced to the third generation, and motor
o~ performances have been improved remarkably.
£
0 =
[ Model ] SE-S SE-D SE-DU  SE-DUZ  SE-EV  SE-EV-A

[ Generation | (S

® The value of each model is based on the C360 injection unit.
© The rise time is calculated by the time from 10% to 90% of the maximum injection speed.

- Comparison of maximum injection speed -

Even faster maximum injection speed

High speed spec injection unit
It can achieve molding of more difficult thin-wall products

with even faster maximum injection speed.

© Only available for C250 and C560 injection units (SE75EV-A - SE180EV-A)

C250 High speed spec

C250 Standard

C560 High speed spec

C560 standard
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[ Mold opening/closing speed ]

Lesser cycle time

Acceleration/deceleration control
with vibration suppression S-MOVE

Smooth speed patterns in acceleration/deceleration achieved vibration suppression and faster clamp movement.

- Comparison of mold opening/closing time - - An example of cycle time comparison -

Total 15% reduction S-MOVE: Lock up and nozzle touch

Enables high-speed setting close Mold close Filling and holding Cooling Mold open | Ejection and taking out
to the angular pin insertion position

Conventional
machine

Conventional model:
Multi-step speed setting I 5.0
for vibration prevention

[Time ()] 100

15.0

[Time] S-MOVE reduces the mold open/close time.
An example of the mold with angular pins

Keeps linearity and parallelism of molds and prevents damages to the molds

Platen support and bush-less tie bar

Even if installed a heavy mold, the mold open/close can be smooth
while maintaining high parallel precision.
Provide 100% mold precision and prevent damage to the mold, such as pin stuck, etc.

Mold posture changes

Amount of parallelism
change (vertical)

Conventional 180 tf machine SE180EV-/A:

Superior surface pressure distribution offers good gas vent
and reduces the mold clamp force

Center Press Platen

Installed Center Press Platens to equalize surface pressure distributions.
New structure design reduces surface pressure unevenness at the center further.

PAT. pend. in Japan

Conventional machine

@ The optional Double Center Press Platens on the movable and fixed sides
offer higher surface pressure evenness.

Staying constant clamp force in mass production

Mold clamp force feedback control

The mold clamp force tends to increase due to thermal expansion of molds in mass production.
SE-EV-A provides constant mold clamp force by correcting the mold thickness based on the actually value.

PAT. pend. in Japan

Tie bar

=

1500

Clamp force sensor Controller

N
N
o
S

Actual clamp force detection

Adjustment commands Input 1300

Control unit|

Mold thickness
adjusting gear

[ Actual mold clamp force (kN)
I~}
8

Mold thickness position detection 1000

Mold thickness adjusting servomotor

Greatly reduced deformation

High-rigidity, low-vibration frame

It improves the amount of platen tilt during high-speed mold closing,

- Actual clamp force transition in mass production -

Without clamp force feedback control /

/ With clamp force feedback control

1100 |-

300 600
[ Number of shots ]

and Improves linearity in high-cycle time molding, also prevents wear and damage of guide pins.

Tilt is greatly reduced.

- Comparison of rigidity -

900

SE-EV-A:
SE-EV




Links humans with machines
quickly and simply

\N(-1U CO

ges.
various NC-10 controller functions such as wavetorm display and quality control.

Simple and speedy start up

Mold install screen Overall screen
Mold installation can be completed Setting various basic values on only
quickly and easily by procedures one screen after mold installation.

shown on screen.

PAT. pend. in Japan

Minimum mold clamp force
detection is available.

Easy-to-see icons for intuitive [
ope};ations are used for tabs. ]
Versatile and advanced mass production management ‘
Molding condition Waveform displays
protection function and quality control
Limits of condition protection Logging waveform items
can be set according to user to improve judgment
levels to prevent incorrect precision oz quality control.
settings.

Enhanced products judgment
precision by monitoring
logging screen.

Statistical quantity of
each item is calculated
on the waveform screen.
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[ Injection pressure |

Automatic setting for completely filling

FFC auto setting

FFC solves short and burrs at the same time and improves cavity balance.
SE-EV-A set FFC time automatically.

FFC is a part of the Zero-molding functions. See page m for details.

Conventional setting procedures

o, filli Setting the FFC time Adjusting the FFC time
?I?o/g filling by short -> temporarily with reference -> manually until complete
to the filling time filling is achieved

Finding minimum mold clamp force quickly

Minimum mold clamp force detection

The minimum mold clamp force at mold surfaces contact completely is detected
automatically. Based on this value, it's able to judge the necessary clamp force
from waveform.

MCM can reduce the clamp forces remarkably. See page m for details.

Defects detected through injection pressure

5-point injection pressure monitoring

Injection pressure is monitored at any 5 moments after filling starts.
Molded products for which the pressure exceeds the set high/low limits
are judged as defects and can be removed from production.

- Judging necessary clamping force based on actual waveform -

B. Clamp force is excessive

A. Clamp force is optimum
/ |

L C. Clamp force is not enough

Actual injection pressure

Even though the mold clamp force rises at the peak of the injection pressure,
the actual clamp force goes down to setting value during holding pressure
process (See waveform A). It can be judged that the set value of the mold
clamp force is sufficient.

