Global Network

Cleveland, U.S.A: United Kiﬁ;séitcrmlril { ] P°|;]ZUSSIa Dalian
Chicago, U-S-A}. FS“"‘“Fe Hungary SuTz'?rgjﬂn \. Kor?l‘caakyo/chlba
Anaheim, U.S.A. @ .Atlanta, US.A. g::'nmany DonNgZ‘L?al)r?Nishanghai
Mexico @ ey pri- g } -

Hong Kong @ Philippines
Tharland N vietnam
Malaysra
SingaporeJ..—lndonesia
Brazil

> Sumitomo Heavy Industries, Ltd.
Plastics Machinery Div.

@ TOKYO Sumitomo Heavy Industries, Ltd.  Plastics Machinery Div. Global Sales Dept.
1-1, Osaki 2-chome, Shlnagawa ku, Tokyo, 141-6025, Japan
Tel:+81-3-6737-2576  Fax:+81-3-6866-5176
@ CHIBA Sumitomo Heavy Industries, Ltd. ~ Chiba Works/Technology Center
731-1, Na%anumahara 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
410 Horizon Dr., Suite 200, Suwanee, GA 30024, United States
Tel:+1-770- 447- 5430 Fax +1- 678-990- 16
Sumltomo (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
177 Corporate Grove Dr. Buffalo Grove, IL 60089, United States
Tel:+1-847-947-9569
Sumitomo (SHI) Demag Plastics Machinery North America, Inc. Anaheim Office/Training and Demo Center
Armando St. Anaheim, CA 92806, United States
@ MEXICO SHI Plastics Machlnedy de Mexico, $.A. DE. C.V. Monterrey Office
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, Ledn Guanajuato CP 7545, Mexico
Tel:+52-477-179-1730
@ BRAZIL Sumitomo (SHI) Demag do Brasil Comercio de Maqurnasg)ara Plasticos Ltda.
Rodovia do Agucar(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. 306571 Wiehe, German
Tel:+49-34672-97-0 Fax:+49-34672-97-333
@ UNITED KINGDOM Sumrtomo (SHI) Demag Plastics Machinery (UK) Ltd.
Accent House, Trrangle Business Park, Wendover Road, Stoke Mandeville, Bucks, HP22 5BL, United Kingdom
Tel:+44-1296-73-95-00  Fax:+44-1296-73-95 0
@ FRANCE Sumitomo (SHI) Demag Plastics Machinery (France)
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 Espafia S.L.
Plaza de América 4, 2° - 32, ES 46004 Valencia, Spain
Tel: +34-96-111-63-11
@ POLAND Dema? Plastics Group SP. z
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 Hungaria Kft
H-2045 Torokbalint, FSD Park 2, Fsz. 2, Hungary
Tel:4+36-23-531-290 Fax:+36-23-531-291
@ ITALY Sumitomo (SHI) Dema% Plastics Machinery (Italia) S.r.I.
Via Astl 88/A 10098 Rivoli (TO) Italy
Tel:+39-11-95-95-057 Fax +39-11-95-95-185
@ RUSSIA CJSC Sumitomo (SHI) Demag Plastics Machinery
Prombaza OAO "Stroitransgaz", d. Ascherino Leninskiy raion, 142717 Moscow region, Russia
Tel:+7-495-937-97-64 Fax:+7-495-933-00-78
@ SHANGHAI SHI Plastics Machmery (Shanghai) Ltd.
11F SMEG Plaza, No.1386 Hong Qiao Road, Chang Ning District, Shanghai, 200336, China
Tel:+86-21-3462-7556  Fax:+86-21-3462-765
@ DALIAN SHI Plastics Machinery (Shanghai) Ltd. Dalian Offlce
1109 Fuyou Bmdlng, No.9 Huanghalxlllu Road Economic and Technological Development Zone, Dalian 116600, China
Tel:+86-411-8764-8052  Fax:+86-411-8764-8053
@ TIANJIN SHI Plastics Machlner¥ (Shanghai) Ltd. Tianjin Office
Room 5 Part 2, Building Lian Dong U Gu, Chilong Street, Shuanggang Town Industrial Park, Jinnan District, Tianjin 300350, China
Tel:+86-22-5871-5537  Fax:+86-22-5871-5531
@ SUZHOU SHI Plastics Machinery (Shanghai) Ltd. Suzhou Office/Technical 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 Nlngbo Sumgu Machlner&l
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:+86-769-8554-9091
@ 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 Plastlcs 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 Machinery (Taiwan) Inc. Talchun Office
Rm D, 6F, No.190, Chung Kong 2nd Rd., Shi Tun Dlst Taichung 40766, Taiwan
Tel:+886-4-2358-7334  Fax:+886-4-2358-9335
@ KOREA SHI Plastics Machinery (Korea) Co., Ltd.
203, JEIPLATZ, 186, Gasan digital 1-ro, Geumcheon-gu, Seoul 08502, Korea
Tel:+82-2-757-8656  Fax:+82-2-757-8659
SHI Plastics Machlnery (Korea) Co., Ltd. Southern Office
#207, Dongbu-ro 22-gil, Dong gu, Daegu 41242, Korea
Tel:+82- 53 247-8656 Fax:+82-53-247-8659
@ 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:+65-6777-9211
@ THAILAND SHI Plastics Machinery (Thailand) Ltd. /Technology Center
317 Debaratna Road, Kwaeng Bangna Nuea, Khet Bangna, Bangkok 10260, Thailand
Tel:+66-2-747-4053~4056 ~ Fax:+66-2- 747- 4081
SHI Plastics Machinery (Thailand) Ltd. South Office
Pinthong 2 Industrial Estate, Room BC-08, 150/55 Moo 9, Nongkham Subdistrict, Sriracha District, Chonburi 20230, Thailand

