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«» 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

7311, Na%anumahara Inage-ku, Chiba- Cltg/ 263-0001, Japan
Tel:+81-43-420-1471  Fax:+81-43-42
@ US.A. Sumitomo (SHI) Demag Plastics Machinery North America, Inc. Atlanta Office/Technology Center
410 Horizon Dr., Suite 200, Suwanee, GA 30024, United States I
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

Suml.lt-glmﬂ(Ss}-ﬁ; [?:riggf’g?astlcs Machinery North America, Inc. Anaheim Office/Training and Demo Center All-electric Injection Molding Machine for Lenses

1130 N. Armando St. Anaheim, CA 92806, United States
@® MEXICO SHI Plastics Machinery de Mexico, S.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:452-81-8356-1714, -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:4-52-477-179-1730
@ BRAZIL Sumitomo (SHI) Demag do Brasil Comercio de Maquinas para Plasticos Ltda.
Rodovia do Agucar(SP 075), km 26-Jd. Oliveira-Itu/SP-Cep: 13312-500, Brazil
Tel:4+55-11-4403-9286
@ GERMANY Sumitomo (SHI) Demag Plastlcs Machinery GmbH (Schwaig) /Technology Center
Altdorfer Str. 15 Schwaig, Germany
Tel:4+49-911-5061-! 0 Fax +49-911-5061-265
Sumitomo (SHI) Demag Plastics Machinery GmbH (Wiehe) /Technology Center
Donndorfer Str. 306571 Wiehe, German
Tel:4+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 Espafa S.L.
Plaza de América 4, 2° - 32, ES 46004 Valencia, Spain
Tel: +34-96-111-63-11
@ 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 Hungaria 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 Machlnery (Italia) S.r.l.
Via Astl 88/A 10098 Rivoli (TO) Ital
Tel:4+39-11-95-95-057  Fax:+39- 11 95-95-185
@ RUSSIA CJSC Sumitomo (SHI) Demag Plastics Machinery
Prombaza OAO "Stroitransgaz", d. Ascherino Lenlnskly raion, 142717 Moscow region, Russia
Tel:+7-495-937-97-64 Fax:+7-495-933-00-78
@ SHANGHAI SHI Plastics Machinery Shanghal) Ltd.
11F SMEG Plaza, No.1386 Hong Qiao Road, Chang Ning District, Shanghai, 200336, China
Tel:+86-21-3462-7556  Fax:+86-21-3462-7655
@ DALIAN SHI Plastics Machinery (Shanghai) Ltd. Dalian Office
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 Machmerx (Shanghai) Ltd. Tianjin Office
Room 501, 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-! 5
@ 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:4-86-769-8533-6071 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 Plastics Machinery (Taiwan) Inc.
F., No.35, Dexing W. Rd., Shilin Dist., Taipei 111, Taiwan
Tel'+886-2-2831-4500  Fax:-+886-2-2831-4483
SHI Plastlcs Machlnery (Taiwan) Inc. Talchun Office
D, 6F, No.190, Chung Kong 2nd Rd., Shi Tun Dlst Taichung 40766, Taiwan
Tel +886-4-2358-7334  Fax:+886-4-2358-933
@ 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 |_|neup
SHI Plastics Machinery (Korea) Co., Ltd. Southern Office
#%07 48, 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 i 300kN
67 Ayer Rajah Crescent #01-15 to 20, Sln%apore 139950 SE30EVA ( )
Tel:+65-6779-7544  Fax:+65-6777-921

@ THAILAND SHI Plastics Machinery (Thailand) Ltd. /Technology Center
317 Debaratna Road, Kwaeng Bangna Nuea, Khet Bangna Bangkok 10260, Thailand SESOE‘/-A (SOOkN)
Tel:4+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

@ MALAYSIA SHI Plastics Machinery (Malay5|a) SDN BHD oS Ch CE’”,
Lot AG 16, 17 & 18, Pj Industrial Park, Jalan Kemajuan, Section 13, 46200 Petaling Jaya, Selangor, D.E. Malaysia § S
Tel:+60-3-7958- 2079 2081 Fax:+60-3-7958-2084 g ’g

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 150 9001
FI?Or§4A 25‘10:;1 2If(sug O'I;)wgr NoSZZBZ»: L3a71'l81361{10%treet Lang Thuong Ward, Dong Da District, Hanoi, Vietnam
Tel:+ ax:+ i ificati

SHI Plastics Machinery (Vietnam) LLC Ho Chi Minh Branch Our products have acquired S03001 certification.