- An example of injection pressure waveform monitoring -

L

OK product range

Point1  Point2 Point3 Point4 Point5 [Time]

Waveform monitoring positions (elapsed time from filling starts),midpoints and ranges can be set
atany 5 moments. Defects can be detected and identified by logging actual data.
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Minimizing the environmental load

- Power consumption comparison -

Maximized use of motor energy

Power regeneration system with no conversion loss
Specially designed for molding machines, this power regeneration system stores regenerative electric power in a capacitor.
None of the regenerative power is lost in the conversion process.
Moreover, the power from the capacitor is used to prevent voltage drops
when the voltage is applied for the next shot, so molds are stably opened and closed.

u | Speedy color and mold change

Purging function for resin replacement

The SE-EV-A has an automatic purging mode for resin color change.
It saves valuable time and resin.

- Comparison of purge resin quantity and time -

Normal purging

iGsmin  €-30%
S i € -59% ———

Resin replacement purging

@ The resin consumption and necessary time depend on molding conditions.

Significantly reduces power consumption
. Thoroughgoing energy
saving performances

All-electric machines are much more energy-efficient than hydraulic
machines. Excellent energy-saving is gained from Zero-molding
which lowers clamp force, and low friction mechanisms such as
linear guide platen which improved mechanical efficiency.

of same class

SE180E\V/-/4;

-83%

Our hydraulic machine

0.0 5.0 10.0 15.0 20.0
[ Power consumption (kWh) ]

@ The power saving effects vary with the molding conditions.

Power consumption reduction at holding pressure process
. Energy-saving control

If the initial large holding pressure need not be maintained, the motor load

- Waveform example in energy saving control -

can be reduced by reducing holding pressure gradually. The reduction rate
(slope) is set by selecting modes.

PAT. pend. in Japan

Actual holding pressure

Reduced power consumption

Load of injection motor

Energy saving control selection

Setting of the reduction rate can be changed by modes.

[Time]

The set purging conditions A to C are automatically switched.

‘ Prevents product and environment pollution with tie bar grease
++

Bush-less tie bar and tie bar plating

The SE-EV-A prevents cosmetic defect by grease scattering, since mold area is clean
by grease free tie bar. Also you will have comfortable work environments.

"Comfortable work without producing defects" is impossible in such environments.

¢‘ Optimized greasing system

Reduces waste to protect the environment
An optimized grease supply system reduces grease consumption.
It reduces waste grease and realizes environment-friendly operations.

At the same time, the maintainability has improved,
and work efficiency has also improved.

- Comparison of yearly grease cartridge consumption -

SE100E\V-A: 2.9 vottles

SE100DU4
0 1

2 3 4 5
[ Cartridge bottles ]

Yearly operation time: 6000 hrs. Cycle: 6.0's




Appropriate pellet supply to prevent clogging ' “ ’

Connects the entire factory
to a higher management system

A universal communication
standard OPC UA

Our injection molding machines support OPC UA which is

a standard data communication protocol for industries

that exchanges data across different manufacturers and OSs.
OPC UA which is versatile and flexible that achieves Industry 4.0.

High-level, borderless management of production quality

I-Connect production quality
control system

It's able to centrally manage production of your molding machines
worldwide; moreover, it grasps detailed quality information from molding
machines quickly by operating intuitively via digital devices.

As the quality control system, i-Connect helps you improve production
efficiency significantly.

New theoretical plasticization system

SL Screw

Melting process in the conventional screws are analyzed
with visual, temperature and pressure.

A screw designed based on these results is used .
as the core of this new plasticization system.

PAT. pend. in Japan

@ There are precautions such as the type of resin when install the SL Screw. Optional
For details, pl the dedicated catal tact us. . A . —i—
or detarls, please see the dedicated catalog or contact us Keeps stable resin melt Short screw to reduce resin heating time
4 i-Connect [k ERP
Digital devices i-Connect Host server = Manufacturing Core Information
9 Production Quality Control System Execution System System

Stable molding of super-engineering plastics

PPS Package

PPS is a kind of resins those are difficult to mold stably
because it has a high molding temperature,

poor thermal stability, and generates a lot of gas.

By using PPS package and the dedicated screw assembly
together, stable molding can be realized not only for PPS
but also for other super engineering plastic resins.

Optional

PPS dedicated screw assembly (Non-rotation type screw tip) PPS dedicated screw assembI}/

(Zone 1 high-capacity heater,

Stable molding of LSR

LSR Package

This package enables precision-stable molding of LSR
(Liquid Silicone Rubber), which has grown in demand
in recent years.

The cylinder is equipped with a cooling circuit

that keeps temperature between 15 - 30°C.

Molding factory

Other production site

LSR dedicated screw assembly LSR dedicated screw assembly
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Y Most suitable Y Suitable % Usable

(sK Control
Screw Assembly
Specifications Nitride Plating Corrosion and wear resistant A|Corrosion and wear resistant B|Corrosion and wear resistant (| High temperature
Material | Screw Nitride coating Plating Corrosion and wear resistant A| Corrosion and wear resistant B | Corrosion and wear resistant B | Corrosion and wear resistant A
Cylinder Nitride coating Nitride coating Corrosion and wear resistant A| Corrosion and wear resistant B | Corrosion and wear resistant C | Corrosion and wear resistant A /
Screw tip Rotation type Rotation type Corrosion and wear resistant A| Corrosion and wear resistant B | Corrosion and wear resistant C | Corrosion and wear resistant A
Non-rotation type Non-rotation type Non-rotation type Non-rotation type . . . . .
Type | SDScrew o o o 0 o) o) M2M, connection between molding machines and peripheral devices
SM Screw O O @) - - - : k t | 1 t k d : t'
Wear resitance x x Ak *kk Ak Ak Quicker se ups, 1€SS MIStakes ana easier operation
§°_"°;|'°" [Esistante T * - et * - _**_'h & — 'htot/' e Trea _:43;7 TR h*;\*h o Performing collective monitoring and control on the molding machine side
uitable resins on-wear an eak burning resin esin wit esin witl - , | Resin wit - , | Resin with high moldin : ; : : ; ;
non-corrosion resin g less than 30%, resin with much filer good corrosive resin tempergture s by_ connecting various Pe"Phe.ral de‘”c_es to molding machines. .
flame-retardant resin (GB, CF, MR) It is possible to reduce setup time and its efforts and prevent mistakes.