ANFPIRBEECGRRICINECTION MOLDING MACHINE

@ MALAYSIA SHI Plastics Machinery (Malaysia) SDN BHD (S,
Lot AG 16, 17 & 18, Pj Industrial Park, Jalan Kemajuan, Section 13, 46200 Petaling Jaya, Selangor, D.E. Malaysia § C’z\
Tel:+60-3-7958- 2079 2081 Faxi+60-3-7958-2084 El 6

No.7, Ground Floor, Jalan Kelisa Emas, Taman Kelisa Emas, 13700 Seberang Jaya, Penang, Malaysia
Tel:+60-4-604-397-5725  Fax:+60-4-604-397-5726
@ VIETNAM SHI Plastics Machinery (Vietnam) LLC
_T_Icioréﬁ 2H403n Zléog 0Tsow%r NoSZf?iﬁ I§a7;gag1h Street, Lang Thuong Ward, Dong Da District, Hanoi, Vietnam
el:+ axi+ f e
SHI Plastics Machinery (Vietnam) LLC Ho Chi Minh Branch Our products have acquired 1509001 certification.
1st floor, Block C, Dat Phuong Nam Building, 241A Chu Van An Street, Ward 12, Binh Thanh District, Ho Chi Minh City, Vietnam
Tel:+84°8-3514-6645  Fax:+84-8-3514-6653
@ INDONESIA PT. SHI Plastics Machinery (Indonesia)
JI. Tebet Raya No. 5B, Tebet, Jakarta 12810, Indonesia
° s s 'Il'el 1+62-21- £29 38(7'2] I3)873 Fax:+62-21-828-1645 h - " / I " /
PHILIPPINE HI Plastics Machinery (Phils) Inc.
Lot 2-B, No.14 Victoria Street, Cor EDSA Magallanes Village, Makati City 1332, Philippines WWW'S l' Co'_lp p aStlcs
Tel:+63-2-844- 0632, 845-0877 Fax:+63-.
@ INDIA SHI Plastics Machinery (Indla) Prlvate Ltd. E E
Unit No.22-25, 1st Floor, JMD Galleria, Sohna Road, Gurgaon, Haryana-122001, India -
Tel:4+91-0124- 2217056 64 Fax:+91-0124- 2218076

SHI Plastics Machinery (Malaysra) SDN BHD _Penang Office
DNV GL
\ / IS
VA G024
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® Photographs of machines and details may differ from actual products. BOO6EN03-2105KP

® Specifications subject to change without notice for performance improvement.




Defects

Restart from the origin.

Break & Breakthrough --- the Zero-molding

Complicated molding made simple !

Innovative molding processes /

Imagine no defects, loss or faults, Zero. |
Loss Faults

2 oshere BolackRerd Fauka It

‘Zoero-molding systoem

Zoero-molding by FFC [(Injection system) | S ) (s

Stable molding conditions via smooth filling

In FFC (Flow Front Control), screw movement is restricted
by Flash Control to optimize the flow front. This enables
molding at low internal pressures inside cavities, which,
besides preventing flash, eliminates short shots by
effectively releasing gases when filling.

Conventional molding

Resin pressure Resin pressure
inside cavities inside cylinder
.

Overfilling occurs ‘
at inner cavities ﬂ

Poor gas release

Example improvement in flash ‘

Conventioial molding

Short shots

Flash formation

Flash formed in

I H HH ‘ ‘|I I complete filling.
| I| 11 :

General programmed control

In conventional molding systems, resin is fully charged into mold
cavities and consequently is apt to suffer excessive compression.

No flash formed
in FFC molding.

Molding by FFC

With conventional molding, flash forms because of complete
filling. FFC molding offers good cavity balance, therefore
complete filling can be done without raising peak pressure,
hence preventing flash from forming.

Resin pressure Resin pressure
inside cavities inside cylinder
.

Complete ‘

consistent filling Example clamp force reduction by FFC

In tests conducted by Sumitomo,
a table disc was molded with a
clamp force of 70 kN by FCC
molding, whereas 1100 kN were
required in conventional molding.

Good gas release

No flash formation

‘Zoero-molding

Product : Table disc
Resin : PC

FFC is a viscoelasticity-assisted injection molding scheme where

resin is not exposed to high pressures. Clamp force reduced by 90% ! |

Zoero-molding by MCM [(Mold clamping system) | i | (e

Low pressure clamping without unnecessary force

The SE-HDZ, SE-HSZ builds in detection
capabilities for sensing the minimum force
(home position) required to clamp the mold.
Even with molds for the complicated profiles
of heat shields, springs, sliding cores or
angular pins, the clamp force required for
actual molding can be set by measuring the

Platen and mold behavior in clamping process  Moid deforms resulting
in poor gas release.

home position, so molding is performed Mold closing art of mold plate contact [ Eire parting surfaces make contact] [ Clamping under high pressure
effectively without applying unnecessary Clamp force detection )
force. Moreover, the difference in mold I Excessive clamp force

Home position is measured

using clamp force detection. more than necessary.

Mold comparison after 1000 shots Conventional molding (Moving side) Molding at low clamp force (Moving side)

MCM enables molding with the detected
minimum required clamp force. Gas is
greatly reduced to the following benefits.

@Burning and short shots are eliminated
@®Mold maintenance is required less
frequently

By reducing the mold clamp force, users
can expect reductions in power
consumption and shorter cycles, besides
avoiding damage such as broken pins.

sitting before and after maintenance can be
easily identified.

Gas burning occurs in flow end. Gas burning is avoided because gas is

released from entire parting surfaces.