1st floor, Block C, Dat Phuong Nam Bwldmg 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 +62-21 |?29 38(7%1 I3)873 Fax:+62-21-828-1645 h " . I "

PHILIPPINE HI Plastics Machinery (Phils) Inc.

Lot 2-B, No.14 Vigtoria Street, Cor. EDSA Magallanes Village, Makati City 1332, Philippines WWW'S " Co'jp/p aSthS/
Tel:+63-2-844-0632, 845-0877 Fax:+63-2-886-4670

@ 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

SHI Plastics Machinery (Malaysna) SDN BHD _Penang Office
QNV Gy

«©® Sumitomo Heavy Industries, Ltd.

® Photographs of machines and details may differ from actual products.

@ Specifications subject to change without notice for performance improvement. BO13EN01-2010HG
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Well-rounded R&D and customer support

At the Yokosuka Technology Labs, basic and The Chiba Plant Technology Center is equipped  Introductory and intermediate level training
elemental technologies are developed across  with the latest measuring instruments in order  classes are periodically imparted at business
divisional lines. to better assist customers with their product sites in Chiba, Japan and Suzhou and Dongguan,
development. China. All sites have the latest molding machines

for learning mass-production technologies.

SEE\V-/2);

Purpose-specific machines
for leading the next generation in lens molding

The SE30EV-A has been newly added to the SEEV-A series lineup that brought amazing innovation to precision molding.

Welcome two new more-than-capable, purpose-specific machines SE30EV-A and SE50EV-A for molding optical lenses.

SEE\/-2);

SE-EV

Lineage of lens molding machines

With its molding machines,
Sumitomo has always stayed one step ahead of trends towards
smaller sized, higher precision and thinner profiled optical lenses.

V SE-DU

SE-D

SE-DU4




SEEV-/2);

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

Platen support and bush-less tie bar

SEEV-A provides smooth mold open/close at heavy mold with accurate platen parallelism.
This function demonstrates the mold accuracy 100% and prevents mold damage, such as pin stuck, etc.

Mold posture changes

Amount of parallelism
change (vertical)

Conventional machine

Platens stay high parallelism

Thermal Free Platens

The SE30EV-A employs specially structured Thermal Free Platens
that minimize any irreqular deformation due to heat,

resulting in a platen that stays flat and centered longer. ngh preCISIOn nOZZ|e tOUCh mechanlsm

PRt b The 2-axis support mechanism provides a load distribution centered on the nozzle.
Thus, it is possible to prevent the fixed platen from tilting during filling and holding pressure.

Prevents tilting of fixed platen

- Changes in temperature of the Thermal Free Platens and eccentricity -

Temp. of platen

m Fixed platen tilts 2-axis mechanism realizes axisymmetric load distribution
| | |
1

[ Temp. of platen / Eccentricity |

2 3
[ Time (hr) ]

_______

Themal Free Platens

Upward/Downward
deformation is even across
the platen, so the platen
stays flat.

Heat propagates symmetrically K
upwards/downwards.
Temperature is the same
above and below the platen.

Conventional machine

Heat flow model Deformation accentuating model Prevents misalignment and galling - Nozzle touch boosting/depressurizing setting example -
Conventioanl Platens f d b k ntl’ | 8 kN (Max.)
5
| N eedback contro
;ﬁ'g%:’lztwurtfed‘;fl‘;‘i’eﬁb°"e Ec‘“-rf:;;“tite'°p"|£e‘:]”e"e" Nozzle touch boosting/depressurizing can be controlled 5
because heat propagated so the platen does not along the molding process and both boosting and depressurizing 2
to the frame. stay flat. pressure can be set numerically. It suppresses tilting of the fixed platen 5
and deformation of the mold, and prevents misalignment and pin galling. 2
1kN
0 kN (Min.) 'y A
Filling/Dosing/Cooling | Take-out Filling/Dosing/Cooling

Mold opening Mold cIosmg




SEEV-/2);

- Model for raising/lowering temperature -

Preventing cold start time
—/ /= General temperature raising/lowering
| B |
Automatic stop

Start purging
purging

Stagnation prevention
software for lenses

Prevents defects caused by resin stagnation Molding temp.