\ N . .
It's pOSSIbIe to Strongly support more efficient prOdUCtlon' © Customers are requested to implement MES (manufacturing execution system).

® Connection with peripheral devices may require molding machine modifications.
®QR Code is a registered trademark of DENSO WAVE INCORPORATED.




B standard Equipment I standard Equipment

1. Injection program control function (Multi-stage control) 1. Actual value display function 1. Zero-molding main screen: Simple process setting 18. Zero-molding: Clamp force feed back function
2. Holding pressure program control function (Multi-stage control) 2. Heater breakage monitoring device 2. Zero-molding main screen : Production monitor (Production number/Process/Abnormality/Actual results) 19. Clamp force multi-stage control function (Cross-head position control)
3. Screw pull back function (Before starting dosing/After dosing is completed) 3. Auxiliary equipment abnormality monitoring function (3 ch) *1 3. Specifications/Function confirmation screen (Standard functions/Optional functions/Abnormality handling/Specification list/Monitoring device)|  20. Multi-toggle function (Gas vent function/Deformation prevention function)
4. Digital display function of screw position (0.01 mm setting) 4. Abnormality monitoring function (Maximum cushion, Minimum cushion, Filling pressure, Mold protection, Cycle time, Dosing time) 4. Minimum mold clamp force detection function (Automatic measurement) 21. Zero-molding: Molding condition support monitor function (Peak clamp force, Pack pressure, Status display)
5. Holding time 0.01 seconds setting function 5. Abnormality monitoring condition automatic setting function 5. Setup support: Mold installation screen (Mold height, Mold contact, Clamp force, Mold open/close in preparations, Ejector setting)| 22. Actual value monitor switching function (Actual/Process/Power/Waveform/Temperature graph)
6. V-P switchover function (Pressure/Position) 6. Abnormal history display function (Abnormal item/Occurrence time display) 6. Setup support: Mold condition setting screen (Open/close, Ejector multi-stage setting) 23. Monitoring setting: Function to automatically set all at once
7. Filling delay timer function 7. Quality control function (Statistical function of actual values, various graph functions, 100,000 shot storage and data confirmation function) 7. Setup support: Mold opening limit/Ejector protrusion position teaching function (Current value input) 24. Molding condition access restriction function (Condition range, Screen display, Password function)
8. Pursing device with interlock (Select the position where the interlock function is unused or the injection device is retracted) 8. Production number management function (Molded productdiscrimination function, Automtic production completion, Stocker feed sgnal, Data logging, roduction counter with reset) 8. Setup support: Protection setting screen (Mold protection, Ejector protection) 25. Automatic condition change function for molding start (By short shot method)
9. Heating cylinder temperature control max. 5 zones *2 9. Auto start function (Heater, External output signal) 9. Setup support: Multi-purging function (Gate purging, Resin replacement purging, Slight time stop purging, Low-viscosity resin purging, Resin viscosity measurement))  26. Protection: Screw protection function
10. Heating cylinder temperature switching function (Molding/Lowered temperature/Pursing) 10. Heating cylinder temperature monitoring function (All zones) 10. Setup support: Temperature condition reference/Calling function 27. Energy saving mode function of holding pressure
11. Standard capacity heater (More than C250) 11. Self diagnosis function 11. Setup support: Resin residence alarm/Monitoring function 28. Waveform display function: Simple display by process (Injection, Holding pressure, Dosing, Mold opening, Mold closing, Ejector, Mold height)
12. Zone 1 high-capacity heater (Less than C160) 12. Abnormal alarm buzzer 12. Setup support: Nozzle/Heating cylinder temperature rise mode function (Step/Nozzle delay/Process temperature control) | 29. Waveform display function: Waveform save completion message
13. Screw cold start prevention function (With variable interlock timer) 13. Shot counter 13. Zero-molding Molding condition setting screen: Z-Screen (Filling, Holding pressure, Dosing, time, Temperature, Mold clamp force)| 30. Waveform display function: Automatic waveform save function (Always/Trigger/Abnormal)
14. Remote setting function for sprue break stroke (Reverse timing selection with delay timer, Nozzle contact detection, Movement time setting) 14. Processing function when cycle monitoring is abnormal (Heater processing mode change) 14. Zero-molding: FFC control function 31. Quality control function: Waveform monitoring function
15. Screw rotation speed digital display function 15. All process display screen function 15. Zero-molding: FFC control, mode setting function 32. Quality control function: Molding process monitor logging function (Temperature, Temperature control output, Peak clamp force, Pack pressure)
16. Purging cover device (With limit switch) 16. Monitoring function to prevent forgetting to set monitoring 16. Zero-molding: Function to check the filling position and short shot position by flow front check 33. Production control function: Function to set the number of cavities and manage the number of products