Zoero-molding by SPS (Setting system) | & | [veusons

Process up to mass-production start Example of improved operability

Eaui . S Mold Mass- Vonitoring/ Mass- SPS reduces screen switching for
quipmen onditions ; : onitoring . : :
4 preparations } production } ) } production mold preparations and purging b
checks } setting } and purging setup Control setting i 68%. ging by
[ . . Comparison of operability
e oot ¥ Comparison of screen operation 1 Man
w4 . . %]
(Mold preparations and purging) 2
Preparation Mold c-=
poles T YO0 ISTAL R 0 6T par ood, I
ODITION St gl 0TEL SETT e PR Conventional  [FCNEE) closing s
operation 5 = ; = Conventional screens SPS
(Screens arranged
by function) Whereas the conventional screens

that were arranged by function
required frequent switching between
screens, SPS reduces operations to
a minimum by arranging setting
parameters according to process.

SPS
Mold Mold Protection
g’c‘;?ggessgranged installation settmg settmg

SPS (Simple Process Setting) Comparison of screen operation 2 (Mass-production setup)

arranges settings by process from the Conventional screens Z-Screen
operator’s position.

Setting screens have been created according to
process operations rather than the conventional
setup of functions. A series of setting operations can
be completed on a single screen.

v . Preparatlon

for
production

n process n screen Even the fine-adjustments used in mold changeover

ONE and parameter setting for production launches with

ONE new molds can be handled with this one Z-Screen.

"t | L ! . I T, Iml um{l'rmml'mm'

o | ame [sme | e | b | s || |




Standard

High molding stabilit

Intelligent Servo Control System

High speed
mold opening/closing

The ISC (Intelligent Servo Control)
system employed by the SE-DUZ series
has been newly incorporated into the
SE-HSZ series. It comes standard on all
drive shafts regardless of the type of drive
system.

The corresponding servo control card that
was newly developed for this system
delivers 4 times the processing capacity
of earlier cards. Moreover, a new
algorithm has sped up mold opening and
closing, reduced mechanical vibrations
and improved molding stability.

Low mechanical
vibrations

High speed, low vibrations | gansard, 120 % 110
A new control algorithm reduces & 100 %100
mechanical vibrations during mold S 80 Z .
. - 2 3 reduction

opening and closing by 83%. g . )
It additionally improves both mold > 60 ?:d/sction g
opening/closing speed and duty by 10% 8 g
over conventional systems, thus § % <
shortening the shortest mold opening/- 8 o g
closing time by 15%. the shortest mold = B
opening/closing time can be shortened 0 5
an additional 5% as an option. HS HSZ & HS HSZ SE-HY
Improved molding stability (%) Repetition stability Stability of molded product

120 240
Because of the improved processing
capacity in servo control, the fluctuations 100
in cushion position and peak pressure 3 2%
have been minimized, which translates as 8 5 Coefficient of variation of weight : 0.04%
improved molding stability. 60 2 238la WO .

40

237
20
236
HS HSZ HS HSZ Shots

Product: Outer lens
Num. of cavities: 2 (1 set) Resin: GPPS

Minimum cushion position  Peak pressure range
in the whole area

DCPP (Double Center Press Platen)

Surface pressure is kept consistent

High
pressure

The SE-HDZ and SE-HSZ series are
equipped with Center Press Platens
known for their extremely low warping, on
both the stationary and mobile sides.
Because surface pressure on the mold is
kept consistent, flash at the center and
short-shots around the perimeter are
eliminated at the same time. Furthermore,
molding is possible with 20 ~ 30% less
the clamp force of earlier machines.

Low

pressure

o . ) Example of surface pressure distribution

Moving side Stationary side (Surface pressure measurement of
12-cavity mold for container)

Shortened cycles
Compared to conventional machines, the
maximum injection speed of the SE-HSZ . C'am}’ o . . ‘ Mold opening ' Ejection
series is 17% faster. Furthermore, cycle  |Conventional| M.Close ldiecton Holding (R ‘
time has been shortened by about 15%  |macines ' o Interval
because of the shorter holding times : E
made possible by FFC molding and the ; : -
shorter mold opening/closing times that Cﬂp Time saved
result from 1SC. SE-HSZ |M.Close Injection  |Holding Cooling 15% reduction:

Example shorter pressure retention
time in FFC molding

To prevent whiskers from forming,
pressure had to be retained for 0.3 sec
with earlier molding techniques, but FFC
molding features enable good products
without pressure holding. Production
efficiency is greatly improved particularly in
high cycle molding of thin-walled products.

Injection characteristics Injection speed response

Injection speed is a standard 350 mm/sec. Injection speed response is about 2.5 times An option is available to shorten the
that of electric belt drive mechanisms and shortest mold opening/closing time by an
delivers the same performance as a additional 5%. The same shortest mold
hydraulic machine that uses servo valves opening/closing time as the SE-HY series

Conventional molding
FFC molding

No pressure holding

High speed mold opening/closing

with built-in accumulators. is obtained.

400 8 £ 110
g 2 70ms >
£ 300 £ § 100
2 5 o
2 200 5 2
g 3 g %
S 100 SE-HSZ 350mm/s g 25ms 25ms g
3 —— SE-HS 300mm/s 2 )
= s S 80
£ 2 €

0 8 3

000 002 004 006 008 0.10 5 2 5

Injection time (s) SE-HSZ SGM SE-S (.% SE350HY SE350HSZ SE350HSZ
Conditions : During air purge in mode 0 Comparison in 300 mm/s injection speed (©P)

Direct drive system

The SE-HSZ series adopts Servomotor
direct drive mechanism of low inertia | o]

and high response for the injection system. P
Because it can instantly control sped and _ T
pressure, it is suited for a higher degree of Drive shaft Ve e W W -
precision high cycle molding. The C1250 and ) Skl ey

C1700 injection units incorporate a high- l
powered dual-axis synchronized direct drive - = —_ _—

mechanism that delivers high response in a
compact structure.




SE-HS4

Zero-molding system list of new functions

1.

Zero-molding Main Screen : Simple Process Setting

Zero-molding : Flash mode control

2.