Stagnation prevention
software for lenses Decomposiion

This is purge control software that resin does not stagnate
in the cylinder during the temperature range
when the resin decomposes.

PAT. pend. in Japan

*
»
»
*
*

Automatic stop

Start purging foma

= u = HELDHE Y DEE CIEFREISHELEW

Holding temp.
Start up Mass production Production stop
Enables more stable filling
Optimal design for optical molding With a screw head equipped with a high-precision
L d d .t d bl backflow prevention mechanism, performs density
enS e |Ca e ScreW assem y correction after dosing. In addition to suppressing
Sumitomo offers two types of screw assemblies designed v:r;)a!;c_l’:) ns_tlp mlo Id '?ft er:al pressure at'.‘d ":;IP? ving
specifically for optical molding. stability, it is also effective in preventing blisters.
Type A keeps shearing force low to prevent resin from carburizing. [ option |
It works with all transparent resins but is particularly effective
in COC molding.
Type B is configured for extensive kneading (subflight) to prevent - Comparison of peak pressure variation in the cavity - - Comparison of cushion position variation -

air entrainment and incomplete melting. The benefits are seen in
molding COP and PC lenses.

SK Control+ &-50% el €<-50%

Density correction

Lens dedicated screw ) ) Standard control Standard control
Type A: Prevents excessive heat generation caused by shearing

Type B: Prevents air entrainment and unmelting caused by
high kneading [ Peak pressure variation in the cavity | [ Cushion position variation ]
Eliminates stringing and nozzle clogging
The FTC Il Nozzle for lens has a stable temperature distribution
thanks to 2-zone temperature control. By optimizing the
temperature of the nozzle, the range of molding conditions can be
expanded. It is easy to adjust the nozzle temperature condition,
Anti-stagnation/stringing Proper temperature distribution Wear resistant/corrosion resistant cylinder which can eliminate stringing and clogging the nozzle
nozzle Optimizes the cylinder temperature distribution ~ Prevents decomposition due to reaction with steel simultaneously.
Prevents resin stagnation inside the nozzle
[ _Option ]
. . . . o Standard nozzle FTCIl Nozzle for lens
- Comparison of defective rates - - Comparison of molding condition range -
Resin cocC COP, PC
Defectiveness | Black spots |White spots/Blisters|  Black spots  [White spots/Blisters Lens dedicated screw assembly+ A wr
p pots/ p pots/ ek 0.1% FTC II Nozzle for lens [€&e® Stable Stringing

e ° = = = forfenses [ I N N N

Type B O © O © . Standard nozzle Clogging  Stable Stringing
©Excellent OGood | Ordinary screw assembly

[ Z15b nozzle temperature |

Plasticizing unit: C35 / Screw dia.: 18 mm/ Resin: APEL 5514ML The FTC Il Nozzle for lenses works with a wider scope of molding conditions

According to the conditions set by Sumitomo when using type A that do not cause stringing or clogging.
It lessens the difficulty of setting workable molding conditions.




Low inertia dosing motor
| Precise sensor

Excellent low-speed injection control

DI rECt d rlve System Preclse sensor

Originally-developed low-inertia servomotor is controlled
by an up-to-date control system ISClI (Intelligent Servo Controller I1).

The direct drive system enables highly accurate and highly responsive screw control,
and realizes more precise and stable plasticization, filling, and holding pressure
processes. It has excellent controllability in both high-speed and ultra-low-speed
ranges, and precision stable molding is possible even with thin-walled

and thick-walled mixed lenses.

PAT. pend. in Japan

ISC I I 0rigina|_a|1_|gorithm

High-performance applications

- Thin-walled and thick-walled mixed lens example (Cross section) - - Injection controllability of lens molding -

SEEV-2)

Supporting next-generation lens molding

Various quality control functions

Low inertia injection motor

== .. End of injection - Start holding pressure
Thin-walled part escsessscsse ° =>Requires high speed (high acceleration)
Thick-walled part and high pressure

Gate

o# * * Passing through the gate

K => Requires ultra low speed control

i
V/P switching point

- Comparison of residual stress using polarized photography -
Compatible with thinner lenses

High precision
ejector compression

During the filling process, cavities are compressed

by the ejector so that cavities are more evenly filled.