17. Injection unit swivel device (With nozzle alignment adjustment mechanism) 17. Ejector protrusion torque monitoring function 17. Screw reversal decompression control function 34. Production control function: Operation status management function (Operating time, Motor load factor, Power consumption display)
18. Remaining cooling time display function 18. Maintenance time notification function (Maintenance time notification based on the number of shots / Elapsed time)
19. Dosing start delay timer function 19. Injection pressure monitoring function (5 points) . Optiona| Eq u | pment
20. Injection speed/Holding pressure rise speed selection function (10 modes) 20. Cycle analysis function
21. Sctew forward speed stting functon during holding pressure
22. Screw pull back delay control function 1. lon-nitride screw assembly 16. Electric power supply receptacles (Operation side)
23. Synchro dosing function 1. Mold opening/closing position and speed program control function (5-stage/3-stage switching) 2. Hard chromium plating screw assembly 17. Name plate: Blue
24. Screw reverse rotation control function 2. Mold protection function 3. Wear and corrosion resistant A screw assembly 18. Name plate: Black
25. Independent temperature control device of nozzle 3. Low pressure mold clamp function 4. Wear and corrosion resistant B screw assembly 19. Motion07
26. Standard energy saving heating cylinder cover (Two-layer structure) 4. Mold opening/closing pause function 5. Wear and corrosion resistant C screw assembly 20. MotionGB
27. Water cooling jacket temperature control device 5. Remote control function of clamp force 6. High-temperature screw assembly (Max. temp. 450 °C) 21. Korea Certification Mark
28. Mold open operation function during dosing (Shut off nozzle drive control) 6. Remote control function of mold space 7. SD Screw 22. Addition of the motor breaker
29. Filling pressure multi-stage control function 7. Ejector remote setting function (2-speed control, Pressure, Stroke, Delay timer, Multiple time protrusions) 8. SM Screw 23. OPCUA
30. Resin residence prevention function 8. Current value input function (Ejector protrusion position) 9. SLScrew
31. One-touch manual dosing function 9. Current value input function (Mold open limit position) 10. Screw tip set Rotation type
32. High-precision, high-pressure nozzle contact device (Nozzle contact force 3-step variable) 10. Clamp mode selection function (Lockup) 11. Screw tip set Rotation type TiN coating 1. Core tractor control circuit 1 system (Control circuit+Piping) *4
33. Stainless steel purge resin saucer 11. Ejector protrusion interlock function (Ejector can be operated only at the mold opening completion position in manual mode) 12. Screw tip  Corrosion and wear resistant A Non-rotation type 2. Core tractor drive circuit (No hydraulic pump) (Only for SESOEV-A - SE180EV-A)
34. SL Screw: Auto-tuning function of synchronization rate (SL Screw is a selection specification) 12. Ejector protrusion function during mold opening 13. Screw tip Corrosion and wear resistant B Non-rotation type 3. Core tractor drive circuit (The ie Hydraulic Pump is included.) (Only for SES0EV-A - SE180EV-A)
35. Deceleration pattern of V/P switchover (Slow landing) (Only for SE30EV-A) 13. Ejector protrusion function during mold clamp 14. Screw tip  Corrosion and wear resistant C Non-rotation type 4. Pneumatic core pull control circuit 1 system (Control circuit+Piping) *4
36. High-efficiency nozzle control 14. Mold plate return confirmation device (Input signal to molding machine) (Metal outlet connection) *1 15. Open nozzle 5. Rotating core control circuit (Motor drive, Less than 1.5 kW)
15. Mold opening/closing signal (Spear control signal) *1 16. Needle nozzle (Needle is operated by pneumatic.) 6. SPI take-out robot connection circuit *1
16. Valve gate drive circuit device (Control circuit only) *1 17. FTClI nozzle (Open nozzle: 18 mm- @36 mm, Less than SE130EV-A) 7. SPI AN-146/EUROMAP67 take-out robot connection circuit
1. 15-inch TFT color LCD screen 17. Stand by mode function for mold installation (Low mold opening/closing speed) 18. Cylinder nozzle 8. Product chute
2. Touch panel type setting input device 18. Toggle cover with polycarbonate window 19. Zone 1 high capacity heater (More than C250) 9. High precision heat insulating plate (5 mm/10 mm, Cross type)
3. Molding condition storage function 19. Emergency stop push button switch (Operation side/Non-operation side) 20. High capacity heater 10. Mold clamp control unit *4
4. Operation support function 20. Safety door with polycarbonate window 21. Extension nozzle 11. Valve gate drive circuit (Control circuit-+Pneumatic circuit) *4
5. Molding support function 21. Screw holes for mounting the take-out robot 22. High insulated cylinder cover 12. Valve gate drive circuit (The ie Hydraulic Pump is included.)
6. Waveform display function (Waveform memory function, Display value reading function, Data storage by trigger, etc.) 22. Grease centralized greasing device for mold clamp/injection unit 13. Full metallic toggle cover
7. Screen hard copy function 23. Mold clamp safety device (Electric/Mechanical) 14. Ejector compression device (SESOEV-A - SE180EV-A: 49 kN) *6
8. Take-out robot connection circuit device *1 24. Mold opening/closing low vibration or high speed mode selection function 1. Resin temperature finder (Only for needle nozzle type) 15. Mold space extension 50 mm *7