Zero-molding Main Screen : Product Molding monitor
(Product count,Process, Abnormal,Detect)

Zero-molding : Short shot mode by Flash control

. Decomp. by Revers after plasticizing

. Mold condition change (Screw dia.,Unit, Add IL display)

. Zero-molding : Clamp force feed back

. Screen for comfirm Spec.Function

(STD, Option, Abnormal transaction, Peripheral device signal)

. Minimum Clamp force detect

. MULTI clamp force control (X_head pos. control)

. Zero-molding:Molding condition guidance monitor

(Peak clamp force,Pack Press.,Situation monitor)

5
6. SET-UP guidance : Mold install Screen 21. Detect monitor change (Detect, detail, Detct+real time, wave, TEMP graph)
7. SET-UP guidance : Mold condition setting 22. Protection for molding condition
8. SET-UP guidance : Mold protection setting screen 23. Initial molding by auto chage (condition)
9. SET-UP guidance : MULTI parge 24. Protection : Screw protection
10. SET-UP guidance : Reference & Call TEMP condition 25. Wave : Display by process (IJ,HP,Plast.,Mold open,Mold close,EJ)

. SET-UP guidance : Supervise & warning remain resin

. Wave : Wave preservation message

12. SET-UP guidance : Nozzle/Heating cylinder heated up mode 27. Quality Control : Wave distinction
(STEP/Nozzle delay) 28. Quality Control: Molding process monitor logging
13. SET-UP guidance : Nozzle/heating cylinder/water cooling jacket TEMP 29. Production control : Production count control (Cavity count setting)

profile graphic display

. Zero-molding : Molding condition setting screen Z-Screen

(Fill.,HP, Plast.Time, TEMP, Clamp force)

Standard Equipment

Plasticizing & injection unit

.. Standard SM screw assembly (open exclusive nozzle, plated screw, ion-nitrde cylinder) (unavailable for C900)

. Production control : Operation status control

(Operation time,Motor over load monitor,Electricity consumption monitor)

9.

Take-out robot connection circuit *3

10.

Three languages screen changeover (Japanese/English/Chinese)

Standard SD screw assembly (open exclusive nozzle, ion-nitride) (Only for C560) 11. Operation guide for maintenannce
2. Programming control of injection 12. Automatic starting system (heater warming, heater start, machine stop)
3. Programming control hold pressure 13. Molding process indication
4. Screw pull back (after screw rotating/after holding pressure) 14. SSR control circuit for heater bands
5. Screw position digital indicator (0.01mm) 15. Input expressed in industrial units of velocity, position, pressure & screw revolution
6. Step timer for hold pressure to 0.01 sec. 16. Signal output for machine condition (5ch) *3
7. V-P switchover controller (pressure, position) 17. Automatic startup function (heater + external output signal)
8. njection start delay timer 18. Space Il card unit (card: option)
9. Automatic purging program Interlock attaching (Select between nozzle touch and plasticizing unit withdraw limit) 19. PC connection circuit (RS232C)
10. Heater 6 division control (¢ 45~50 (M) : 5division) 20. Molding condition protection
11. 2-modes temperature control (production/standby) 21. Alarm sequence selection
12. Cold screw startup protectio (Interlock variable timer attaching) 22. Initial rejection + short stop rejection
13. Injection unit retraction delay selector (with delay timer) Clamp unit
14. Sprue break stroke remote setting (Detection of nozzle touch, Moving time) 1. Programmed control of mold opening/closing speed (5-step/3-step)
15. Screw speed digital indicator 2. Mold protection
16. Flow indicator for water cooling jacket 3. Low pressure mold clamp
17. Protective purge shield (with limit switch) 4. Temporary stop of mold opening/closing
18. Swivel injection unit (with nozzle core adjuster) 5. Remote control of clamp force
19. Remaining cooling timer indicator 6. Remote control of mold space
20. Plasticizing start delay timer 7. Ejector (with selective multi-functions & return check)
21. Injection/Holding response 10-mode 8. Ejector protrusion delay timer
22. Hold pressure speed setting 9. Ejector remote control (speed, stroke and pressure)
23. Pull back delay control 10. Ejector 2-speed control
24. Flash Speed Mode 11. Interlock for ejector (In manual operation, only the mold open limit is available)
25. Temperature controlier for nozzle 12. Ejector protrusion during mold opening
26. Stepped heat-up operation 13. Ejector protrusion during mold closing
27. Energy-saving heating cylinder cover (2-layer structure) 14. Ejector plate retun signal (Input signal for molding machine) Connecting by metal concent 3
28. Water cooling jacket temperature control device 15. Mold close and mold opening signals (Spear control signal) No-voltage dry contact %3
29. High-precision, high-output nozzle touch system 16. Valve gate drive circuit (control circuit only *3
30. Screw centering mechanism 17. Standby mode for mold mounting (low mold closing/opening speed)
31. Mold open operation during plasticizing (needle nozzle drive control) 18. Safety doors with clear PMMA windows
32. Multi-step filling pressure control 19. mergency stop switch (on both side)
33. Resin staying protection 20. Toggle covers with clear PMMA windows sides
34. Manual one-touch plasticizing 21. Tapped hole for take-out robot installation
Control unit 22. Grease central lubrication
1. 12.1 inch TFT Color LCD screen 23. Safety doors (interlocked electrically/mechanically)
2. Input setting device : Sheet-key and touch panel 24. Mold op/cl selection low vibration or high speed mode
3. Internal memory of mold conditions (200 conditions) 25. Moving platen support (Sliding type)
4. Operation guide for beginners 26. Double center press platen
5. Production guide for beginners 27. Ejected products sensor circuit #3
6. Molding profiles display functions (mold profiles storage, cursor, display and so on) 28. Multi-toggles
7. Screen hard copy 29. Ejector unit with brake
8. Printer connection circuit

1

. Actual operating values indicator

13

. Shot counter

14

. Molding cycle time monitor (attended/unattended selection)