This makes it possible to mold low double refraction lenses
with minimal residual stress.

Moreover, high-precision positioning in units of 1 um ensures
stable surface accuracy and supports thinner profiles.

Ordinal molding Ejector compression

Waveform
Cavity pressure
Enables higher quality control
Quality Control Package
Through the dedicated connectors, the analog readings (voltage and current) Resin temperature

that external sensors generate for cooling water flowrate, mold internal pressure
or other quality-pertinent conditions can be monitored and recorded
from the operating panel’s waveform viewing and logging windows.

This application package provides superior quality control.

@®Waveforms and logging can be delected from “Cavity Pressure”, “Flowrate”, “Temperature”

and “Sensor”.

Further improving quality control

Tie bar force balance
monitor

Equipped with a clamp force sensor on every tie bars

and each axial force is displayed in real time.

It can be combined with waveform display/logging/monitoring
functions to improve the accuracy of quality control.

You can check changes over time,

which is effective for maintenance management.

PAT. pend. in Japan (Clamp force censor) m

Logging

RYFERE CImaER 7 il - B5 1R
Control and monitor mold temperature controller with IMM

SPICCP Communication
for Mold Temperature Controller

By connecting molding machine and mold temperature controller through SPICCP,
mold temperature controller can be operated from the molding machine.
Not only does this quicken the setup retrieval but it also prevents careless mistakes.

®Please inquire about the manufacturers of temperature controllers and the types of cables used.
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Superior cavity balance

FFC Flow Front Control

Meticulous screw control before and after V-P changeover smoothly and assuredly fills cavities at low pressure.
This improves cavity balance and eliminates burrs and short shots at the same time.

PAT. pend. in Japan

- Comparison of filling situation -

Cylinder pressure

Completely
consistent filling _(‘-“‘\‘
Good gas release ._
._. No burrs FEC

Cylinder pressure

‘Cavity pressure

Overfilling

Poor gas release

USRSl General program control

Filling performance was checked with a 2-cavity test piece at different V/P changeover points.
Both cavities were evenly filled when FFC (top row) was used.

8.4 8.5 8.6 8.7 8.8 8.9 9.0 9.1 9.2 9.3 mm

- Comparison of injection speed -

- Comparison of cavity balance -
FFC molding control time 36
Screw position =222 Normal molding 234 a
8 -
Holding pressure detection Holding pressure lowers gradually g 32
Controls the screw position 3 I~ " :
y g30 Conventional molding
28 | | | | | | | |
1 2 3 4 5 6 7 8
[Time | [ Cavity ]

Supports advanced lens molding
High-speed, high-response
Injection unit

The lens machine is equipped with a dedicated injection unit that has excellent
ultra-low speed controllability, which is indispensable for precision lens molding,
and high-speed, high-response injection performance.

Lens machine
(C35/C65)

Same class machine
(C50/C75)

[ Injection speed ]

C35: 600 mm/s C65: 550 mm/s

Acceleration

—=>x1.5

It is superior performance unique to direct drive that enables precise screw control.

SEEV-2)

Venting effect available thanks to a lower mold clamp force

MCM Minimum Clamping Molding

Technology that improves mold clamping accuracy and surface tension distribution ensures mold halves are clamped
with the minimum force required and the same amount of pressure is applied evenly to all contacted surfaces.