9. Screen switching function in up to 15 languages 25. Movable platen support device (Linear guide type) 2. Standard type hopper 16. Mold space extension 100 mm (Only for SET00EV - SE180EV) *8
10. Maintenance management function (Inspection time, Grease greasing time, Item, Operation method display) 26. Center Press Platen mechanism 3. V/P switchover by mold cavity pressure 17. Slide core return signal *1
11. Automatic start/stop function (Lowered temperature/Heater start/Molding machine stop) *1 27. Product drop confirmation connection circuit *1 4. Needle valve nozzle drive circuit 18. Double center press platens (Only for SE100EV - SE180EV) *9
12. Process display function 28. Multi-toggle function (Multi-stage clamp force setting) 5. FTC nozzle electric control circuit (Built-in) 19. Ejector force power up (SET00EV-A - SE180EV-A: 59 kN) *10
13. SSR heater drive circuit device 29. Tie bar plating specification 6. High temperature heater control circuit (Up to 499 °C) 20. Ejector stroke extension (SESOEV-A, SE75EV-A: 100 mm, SE100EV-A - SE180EV-A: 150 mm)
14. Industrial unit input function (Speed, Position, Pressure and rotation speed) 30. Ejector motor device with brake 7. Hopper swivel mounting plate 21. Pneumatic control circuit *5
15. Molding machine status output signal (5 CH) *1 31. S-MOVE function (Low vibration control) 8. Plating resin inlet of cooling water jacket 22. Signal for hoop molding (Only for SE30EV-A)
16. USB connection circuit device (Memory) 32. Ejector standby position function 9. High efficiency nozzle control (Depression of nozzle contact force) 23. High cycle specification (Only for SE30EV-A)
17. Protection function of saved conditions 33. Control device for mold installation space with servo motor 10. High duty injection *3
18. Abnormal processing selection function 34. Dust-proof cover on top of toggle (Fixed type) 11. GS Loader control circuit
19. Initial reject/Short stop reject function 35. Dry cycle mode function 12. Nozzle pressing force reduction (Nozzle pressing force: 14 kN) (Only for SESOEV-A C160) 1. Spare parts A (Mechanical parts: Lub. parts)
20. Screen color change function 2. Spare parts A (Electrical parts: Thermocouple)
21. Numerical and character input keypad layout change function (Select from 2 types) 3. Spare parts for export (Encoder, Limit switch, Inductive proximity sensors)
22. Take-out robot entry permission signal 1. Auto grease supply unit (Cartridge grease type) 1. Leak circuit breaker (AC200V, 220V 393W-+-E) (Japan and Asia only) 4. Leveling pads (For one machine)
23. Clean control cabinet (Only for SE30EV-A) 2. 3-way take-out frame 2. Mold temperature monitor (2 zones on movable platen, Without thermocouple, Type K) 5. Anchor bolts (For one machine)
3. Mold cooling water block device (2 systems) (Flow indicator and valve are options) 3. Mold temperature monitor (1 zone on movable platen and 1 zone on fixed platen, Without thermocouple, Type K) 6. Locating ring (Transition fit) Inner diameter: 226 mm/Outer diameter: 860 mm (Only for SE30EV-A)
4. Standard spare parts (Fuses, Air filters) 4. Mold temperature monitor (2 zones on movable platen and 2 zones on fixed platen, Without thermocouple, Type K) 7. Locating ring (Transition fit) Inner diameter: 100 mm/Outer diameter: 8120 mm (Only for SE180EV-A)
5. Production control (2-directional rejection chute) 8. Locating ring (Transition fit) Inner diameter: 110 mm/Outer diameter: @120 mm (Only for SE180EV-A)
6. Mold temperature controller (K=CA, 2 zones on movable platen) 9. Mechanical parts and hooks for hosting machine
7. Mold temperature controller (K=CA, 1 zone on movable platen and 1 zone on fixed platen) 10. Tool A
8. Mold temperature controller (K=CA, 2 zones on movable platen and 2 zones on fixed platen) (Only for SE7SEV - SE180EV) 11. Ejector rods
*1 All input and output signals are no-voltage contact signals. Power is not supplied with output signals. - - " -
*2 The number of zone varies depending on the screw diameter and screw type. 9. Automatic starting system (Heater+Water supply-+External output signal) *1 12. Grease gun
*3 The injection duty is 50%. The maximum injection speed of C35 unit and C160 unit change as follows. €35: 500 mm/s C160: 350 mm/s 10. Revolving alarm lamp 13. Grease cartridge for automatic lub (700 cc)
:4 Al input signals are nn_)-voltage contact signals. All output signals are 24 V DC signals. 11. Multi function 3-color LED alarm lamp 14. Grease cartridge for manual lub (400 cc)
5 All input and output signals are 24 V DC signals.
*6 The ejector stroke will be shortened, and maximum ejector speed slows down. 12. 4-line closed circuit water connection lines (With flow detector, Stop valve, Cooling water stop valve, Filter) 15. High precision heat insulating plate (5 mm/10 mm, Cross type)
*7 The overall machine length is larger by 50 mm (SE100EV-A - SE180EV-A: 100 mm), and maximum mold thickness is larger by 50 mm. 13. 2-line closed circuit water connection lines (With flow detector, Stop valve, Cooling water stop valve, Filter) 16. Mold clamp
*8 The overall machine length and maximum mold thickness are larger by 100 mm. —
*9 You cannot choose this option with 100 mm mold thickness extension. 14. Personal computer connection circuit, Ethernet 17. Box end wrench for open nozzles
*10 The compression time with listed compression force is less than 20% of cycle time, and the ejector stroke will be shortened. 15. Spare power supply outlet selection 18. Offset wrench for shut-off nozzle