2. Heater band burnout monitor

15

. All-in-one setting screen

3. Auxiliary facility monitor (1ch) 16. Low fluid level monitor
4. Monitor (6 items) 17. Monitor setting fail protection
5. Automatic setting of monitor high/low value Miscellaneous
6. Monitor record display (item and time) 1. Automatic centralized greasing divice
7. Statistics product quality control (Actual value control, Quality transition graph) 2. 3-way open space frame
8. Production control 3. Mold cooling water block (2 lines) (Sight flow indicator & valve are optional)
9. Automatic starting system (heater + external output signal) *3 4. Standard tools (nozzle ring spanner)
10. Cylinder heater temperature monitor (all zones) 5. Standard spare parts (touchup paint, fuse)
11. Self-diagnosis 6. File folder (Inside control panel)
12. Audible alarm

Optional Equipment

Plasticizing selection

Clamp unit

1. Hard chromium plating screw assembly (C560 only) 1. Pneumatic ejector
2. Wear & corrosion resistant screw assembly I &II (C560 only) 2. Cavity ventilator
3. Needle valve nozzle (pneumatic nozzle actuating cylinder) 3. Hydraulic core pull control circuit 1 lines (control circuit+piping cnnection)
4. Extension nozzle 4. Hydraulic core pull control circuit 2 lines (control circuit+piping cnnection)
5. Cylinder nozzle 5. Pneumatic core pull circuit 1 lines
6. Zone 1 high capacity heater 6. Pneumatic core pull circuit 2 lines
Plasticizing & injection unit 7. Core rotation control circuit (motor drive:1.5kw or less)
1. Resin temperature finder (only for needle type with thermecou) 8. SPI take-out robot connection circuit 3
2. Standard type hopper 9. Heat insulating plate (10mm, cross type)
3. V/P switchover by mold cavity pressure 10. Mold clamp control unit
4. Needle valve nozzle drive circuit (pneumatic cylinder) 11. Auto grease lubrication selection on liner guide
5. Hopper swivel mounting plate 12. Valve gate drive circuit (control circuit & pneumatic circuit)
6. Plating resin inlet of cooling water jacket 13. Valve gate drive circuit (control circuit & hydraulic circuit)
7. Assist of pneumatic of the swiveling of plasticizing unit 14. Full metallic toggle cover
8. Purging saucer (Stainless steel) 15. Hydraulic package (for core-pull & valve gate)
Control & monitor unit (SE220HSZ - SE350HSZ : built-in type)
1. Leak circuit breaker (AC200V, 220V 3¢ 3W+E Japan and Asia only) 16. Tie-bar support
2. Mold temperature monitor 2 zone (without thermocouple and type K) 17. Tie bar plating (Hard chromium)
3. Mold temperature monitor 4 zone (without thermocouple and type K) 18. Locating ring for cooling fit I.D.¢ 110,70.D. 150
4. Aucxiliary facility monitor (STD.+2ch) 19. Locating ring for cooling fit I.D.® 120./0.D. ¢ 150
5. Analog data output connection circuit 20. Automatic opening/closing of safety door (operation side)
6. Mold temp. controller (2 zone) 3kW 21. Tie-bar grease adherence prevention
7. Mold temp. controller (4 zone) 3kW 22. Additional frame supports
8. Automatic starting system (Heater+water supply+external output signal) 3 Spare parts and accessories
9. Revolving alarm lamp (non-operation side) 1. Spare parts A (Mechanical parts : Brake lining. Lub. parts)
10. Revolving alarm lamp (operation side) 2. Spare parts A (Electrical parts : Thermocouple)
11. Multi fanction 3-color LED alarm lamps (non-operation side) 3. Spare parts for export. (Encorder, Limit swich, and Inducjive proximity sensors)
12. Multi fanction 3-color alarm lamps (operation side) 4. Leveling pads (for one machine)
13. 4-Lines closed circuit water connection lines with flow indicator and stop valve, and filter for cooling water 5. Anchor bolts (for one machine)
14. 2-Lines closed circuit water connection lines with flow indicator and stop valve, and filter for cooling water 6. Locating ring (Transition fit) (1.D.¢110./0.D.#120) (Only for SE220HSZ)
15. Electric power supply sockets (area 1 to 4 x type 1 to 4) 100A in total 7. Locating ring (Transition fit) (1.D.¢ 110,/0.D.¢ 150) (Only for SE280HSZ)
16. Electric power supply socket for tools (1kWA on operation side) 8. Locating ring (Transition fit) (1.D.®120,/0.D.® 150) (Only for SE280HSZ)
17. Electric power supply socket for tools (1kWA on non-operation side) 9. Mechanical parts and hook for hoisting machine
18. Electric power supply socket for tools (1kWA on operation side + 1kW on non-operation side) 10. Tools A
19. Key-lock switch for molding setup 11. Ejector rods
20. iii-System Standard Edition 12. Grease gun
21. Main power supply for US, 460V Trans built-in 13. Grease cartridge for Automatic Lub (700cc)
22. Motion 07 14. Grease cartridge for Manual Lub (400cc)
15. Plasticizing unit rotation handle (Larger than on C1250)
16. Special tool for removing Screw head set

1 Specifications may subject to change without notice for performance improvements.
%2 The export of this product for use for or in development and/or production of massive
destruction arms and weapons(nuclear weapons, biological weapons, missiles) or the
export of this product to any person, party or corporation engaged or involved in the
development and/or production of above described goods is subject to the authorization of
the Japanese government pursuant to Foreign Exchange and Foreign Trade Control Law.

#3

Input / output signals are provided with dry contact (zero voltage).