PAT. pend. in Japan

- Observation of vent deformation with pressure-sensitive paper -

' Lo

Surface pressure

Full surface contact  Mold deformation and vents closed

Mold touching
(Clamp force inflection point) (Excessive clamp force)

(clamp force is produced)

A
Desi | e e hlife Maxi . . R
FHRDEELE Va?ﬁlemum Excessive clamp force Appropriate mold clamping force by MCM
L A high clamp force seals the vents thus preventing air and gas from escaping.
Vent deformation volume ection po < amp force
~\
N
0 = BT 0
A [Movable platen position] B C

Keeping mold clamp force constant in mass production

Mold clamp force feedback control

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

PAT. pend. in Japan

- Actual clamp force transition in mass production -

1500
= g Tiebar 2 Without clamp force feedback control /
< 1400
o
Clamp force sensor Controller £
= 1300
Actual clamp force detection 3 / With clamp force feedback control
. 2 1200
Mold thickness Adjustment commands S Input E
adjusting gear é 1100 E
=
1000 \ | \ |
0 300 600 900

[ Number of shots ]
Mold thickness position detection

Mold thickness adjusting servomotor

More higher cycle molding

Damping acceleration/deceleration control S-MOVE

The lens machine can open and close the mold more quickly with low vibration by generating smooth speed patterns in acceleration and deceleration.

- Comparison of mold opening/closing time -

- Cycle comparison example -

mll 15% reduction totally S-MOVE: Lock up and nozzle touch
g fn?rl:les higP-spge(_i setéi_ng dos%;‘ Mold close Filling and holding Cooling Mold open | Ejection and taking out
§ o the angular pin insertion position A AN “ |
8 SEEV-A Kl 2.1s -5%
g 1 | | |
= Conventional
S machine
2 Cor}ventional mgdel:
=) Multi-step speed setting 0.0 5.0 : 10.0 15.0
— B vibrat[l)on prevention [Time (s) ]
[Time] S-MOVE reduces the mold open/close time.

Example of mold with angular pins
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SEE\V-2)