Specifications are subject to change without notice for performance improvement.
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B Main Specifications

Iltem Unit SE30E\V-/A: SESOE\V-/A): SE7SE\V-/A);
M Clamp unit
Clamp system Double toggle (5 points) Double toggle (5 points) Double toggle (5 points)
Clamp force max. kN 300 500 750
Clearance between tie bars (W x H) mm 310 x 290 360 x 360 420 x 420
Platen size (W x H) mm 440 x 420 500 x 500 580 x 580
Daylight 530 600 710
(When mold thickness extension 50 mm is selected) mm (580) (650) (760)
(When mold thickness extension 100 mm is selected) - — —
Mold opening stroke mm 230 250 300
Platen speed max. mm/s 1200 1200 1200
Mold thickness (Min. - Max.) 130-300 160 - 350 160 - 410
(When mold thickness extension 50 mm is selected) mm (130 - 350) (160 - 400) (160 - 460)
(When mold thickness extension 100 mm is selected) — — —
Locating ring diameter mm 260 2100 2100
‘ (When the option is selected) (226) — —
Ejector system Motor driven type (1 point) Motor driven type (5 points) Motor driven type (5 points)
Ejector force 7.8 21 26
(When ejector compression device is selected) kN = (49) (49)
(When ejector force power up is selected) — — —
Ejector speed max. mm/s 333 333 333
‘ (When ejector compression device/ejector force power up is selected) — (250) (250)
Ejector stroke 50 70 80
(When ejector stroke extension is selected) mm — (100) (100)
(When ejector compression device/ejector force power up is selected) - (60) (70)
M injection unit
. . cC35 C65 C65 C110 C160 CcC110 C160 Cc250
Plasticizing capacity
MN S S MN S MN S S MN S S S M
Screw diameter mm 14 16 18 20 18 20 22 25 (14)[(16)| 18 | 20 | 22 | 25 |(16)|(18)((20)| 22 | 25 | 28 |(18)/(20)|(22)[ 25 | 28 | 32 [(16)|(18)|(20)| 22 | 25 | 28 |(18)((20)((22)| 25 | 28 | 32 |(22)|(25)| 28 | 32 | 36
*6’*9 *6’*9 *6 *6 *6 *6 *6 *6’*8 *6’*8 *6’*8 *6 *6 *6 *6’*8 *6’*8 *6’*8 *6’*8 *6
Injection pressure max. *1."2 MPa 223 266 224 181 274 265 220 170 223|266|274|265|220|170(266|274|265|274|212|174|274|265|274|274|218|167|266|274|265|274|212 | 174|274|265|274|274|218|167 | 274 | 274|284 | 217 | 171
Holding pressure max. *1.*2 MP. 223 266 224 181 274 265 220 170 223|266|274|265|220|170(266|274|265|274|212|174|274|265|274|274|218|167|266|274|265|274|212|174|274|265|274|274|218|167 | 274 | 274|284 | 217 | 171
‘ (When high speed filling specification is selected) *7 a — — — — — — — (274)((274)(284)(217)[(171),
Theoretical injection capacity cm3 6 1 14 18 20 25 30 38 6 |11]20(25|30|38|11(19|24|40|51(64|19|24|39|51 |64 |84(11|19|24|40|51|64|19(24|39|51|64|84|39 | 51|86 |113|143
Injection mass (GPPS) o] 5.8 1" 13 17 19 24 28 37 58/11]19|24(28 37|11 (1823|3849 |61|18|23|37|49|61|80(11|18|23|38|49|61|18|23|37|49|61|80|37 | 49| 83 |108|137
Plasticizing rate 3.4 kag/h 5.1 9.5 11 14 10 13 18 26 4.4/8.8/10|13|18(26(8.8/10|13|18|26|37|10|13 |18 |26 |37 |53(8.8|/ 10|13 |18 (26|37 |10|13|18|26|37 53|18 | 26 | 37 | 53 | 76
Injection rate 92 120 152 188 140 173 209 270 84 (110{140/173|209|270|100|127|157|190|245|308(101|125|152|196|246|322(100{127|157{190|245|308|101(125|152|196|246|322| 133 | 171|216 | 281 | 356
(When high load filling specification is selected) *7 cm3/s (76) (100) (127) (157) (140) (173) (209) (270) (84)((110)(140)(173)(209)(270)(100)(127)(157)(190)(245)(308)|(89) (109)(133)((171)((215)(281)[(100)(127)(157)(190)(245)(308) (89) [(109)|(133)(171)(215)(281)| (133) | (171) | (216) | (281) |(356)
(When high speed filling specification is selected) *7 - — —_ - - — — (247)|(319)|(400)|(522) | (661)
Screw stroke mm 40 58 78 a|s8] 78 s8] 78 | 104 78 104 s8] 78 | 104 78 104 104 140
Injection speed max. 600 550 550 500 400 500 400 350
(When high load filling specification is selected) *7 mm/s (500) (550) (550) (500) (350) (500) (350) (350)
(When high speed filling specification is selected) *7 — — — — — — — (650)
Screw rotating speed max. min-1 460 430 400 400 400 400 400 400 400
Number of temperature control zone 5 4 4 5 5 4 5 5 4 5 4 5 5 4 5 4 5 5
Heater capacity KW 22 | 26 | 32 | 36 | 32 | 36 | 39 | a3 2.2(2.6/3.1(3.5/3.8[4.2|2.6|3.1[3.5[3.84.2]4.8|3.1[3.5|3.8|4.2[4.8[5.4]| 2.6|3.1[3.5]3.8|4.2|4.8 31 [3.5|3.8|4.2[4.8]5.4 | 3.8 | 4.2 | 65 7.5 8.4
Nozzle contact force KN 7.8 14 14 14 14 43 14 14 43 14 43
‘ (When low nozzle contact force is selected) — — — — — (14) — — —
Injection unit moving stroke mm 185 180 - 250 180 - 250 180 - 250 250 210 - 300 200 - 300 200 - 300
Protrusion mm 30 30 30 30 30 30 30 30 ‘ 45
Hopper capacity (When the standard hopper selected) L (6) (15) (15) (15) (15) (15) (15) (15) (30)
M Machine dimensions and mass
Machine dimensions (L x W x H) *5 3185 x 958 x 1470 3682 x 1113 x 1575 4260 x 1183 x 1575
(When high cycling specification is selected) (3205 x 1052 x 1470) = -
(When mold thickness extension 50 mm is selected) mm (3235 x 958 x 1470) (3732 x 1113 x 1575) (4310 x 1183 x 1575)
(When mold thickness extension 100 mm is selected) - — —
Machine mass t 2.0 2.2 2.7 2.7 2.8 35 3.6 37