(If signal required voltage, please request for such option)



SE-HS SE220HS"4

The following drawing’ s dimensions are Japanese specification

ltems | unit | SE220HSZ \ SE280HSZ | SE350HSZ Rotating plate 56
@Clamp unit Plasticizing | Screw Diameter A B c D E F G H J L S u Water cooling jacket #49
280A) 709 442 5985
Clamp system Double toggle (5 point) Double toggle (5 point) Double toggle (5 point) o 280 ;gg ggg gggg R
Clamp drive type Direct drive Direct drive Direct drive 320|28N| 819 552 6095 b - 8| cse0
Clamp force KN {tf} 2150 {220} 2740 {280} 3430 {350} B8 c22 6165 SIS
Clearance between tie-bars (L X H) mm 610X 560 685 X635 760X710 C560 | M [400A 979 1916 712 115 715 1700 2065 137 430 6255 253 6600 M
400(36N| 999 732 6275 Rotating plate ¢93
Clamp platens max. (L XH) mm 880830 950X 885 1070X1020 450A - 1069 802 6345 Water cooling jacket 975
Daylight mm 1130 1220 1370 0k 5 1?259’ ggg gigg 4-M8 screw depth 16
Mold opening stroke mm 550 600 700 500|45N| 1179 912 6455 =
: 50N| 1269 1002 6545 o
Min mm 300 350 400 T f
Mold installation height ssol _Jre2 795 6714 R = Co0
S Max mm 580 620 670 Co00 | L {—iogaieon :i‘?g 2012 1902;5 170 904 1708 | 2254 760 450 sggz 400 7304 e A~
Locating ring diameter mm ®120 ¢150 ¢ 150 56N 1572 1245 7164
Ejector type Electric (13 point) Electric (13 point) Electric (13 point) 1580 32 . U=Max. over all length of machine
Ejector force kN {tf} 58 {6.0} 58 {6.0} 58 {6.0} 840 740 2030 : I — B J ] Injection stroke
Ejector stroke mm 150 150 150 — S‘:‘t”:ary p'a‘lie': p”t"c“'“gfs“”ace — E—'H -
ationan aten top suriace ti o
Ejector drive type Belt drive Belt drive Belt drive e opper TIOUTHNg s a;
®niccii it sE220HSH . F 1 .
njection uni e | 00 - 5
Plasticizing capacity C560 €900 €900 C1250 C1250 C1700 1 % _ - L] il b _ _ \‘
Injection drive type Direct drive Direct drive | Directdrive | Directdrive | Directdrive |Directdrive ‘ é N H - T — ; G
M L L L L L 2 = | s == =—
Screw diameter ‘ ‘ & pod - i = = = = F
mm 28 |32 |36 |40 | 45 |50 |45 | 50 | 56 | 45 | 50 | 56 | 50 | 56 | 63 | 50 | 56 | 63 | 63 | 71 T T 0 e
0|
Injection pressure max. MPa |289 (275|272 |274 (215|174 267|216 172|267 |216|172|274|218 172|274 |218|172|215|169 ;:g N "L 3 —
[Note1, Note2] {kgf/cm®} |{2950}|{2810}| {2770} {2800} |{2200}| {1780} | {2730} | {2210} {1760} |{2730} | {2210} | {1760} {2800} | {2230} | {1760} | {2800} | {2230} {1760} |{2200} | {1730} I —
782 540 1285 =115 3496 In rotation
Hold pressure max. MPa |289 (275|272 |220(172|139|213|172|137 |213|172|137 (219|174 137|219 174|137 172|135 300| 515 | 515 6436 H o
N
[Note1, Note2] {kgf/cm?} |{2950}|{2810}| {2770} {2240} |{1760}| {1424} | {2180} | {1760} {1400} |{2180}| {1760} | {1400} {2240} |{1780}| {1400} | {2240} | {1780} {1400} |{1760} | {1380} 1030 Option: Gompressed air inlet T
Theoretical injection capacity cm® 86 |129 (163|201 |254 |314 (329|406 |510|329 |406 |510|448 562|711 | 448|562 | 711 | 773|982 Cavity ventilator sl nEEr e %g ggggg%
Pneumatic ejector ’WGT;WI—‘ Drain I
Max. injected mass (GPPS) g 83 [124 156 193|244 302|316 |390|489|316|390 (489 | 430|539 |682|430 | 539 |682 | 742|943 Machine Dimension Ro1/4 FL 942 [Rol/2 FL.+%270 | [Rel/2 FL¥270 | | ?22 Egggg{
(0)4 29(44155/6.8|8.7(10.7(11.2{13.8/17.3|11.2{13.8(17.3{15.2{19.1/24.2|15.2|19.1|24.2|26.3|33.4 . . 630 1085 1350 L 1950 | 1335
— & Installation Diagram 2 \
Plasticizing rate max. (GPPS) [Note3] kg/h 37 | 53 | 76 |101|136|193|149|202 246|149 (202|246 | 202 | 246|290 | 202 | 246 | 290 | 290 | 327 157 | I 45 //\ 58l
() Denotes screw rotation speed (rpm)  |(400)|(400) | (400) | (400) | (400) | (400) | (400) | (400) |(360) | (400) |(400)| (360) | (400) | (360) | (320) | (400) | (360) |(320) |(320) | (280) " D g 5’ g %%
Injection rate max. cm’/s |216|281|356 |440 | 557|687 |557 | 687 |862 | 557 | 687 | 862 | 687 | 862 | 1091|687 | 862 | 1091|1091 | 1386 of - + + 7WA ) Ird _ 2 § 55