B standard Equipment [ standard Equipment
. 1

1. Type A optical spec screw assembly (Open nozzle, optical molding spec) 1. Actual value display function 1. Zero-molding main screen: Simple process setting 7. Decomp. by Revers after plasticizing
2. Zone 0 high capacity heater (Only for C35) 2. Heater breakage monitor 2. Zero-molding main screen : Product molding monitor (Product count, process, abnormal, detect) 18. Zero-molding: Clamp force feed back
3. Programming control of injection 3. Auxiliary facility monitor (3ch) *1 3. Screen for confirm spec. and functions (Standard, option, abnormal transaction, specification list, monitoring system) | 19. MULTI clamp force control (X_head pos. control)
4. Programming control of holding pressure 4. Abnormal monitor (Max. cushion, min. cushion, filling pressure, mold protection, cycle time, dosing time) 4. Minimum clamp force detect (Automatic) 20. Multi-toggle by objective (Gas release, deformation prevention)
5. Screw pull back (Before dose start/after dose end) 5. Automatic setting for abnormality monitoring condition 5. Setup guidance: Mold installation screen (Mold thickness, mold contact, clamp force, mold open/close in preparations, ejector) | 21. Zero-molding: Molding condition guidance monitor (Peak clamp force, pack press., situation monitor)
6. Screw position digital display (Setting 0.01 mm) 6. Abnormality history display (Abnormal item, occurrence time display) 6. Setup guidance: Mold condition setting screen (Open/close, ejector multi-step) 22. Detect monitor change (Detect, detail, detect+real time, wave, temp. graph)
7. Holding pressure time 0.01 sec setting 7. Quality control function (Actual value statistics function, various graphing function, 100,000 shots stored data check function) 7. Setup guidance: Teaching of mold opening limit and ejector protrusion point (Actual value input) 23. Protection for molding condition
8. V-P switchover controller (Pressure, position) 8. Product control (Product quality control device, automatic production stop, stocker signal, logging, counter) *1 8. Setup guidance: Mold protection setting screen (Mold protection, ejector protection) 24. Initial molding by auto change (Condition)
9. Filling delay timer 9. Auto start device (Heater, external output signal) *1 9. SET-UP guidance: Multi purge 25. Protection: Screw protection
10. Auto purging with 1J unit status confirmation (Nozzle touch or IJ unit retract end) 10. Cylinder heater temperature monitor (All zones) 10. SET-UP guidance: Reference & call temp. condition 26. Wave: Display by process (Injection, holding press., plasticizing., mold open, mold close, ejector)
11. Cylinder temperature control 5 zones (218-20: 4 zones) 11. Self diagnosis function 11. SET-UP guidance: Supervise & warning remain resin 27. Wave: Wave preservation message
12. Cylinder temperature mode setting (Molding / Lowered / Purge) 12. Alarm buzzer 12. SET-UP guidance: Nozzle/Heating cylinder heated up mode (Step/Nozzle delay) 28. Quality Control: Wave distinction
13. Screw cold start prevention with variable timer 13. Shot counter 13. Zero-molding: Molding condition setting screen Z-Screen (Filling, holding press., plast.time, temp.,clamp force)| 29. Quality Control: Molding process monitor logging
14. Sprue break stroke remote setting (With Detection of nozzle touch, moving time and delay timer) 14. Processing at cycle monitor abnormality (Heater processing mode change) 14. Zero-molding: Flash control 30. Production control: Production count control (Cavity count setting)
15. Digital indicator of screw rotation speed 15. List setting screen 15. Zero-molding: Flash control auto setting 31. Production control: Operation status control (Operation time, motor over load monitor, electricity consumption monitor)
16. Purging cover (With limit switch) 16. Function to prevent use of monitor 16. Zero-molding: Short shot mode by Flash control
17. Swivel injection unit (With nozzle center adjust device) 17. Ejector torque monitoring
18. Remaining cooling time indicator 18. Maintenance time notification (Shot number/Elapsed time)
19. Dose delay timer 19. Injection pressure monitoring function (5 points)
20. Injection/Holding response 10-mode 20. Cycle analysis Clean control cabinet
21. Holding pressure speed setting ) . .
The cotrlconsol s equpped with
IP54-equivalent dust lockout capabilities.
23. Synchro dose 1. Programming control of opening/closing speed (5 stages/3 stages) The console is kept internally pressurized to
24. Reverse control software 2. Mold protection prevent dust infiltration so that instrumentation
25. Temperature control for nozzle 3. Low pressure clamp unit components last longer.
26. Standard heated cylinder cover 4. Mold opening/closing pause
27. Water cooling jacket temperature control device 5. Remote control of clamp force
28. Mold open operation during dose (Needle nozzle drive control) 6. Remote control of mold space . Optiona| Eq u | pment
29. Filling pressure multi-level control 7. Ejector remote setting (2 speed control, pressure, stroke, delay timer, multiple time protrusions)
30. Resin residence protection 8. Current value input (Ejector protrusion limit position)
31. One touch dose 9. Current value input (Mold open limit position) 1. Type B optical spec screw assembly 1. Product chute