*1 The max. injection pressure and max. hold pressure are calculated values and represent machine output, not resin pressure.
*2 The max. injection pressure and max. hold pressure are not sustained pressure levels.
*3 The plasticizing rate is shown for a machine equipped with SD Screw.  *4 50% of the value in the table is the threshold value when the SL Screw is selected.
*5 The total length of the machine is to the front end of the injection unit when mounting the screw of the smallest diameter.
The total height of the machine does not include the dimensions of leveling pads and hopper.  *6 SL Screw cannot be selected.
16 *7 High load specification and high filling specification cannot be selected at the same time.  *8 Nozzle contact force control is available only for 14 kN spec.  *9 Only available for connector machine.
® Specifications are subject to change without notice for performance improvement.




B Main Specifications

Item Unit SET100EV-/A: SE130EV-/A: SET180OE\V-/A:
M Clamp unit
Clamp system Double toggle (5 points) Double toggle (5 points) Double toggle (5 points)
Clamp force max. kN 1000 1300 1800
Clearance between tie bars (W x H) mm 460 x 460 510 x 510 560 x 560
Platen size (W x H) mm 650 x 650 720 x 720 800 x 795
Daylight 800 850 950
(When mold thickness extension 50 mm is selected) mm (850) (900) (1000)
(When mold thickness extension 100 mm is selected) (900) (950) (1050)
Mold opening stroke mm 350 400 450
Platen speed max. mm/s 1200 1200 1200
Mold thickness (Min. - Max.) 180 - 450 180 - 450 200 - 500
(When mold thickness extension 50 mm is selected) mm (180 - 500) (180 - 500) (200 - 550)
(When mold thickness extension 100 mm is selected) (180 - 550) (180 - 550) (200 - 600)
Locating ring diameter mm 2100 2100 2120
‘ (When the option is selected) = —_ (2100/ 2110)
Ejector system Motor driven type (5 points) Motor driven type (5 points) Motor driven type (5 points)
Ejector force 32 32 45
(When ejector compression device is selected) kN (49) (49) (49)
(When ejector force power up is selected) (59) (59) (59)
Ejector speed max. mm/s 333 333 333
‘ (When ejector compression device/ejector force power up is selected) (333) (333) (333)
Ejector stroke 100 100 120
(When ejector stroke extension is selected) mm (150) (150) (150)
(When ejector compression device/ejector force power up is selected) (80) (80) (100)
M injection unit
Plasticizi it Cc110 C160 Cc250 CcC360 C160 Cc250 Cc360 CcC4a450 Cc250 CcC360 Cc4a450 CcC560
asticizing capaci
B MN S S S M S M S S M S M M S M S M M M
Screw diameter mm (16)(18)(20) 22| 25|28|(18)(20)(22) 25| 28| 32 (22)(25) 28| 32 | 36 (25)(28) 32 | 36| 40 (18)(20)(22) 25| 28|32 (22)(25) 28| 32| 36 (25)(28) 32| 36 | 40 (28)(32) 36 | 40 |45 [22)(25) 28| 32 |36 (25)(28) 32| 36| 40 (28)(32) 36/ 40| 45 (32)(36) 40|45 50
6| *6| *6 686868 %68 *6 6 *6 6,%8/6486,*3 #6*8| *6 6| *6 6 *6 678 *6 6 *6 6 *6 6 *6
Injection pressure max. *1."2 MPa  [266274265(2741212|174|27426527412741218|167(274)2741284(217(171|274284.273|1215(175 274(2652741274218/167/2742742841217|171274284(273(215|175[284,273259209/165|274(27412841217|171(27412841273215|175[284(273259209(165273/259 2741216(175
Holding pressure max. *1.*2 MPa 266(274(265(2741212|174|274(2652741274\218|167(27412741284(217(171|274284.273|1215(175 274(2652741274218/167/274,2742841217|171274284(273(215|175[284,273|259209/165|274(2741284/217\171(27412841273215|17528412732591209(165273259 2741216175
‘ (When high speed filling specification is selected) *7 - - (274)(274)(284)(217)(171) — - (274)(274)(284)(217)(171) — — 274)(274)(284)(217)(171) - — (218)(207)(219)(173)(140)
Theoretical injection capacity cm3 11119(24|40|51|64[19|24|39|51|64|84|39|51|86|113[143| 51 |86 129[163201 19/124(39|51|64|84(39|51|86|113143| 51 |86 |1291631201 86 [128/163201254|39 | 51 | 86 [113(143| 51 | 86 [129/163/201 86 [128(163/201254(128[162201254314;