Screw stroke mm |140/160 160|160 | 160|160 207 207 228 228 248 E ‘ 3 j g‘ A o 7%
Injection speed max. mm/s 350 350 350 350 350 350 18 § 4 _ _ ] _ _ b
Maxmun screw rotation speed rpm 400 400400360 | 400 400] 360 400] 360 320|400 360]320 320] 280 o | I8 J N cable loadin bor
Number of temperature control zone 5 6 6 6 6 6 R =+ =+ = + +
Y
Heater capacity kW |6.6]7.6]85][10.4[11.1][11.3[23.3]26.8[31.2|23.3[26.8]31.2[26.8]31.2[37.1|26.8[31.2[37.1[37.1[42.7 pros pr o s ‘ a5 ‘ %
The figure marked with an asterisk (*) T I
Nozzle touch force kN {tf} 58 {6.0} 58 {6.0} 58 {6.0} 58 {6.0} 58 {6.0} 58 {6.0} shows the 6ase of using o leveling pad. i 2400 3500
Moving stroke (protrusion) mm 430 (65) 450 (65) 450 (65) 450 (65) 450 (65) 450 (65)
Hopper capacity e 50 100 100 100 100 100
@Machine dimension & mass . .
Machine dimension (LXWXH) [Note4] mm 6436 X 1580 X 2065 6436X 15802254 7217 X 1680 X 2254 7511 X1770X 2254 | 152X 770X 2254 batolte Uolnillig) DI Fe ) M
M |": ! ! t 101 109 13.0 137 179 18.1 (Mold Mounting Diagrams comply with JIS B 6701.) Screw hole layout for installing take-out robot T . i g
achine mass . . d . . . g | L T i
Note1. The maximum injection pressure and hold pressure are calculated values, Note4. The total length of the machine is the value measured up to the advance &4; O ; T ;@
which are the outputs of the machine, but not the resin pressures. position of the injection unit with a smallest screw installed. ‘
Note2. The maximum injection pressure and hold pressure are no pressures that Note5. The value in { } is given for reference. 12-M16 screw depth 32 20/170 120
can be generated continuously. Note6. Specifications subject to change without notice for performance improvement
Note3. The injection capacity is a value with the SD screw installed. Note7. The dimensions are Japanese specification.
<{This series originally comply to safety standards of Japan, Moving Platen _ Ejector Stationary Platen
the US and Europe, in addition, also China GB22530 and KC mark. Stroke Mold space 800
SE-HSZ Screw assemblies 400 385 (G900) Sl
Pl 200 65, |365 (C560) 350 84-M16_screw depth 32
asticizing Bl 77 (C900) 250
. C560 €900 ~ C1700 L = 57 (C560) 150
capacity 1 ‘ 3 & B A ﬁ*
Specification Standard Wear/corrosion-resistant (II) | Wearicorrosion-resistant () Plated Plated RNERAR L L : — — AT ﬁ ‘
— - - - - @9» 44 I o+ H JQ@ + [To} — 0 } — ':E — E%» y F++ | +4+F+
Screw lon-nitride Wearfcorrosion-resistant (II) | Wear/corrosion-resistant () Plated Plated = 4| lelee] + ‘ [ J S i ST $ + 44+ | e+ 45 ‘
q A 3 o - - . . o e +4+ &S T — 18 | = -+ A | e+
Material Heating cylinder lon-nitride Wearfcorrosion-resistant (I1) | Wearicorrosion-resistant (1) lon-nitride lon-nitride M of IFrigesriit—r | e %S | SJI;,F of [FEEd Py trde —7.1J.
Screw tip STD (Rotating checlk.ring) W‘?i‘.’éﬁ“ﬁéﬁ:{ﬁ;’?ﬁ;‘i’:‘mﬁ,“) W?ﬁ.’é%",’é?;{%@;’f:éi‘i‘?..‘ng‘)m STD (Rotatir'lg checkring) | STD (Rotating check ring) }‘ 8 JINNE NG o@ Youas 818 i\ 3 TIC L a5 F= jﬁi{ [N I L IRI8 38
SD screw Standard specified Optional Special option Optional — hihabd 1,%@‘: T J l S —J : RS S IR B \
. : | + +++ | 4+ Sl n + 4+ |+ +
Screw type SF screw — Optional — Optional - “ OO ‘ oot @ 2 H @ + —— — 7E> % p4e | g N4
SM screw — — — — Standard specified ‘ —— = Sy — ’ D771 N\ U \eM10 screw depth 20
Resin containing no ware or|Contain wear and corrosion Contain wear additive more|Weak for long residence|Weak for long residence L % ke ES & 5-02 e & X r% - Yor fitting heat
Applicable resin ) - o than 30% or strong time resin. Not contain wear |time resin. Not contain wear insulating plate
i corrosive compound agents | additives less than 30%. corrosion additives. and corrosion additives. and corrosion additives. o Ejection start position:3_| M16 screw depth 40 !
710
Safety door Stroke:0~150 e .
BN troke! ‘Note. 5 ejector rods are provided. AN