32. High nozzle touch force and precision unit (Nozzle touch force: SE30EV-A: 4 stages variable, SES0EV-A: 3 stages variable) 10. Mold clamp mode (Lock up) 2. Extension nozzle 2. High precision heat insulating plate (5 mm/10 mm, cross type)
33. Stainless purge resin receiving tray 11. Ejector protrusion interlock (Possible only at mold open limit during manual operation) 3. Valve gate drive circuit (Control circuit+pneumatic circuit) *2
34. SL screw: Automatic synchronization ratio tuning (SL screw is option) 12. Ejector protrusion during mold opening 4. Full metallic toggle cover
35. Softwear for lens molding 13. Ejector protrusion during mold closing 1. Standard type hopper 5. Ejector compression device (SE30EV-A: 29kN, SESOEV-A : 49kN) *4
36. Velocity reduction pattern of V/P switchover (Slow landing) (Only for SE30EV-A) 14. Ejector plate return signal (Input signal to machine) Connected by metal consent *1 2. V[P switchover by mold cavity pressure 6. Mold space extension 50 mm *5
37. High function nozzle touch (Nozzle touch pressure release) 15. Mold opening/closing signal (Spear control signal) Dry A contact *1 3. FTCnozzle electric control circuit (Built-in type) 7. Ejector Stroke Extension (SESOEV-A: 100 mm)
16. Valve gate drive circuit (Control circuit only) *1 4. High temperature heater control circuit (Max. temp. 499°C) 8. Pneumatic control circuit *3
17. Stand by mode for mold installation (Low mold opening/closing speed) 5. Hopper swivel mounting plate
1. 15 inch TFT Color LCD screen 18. Clamp cover with polycarbonate window 6. Plating resin inlet of cooling water jacket
2. Touch panel setting input device 19. Emergency stop push button (Operation side and non operation side) 1. Spare parts (Mechanical parts: Lub. parts)
3. Internal memory of molding conditions (200 conditions) 20. Safety door with polycarbonate window 2. Spare parts (Electrical parts: Thermocouple)
4. Operation support function 21. Threaded holes for takeout robot mounting 1. Leak circuit breaker (AC200V, 220V 3g3W-E) (Japan and Asia only) 3. Spare parts for export (Encoder, limit switch, and Inductive proximity sensors)
5. Forming support function 22. Grease central lubrication for injection and clamp unit 2. Mold temperature monitor 2 zone (Without thermocouple and type K) 4. Leveling pads (For one machine)
6. Molding profiles display function (Mold profiles storage, cursor, display and so on) 23. Mold close interlock device (Electrical, mechanical type) 3. Mold temperature monitor 4 zone (Without thermocouple and type K) 5. Tool A
7. Screen shap shot function 24. Mold opening/closing with low vibration or high speed mode 4. Production control (2-directional rejection chute) 6. Ejector rods
8. Take-out robot connection circuit *1 25. Moving platen support device — liner guide type 5. Mold temp. controller (K=CA, 2 zone on Moving Platen) 7. Grease gun
9. 15 languages selection 26. Center press platen 6. Automatic starting system (Heater+water supply-+external output signal) *2 8. Grease cartridge for automatic lub (700 cc)
10. Maintenance guide (Screen display of inspection timing, grease application timing, item, method) 27. Ejected products sensor circuit *1 7. Revolving alarm lamp 9. Grease cartridge for manual lub (400 cc)
11. Auto start/stop function (Lowered temp, heater on, machine shut down) *1 28. Multi-toggle 8. Multi function 3 colors LED alarm lamp 10. Easy clamp
12. Process display function 29. Tie bar plating 9. Closed circuit type cooling water pipe 4 lines (With flow detector, stop valve) 11. Box end wrench for open nozzles
13. SSR heater drive circuit 30. Ejector unit with brake 10. Closed circuit type cooling water pipe 2 lines (With flow detector, stop valve)
14. Input of industrial unit for speed, position, pressure and rotation rate 31. S-MOVE (Low vibration control) 11. Spare power supply outlet selection
15. Machine status output signal (5ch) *1 32. Ejector stand by 12. Electric power supply receptacles (Installed on operation side)
16. USB connection circuit (Memory) 33. Mold space control by servo motor 13. i-Connect
17. Protection for molding condition 34. Dust prevention cover above toggle (Fixed type) 14. Motion07
18. Abnormal processing selection 35. Dry cycle mode 15. MotionGB
19. Initial reject and interruption reject function 36. Thermal Free Platen (Only for SE30EV-A) 16. Korean KC Mark
20. Screen color change 37. High rigidity fixed platen (Only for SE30EV-A)
21. Number & character entry key layout change (Selection from two types) 38. Support for side entry take-out robot (Only for SE30EV-A)
22. Economical use of energy mode: Energy saving control
23. Signal for takeout robot during mold opening *1
24. Clean control cabinet (Only for SE30EV-A) 1. Auto grease supply unit (Cartridge grease type)
2. Three-directional ejection frame
*1All @nput apd output signals are no-voltage contact signals. '(Power is not suppligd with output signals.) |3 Mold cooling water block (2 systems) (Flow indicator and valve are options)
*2 All input signals are no-voltage contact signals. All output signals are 24 V DC signals. - - —
*3 All input and output signals are 24 V DC signals. 4. Standard spare parts (Hook for hosting machine, fuse, air filter)