Injection mass (GPPS) g 11118(23|38|49|61|18(23|37(49|61|80|37|49(83(108/137/49 |83 [124({156/193 18|23(3749|61|80(37|49|83|108137/ 49|83 |124(156(193| 83 [123(156(193244| 37 | 49|83 108|137 49 |83 [124(156/193) 83 [123(156|193244(123(156/193244302]
Plasticizing rate 3.4 kg/h 8.8/10|13(18(26(37|10|13|18|26|37|53(18|26|37|53|76|26|37|53|76 (101 10113(18|26|37|53[18|26|37|53|76(26|37|53|76(101/37|53|76 101136/ 18| 26|37 53|76 |26|37|53|76|101 37| 53| 76|101136|53 | 76 |1011136196|
Injection rate 100/127|157|1901245308 101|125(152(196246/322/133(171/1216281(356|171(215/281(356 440! 101|125152[196\246|322|133/171216|281356/171{215[281/356/440215(281356440557(133(171/1216/281(356|171(215/281(356/440|215(281356/440557|281|356440557/687
(When high load filling specification is selected) "7 cm3/s  (100)(127)(157)(190)((245)(308)| (89) [(109)(133)|(171)(215)(281)(133)(171)(216)(281)(356) (171)(215)|(281)(356) (440 (89)((109)(133)[(171)(215)(281)(133)(171)((216)(281)(356)|(171)|(215)(281)(356)(440)(215)|(281)(356){440)(557)](133)|(171)|(216)(281)(356)|(171)/215)((281)(356)(440)(215)(281)(356)(440)(557)(281)(356)(440)|(557)(687)
(When high speed filling specification is selected) *7 — — (247)(319)(400)(522)(661) — — 247)(196)(400)/(522) (661) — — (247)(319)(400)(522)(661) — - (402)(508)(628)‘(795)‘(981)
Screw stroke mm |58 78 | 104 | 78 104 104 | 140 fod1ad 160 78 104 104 | 140 104140 160 140 160 104 | 140 04140 160 140 160 160
Injection speed max. 500 400 350 350 400 350 350 350 350 350 350 350
(When high load filling specification is selected)*7 | mm/s (500) (350) (350) (350) (350) (350) (350) (350) (350) (350) (350) (350)
(When high speed filling specification is selected)*7 — - (650) — — (650) — — (650) - - (500)
Screw rotating speed max. min-1 400 400 400 400 400 400 400 400 400 400 400 400
Number of temperature control zone 5| 4 5 4 5 5 5 4 5 5 5 5 5 5 5 5
Heater capacity kW [26/31]3.53.84.2/4.831(3.53.8[4.2/4.85.43.8/4.2]6.5] 7.5|8.4|4.2]6.5|7.5]8.40103 31[3.5/3.8/4.74.85.4/3.8/4.2/6.5|7.5[8.4(4.2/6.5| 7.58.4110.3 6.5| 7.5 8.5[10311.5[3.8[4.2|6.6 7.6 |8.5|4.2)6.5| 7.6 |8.510.3 6.6/ 76 |8.5103(11.5 7.6 851031 5126
Nozzle contact force KN 14 14 43 14 43 43 14 43 14 43 43 43 14 43 43 43 43
‘ (When low nozzle contact force is selected) — — — — — — — — — — — —
Injection unit moving stroke mm 230-320 220 - 320 220 - 320 320 250 - 335 240 - 335 300-335 335 270 - 380 350-380 360 - 380 360 - 380
Protrusion mm 30 30 30 | 45 |30 45 30 30 | 45 |30 45 45 30 | 65 |30 65 65 65
Hopper capacity (When the standard hopper selected) L (15) (15) (30) (30) (15) (15) (30) |(15) (30) (50) (30) (15) (30) (50) (50)

Il Machine dimensions and mass
Machine dimensions (L x W x H)*5 4568 x 1226 x 1691 4793 x 1326 x 1750 5198 x 1396 x 1831

(When high cycling specification is selected) — — —
(When mold thickness extension 50 mm is selected) mm (4668 x 1226 x 1691) (4893 x 1326 x 1750) (5298 x 1396 x 1831)
(When mold thickness extension 100 mm is selected) (4668 x 1226 x 1691) (4893 x 1326 x 1750) (5298 x 1396 x 1831)
Machine mass t 4.3 4.4 4.5 4.6 5.3 5.4 5.5 5.5 7.0 7.1 7.1 7.4

*1 The max. injection pressure and max. hold pressure are calculated values and represent machine output, not resin pressure.
*2 The max. injection pressure and max. hold pressure are not sustained pressure levels.
*3 The plasticizing rate is shown for a machine equipped with SD Screw.  *4 50% of the value in the table is the threshold value when the SL screw is selected.
*5 The total length of the machine is to the front end of the injection unit when mounting the screw of the smallest diameter.
The total height of the machine does not include the dimensions of leveling pads and hopper.  *6 SL Screw cannot be selected.
18 *7 High load specification and high filling specification cannot be selected at the same time.  *8 Nozzle contact force control is available only for 14 kN spec.
® Specifications are subject to change without notice for performance improvement.
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