SE280HS4 SE350HS"4

The following drawing’ s dimensions are Japanese specification The following drawing’ s dimensions are Japanese specification
Plasticizing | Screw Diameter A B 9 D E F G H J L S u Plasticizing | Screw Diameter A B C D E F G H J L S U Rotating plate 93
450 1122 795 6935 \I;!Voltating p:ate p)Q':(S - 500 1252 925 7406 Water cooling jacket 75
cooo | L[45N]s00] res2 | [ o5 10 - 0 | 2054 | 235 o LT85 | e ater cooling Jacket @ 50N[560| 1412 | 2259 | 1085 7566 | 335 4-M8 screw depth 16
50N 560 1412 1085 7225 AR S G 13 c1250 |L| 56N 1572 1245 170 904 2067 | 2254 603 450 7726 8332
56 N 1572 1245 7385 r ¥ 630 1622 1295 7846 i3 &
f N 2329 405 i
500 1252 925 7112 53 63 N 1782 1455 8006 = - O
50 N ‘ 56 O 1412 2259 1085 7272 335 - \/ 4 - 630 1622 1295 7972 Lo
C1250 |L 56 N 1572 1245 170 904 2067 2254 603 450 7432 8038 145 C1700 |L| 63N | 710 1782 2455 1455 170 904 2067 2254 809 450 8132 405 8530 !
630 1622 1295 7552 L—‘l 71N 1942 1615 8292 145
2329 405 N
63N 1782 1455 7712 A~ U=Max. over all length of machine A~
U=Max. over all length of machine
1680 32 L 1770 32 L
890 790 3151 A B J 935 | 835 3445 A B J
Stationary platen punching surface C rf Injection stroke T Stationary platen punching surface © IS, Hopper mounting surface Injection stroke
S Hopper mounting surface 9
Stationary platen top surface  \{ oREoiil Y Stationary platen top surface 1\
il T ﬁ |
A | L] ! sessansd T F | H
! sezsoHS= | e ewza0 | mB T 1 E| cmo0 j ‘\‘L‘\
\ — N\ \ 1 | , _ — .
1 - - | \ ‘V D _ R } N 3 H — - | |
| 9 2 = "0 — 7 A © g . Al 555“ — Fle
3| 10 = 3 ol == = = =
I T 3 T L | E—— = = = = “ “ & ‘L - !
IRE N . 98 g - [ [[ [ %8 |
g 8 g8 3 5 =8
| . ‘
] s w0
g‘ ) o o™ o
< 34 YT L
882~ 536 1380 | 1245 4056 320 610 | 610 580 1515 1360 4056
320| 565 | 565 7217 H \n rotation 1220 7511 H Wotatlon
1150 .
u
N N Option: Compressed air inlet Cooling water jacket
27 (C12
Cooling water jacket _ 349 (C900) Cavity ventilator [Water supply | [Drain | i (CC =
\Water supply \Draln \ 827 (C1250) P fic ojoct ‘ Rc1/2 FL %270 ‘ \F{c1/2 FLT%270 ‘ 1025 (C1700]
[Re1/2 FL+%270 | [Rc1/2 FL+%270 | 241 (C900) RnTZmISLIie:i:igr . .
626 180 _|_ 1480 1 2320 | 1525 609 (C1250) < : 609 (C1250)
. . . Option: Compressed air inlet ] . . . 670 1315 1595 232, 1525 815 (C1700)
122 e e e
Machine Dimension Cavity ventilator ‘ Machine Dimension T T T
& Installation Diagram Rroumaliolojectoy S e~ & Installation Diagram - \
Rci/4 FL.+%932 82a8 157 JiLHiTds ]
N SAloN ” 3| 2
B[S a8| o
= o : — = LE
= T - a=l o
§ h h < Jre} N h - 8 SR E § 9 + + . ~ ‘ -+ p 15 % S
N 8 g Y A 3 IS N - HRE é @
1818 . - - - - =4t slel | ~ B B . B el — {°®
o |7 g 135 “~_Cable lead-in port 7 s 135
3 able lead-in po ©
R ”’ . . L N IVcable 100mm? 8 © F
0 + + =+ + + Cable lead-in port
0 | ‘ ‘ IVcable 100mm?
] 100 1180 1480 2320 1525 80 100 1315 1595 2320 1525 80
The figure marked with an asterisk (*) 2625 ! 4060 | ‘ The figure marked with an asterisk (*) 2875 4060 ‘ ‘
shows the case of using no leveling pad. shows the case of using no leveling pad.
q q q 5 600
Mold Mounting Diagram - 470 Mold Mounting Diagram
(Mold Mounting Diagrams comply with JIS B 6701.) @ < (Mold Mounting Diagrams comply with JIS B 6701.) . . J_H El &
Screw hole layout for installing take-out robot } ‘ 1 i } = Sciewlholollayoutitrineialingliskeioutiobot 2 ‘ i $ ‘ $ $ }
| ge] TR/ Ed
— | <
o I T f I f
o [Tel
T ol
120 | |170] |120 20 170 120
12-M16 screw depth 32 /| T'| I 12-M16 screw depth 32/ . ‘ I
‘ ‘ Moving Platen Ejector Stroke Mold space Stationary Platen
) . ) MAX.670 940
Moving Platen Ejector Stationary Platen 1237 1086 337 _| MAX.700 MIN.400 850
650
Stroke Mold space 760 Safety door upper cover o
1240 991 340 MAX.620 9 400 50
=5 Safety door upper cover MAX.600 MIN.350 710 20Q 250 96-M20 screw depth 40
650 B A 65| 385 ————
500 100 150
350 92-M16 screw depth 32
B 385 | M.250 Q 1 9
o Iy s G L& — ‘ ——
) 2 7@9» + [444 ‘ o144 + % r — } — + 44+ | +++ Y
¢ © o P . ]
—| — = + o [oold] | [olos] 4 + < © = T 4 4 444 | 444+ 45K
»4 @ _ I ~ _ e b [ | M b e o ol T ) B R R I
+ « I I— Il s ool (P|FIE R ft — o Q - v+ ++
i) I — o2 | 8 3 E— o | 135, oot it 7o © —=-= <% 9 | 11t it ol ol ol e
1 ¥: | h7 __ 23 | b = — e ‘818 & T e = - ——-— — B! bl B o B B ¥
S = Y[ e glsialels Sy i SUS) = == I { T 11t S e B
— HS =Nt \ L : = T — 93|88 $7¢44 PP S ‘ - v e+
HT o = é% e 1l b e P+ b of I g m— I 00 DIOOIAY
Ht O I 8! ] 20 J’f [ Y b e | pee e e =i | bbb | bbb 4
‘“‘“ i - sl = *9*#‘*#?#‘@“ I g } — [ - +44+ [ +ee 3 0
hd hd ==
i¢¢\¢¢$» H @1 — - [ - H ‘—“L ! H — .
~J [ — T yl f | il rs
‘ - I[ I[ - 8-M10 screw depth 20 U ‘ L 8-M10 screw depth 20
S 60 502 for fitting heat 60 502 for fitting heat
730 = M16 screw depth 40 insulating plate 920 Ejection start position:3 . M16 screw depth 40 insulating plate
F—"{ Ejection start position:3| . X A . Safety door A‘ N
B —~ Safety door Stroke:0~150 Note: 5 ejector rods are provided. B ~ Stroke:0~150 Note: 5 ejector rods are provided.