*4 The ejector stroke will be shortened, and maximum ejector speed slows down.
SE30EV-A cannot be equipped with a motor with a brake.

*5 The overall machine length and maximum mold thickness are larger by 50 mm.

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

*1 The max. injection pressure and max. hold pressure are calculated values and represent machine output, not resin pressure.

SEEV-2)

Item Unit SE30OEV-/A: Item Unit SESOE V-4
M Clamp unit H Clamp unit
Clamp system Double toggle (5 points) Clamp system Double toggle (5 points)
Clamp force kN 300 Clamp force kN 500
Clearance between tie-bars (WxH) mm 310 x 290 Clearance between tie-bars (WxH) mm 360 x 360
Platen size (WxH) mm 440 x 420 Platen size (WxH) mm 500 x 500
Daylight 530 Daylight 600
mm mm
‘ (When mold thickness extension 50 mm is selected) (580) ‘ (When mold thickness extension 50 mm is selected) (650)
Mold opening stroke mm 230 Mold opening stroke mm 250
Platen speed mm/s 1200 Platen speed mm/s 1200
Mold thickness (min. - max.) mm 130~300 Mold thickness (min. - max.) mm 160~350
‘ (When mold thickness extension 50 mm is selected) (130~350) ‘ (When mold thickness extension 50 mm is selected) (160~400)
Locating ring diameter mm 260 Locating ring diameter mm 260
Ejecting points Motor driven type (1 point) Ejecting points Motor driven type (5 points)
Ejector force KN 7.8 Ejector force KN 21
‘ (When ejector compression device is selected) — ‘ (When ejector compression device is selected) (49)
Ejector speed 333 Ejector speed 333
mm/s mm/s
‘ (When ejector compression device/ejector force power up is selected) — ‘ (When ejector compression device/ejector force power up is selected) (250)
Ejector stroke 50 Ejector stroke 70
(When ejector stroke extension is selected) mm — (When ejector stroke extension is selected) mm (100)
(When ejector compression device/ejector force power up s selected) — (When ejector compression device/ejector force power up is selected) (60)
M njection unit M njection unit
. . CcC35 C65 L. i C65 Cc110
Plasticizing capacity Plasticizing capacity
S S S S
Screw diameter mm 18 20 18 20 22 25 Screw diameter mm 18 20 22 25 22 25
Injection pressure max. *1."2 MPa 224 181 274 265 220 170 Injection pressure max. *1."2 MPa 274 265 220 170 274 212
Holding pressure max. *1.”2 MPa 224 181 274 265 220 170 Holding pressure max. *1.°2 MPa 274 265 220 170 274 212
Theoretical injection capacity cm3 14 18 19 24 29 38 Theoretical injection capacity cm3 20 25 30 38 40 51
Injection mass (GPPS) 9 13 17 19 23 28 36 Injection mass (GPPS) g 19 24 28 37 38 49
Plasticizing rate 3.4 ka/h 1 14 10 13 18 26 Plasticizing rate 3.4 kg/h 10 13 18 26 18 26
Injection rate cm3/s 152 188 139 172 209 269 Injection rate cm3/s 140 173 209 270 190 245
Screw stroke mm 58 78 Screw stroke mm 78 104
Injection speed max. mm/s 600 550 Injection speed max. mm/s 550 500
Screw rotating speed max. min-1 430 400 Screw rotating speed max. min-1 400 400
Number of temperature control zone 4 4 Number of temperature control zone 5 5
Heater capacity kw 2.8 3.3 2.8 3.3 3.6 4.1 Heater capacity kw 2.8 3.3 3.6 41 3.6 41
Nozzle contact force kN 7.8 14 Nozzle contact force kN 14 14
Injection moving stroke mm 185 185 ~ 210 Injection moving stroke mm 250 250
Protrusion mm 30 30 Protrusion mm 30 30
Hopper capacity (When the standard hopper selected) L (15) (15) Hopper capacity (When the standard hopper selected) L (15) (15)
EMachine dimensions and mass B Machine dimensions and mass
Machine dimensions (LxWxH) *5 3185 x 958 x 1470 3185 x 958 x 1470 Machine dimensions (LxWxH) *5 3682 x 1113 x 1575
‘ (When mold thickness extension 50 mm is selected) mm (3235 x 958 x 1470) (3235 x 958 x 1470) ‘ (When mold thickness extension 50 mm is selected) mm (3732 x 1113 x 1575)
Machine mass " t 2.0 2.2 Machine mass " t 2.8 2.8

*2 The max. injection pressure and max. hold pressure are not sustained pressure levels.

*3 The plasticizing rate is given for a machine mounted with the 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.
*6 The machine mass is subject to change depending on mounting optional equipment.

® Specifications are subject to change without notice for performance improvement.
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