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Revision Date Content Responsibility

4/16/12 Section I. Line #2 revised to specify hydraulic cylinders must be rated to Ray Cederholm
withstand 2500psi

4/2/13 Section B. Line #3 Added drawing of mini mold base and frame Ray Cederholm

4/3/13 Section B. Line #8, DME slide retainers removed from list of approved Ray Cederholm

retainers, and Progressive SRT slide retainers put in its place.

4/3/13 Section B. Line #6, Added standard KAM nozzle tip sizes for sprue “0” Ray Cederholm
diameter

4/3/13 Section G. Line #12, Added requirement for tools designed to run in 500 Ray Cederholm
ton press must have a water manifold for each mold half containing more
than 4 water circuits.

4/3/13 Section K. Line #1, Added KAM mold number as requirement to be Ray Cederholm
stamped on tool

4/3/13 Section P. Updated press inventory. #20 changed to #11. Press #32 and Ray Cederholm
Mini #1 taken out of service. Press #5 was added.

4/3/13 Section J. Line #5, Added table for clarification of two shot die height Ray Cederholm
ranges relative to spacer installation

4/10/13 Section B. Line #2, Eliminated H frame 08/09 base from available MUD Ray Cederholm
frames for lack of use.

8/20/13 Secton J. Item #4, Spacing for two shot platen locators changed to 3.5912” Ray Cederholm
from 3.5”

8/20/13 Section H. Item #1, Osco added to approved hotrunner supplier list, and Ray Cederholm
specified for hot sprue application

8/20/13 Section J. Item #5, Updated die heights with different spacers for two shot. Ray Cederholm

11/8/13 Added Section M. for prototypes on page #25 Ray Cederholm

12/30/13 Added Arburg Allrounder 420c to machine inventory with prints Ray Cederholm
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A. Initial Design

1.

10.

11.
12.

13.

14.

Proprietary

Mold design is/will be the responsibility of the mold builder, unless otherwise specified in
the purchase order. KAM Plastic’s engineering department must approve all mold designs in
writing before final detail, mold fabrication, and/or material ordering. This approval, in no
way, relieves the mold builder of their obligations to produce a fully functional mold.

If molds will be sampled by an outside source; a representative from KAM will be present (if
possible), and a process sheet of the run will be supplied to KAM Plastics. Before scheduling
a sample at an outside source, check for openings at KAM
Mold shop will check the print, when available, to the CAD, to determine any dimensional
differences.

Mold builder will check design for sufficient draft, with and without texture, and advise KAM
of any potential concerns.

When specified, mold design must include details of critical inserted components, including
core pins, vent inserts, etc. These details will show sufficient dimensions to permit making
replacement parts without referencing the features in the physical tool.

Date wheels, or a date matrix, are only to be used if specified on the part print, or if
specifically requested by KAM. Acceptable date wheel suppliers are DME and PCS. The date
wheel will be shown on the part print, and called out in the bill of materials.

All detail balloons, and complete bill of materials of mold components must appear on sheet

NO. 1 or NO. 2 of final design drawings. Bill of materials must include all materials required,
including trade names.

All materials, shrink factor to which tool is built, hardness of steel/s used, and finish must be
specified on the final mold design.

Cavities, cores, and runner bars to be specified with the type of material/hardness used in
the construction of each feature.

All family molds must have runner shutoffs. Acceptable designs for runner shutoffs include
rotating inserts, or inserted blocks in the runner channel, which can slide to the side or be
flipped over to block off the runner channel. Runner shutoffs must be designed so as to be
easily changeable from parting line with the tool set in the press.

Cavity, runner system, and ejector pin vents must be on final cavity design drawings.

Thin blades and details, which may be subject to frequent maintenance or replacement,
shall be inserted within the cavity.

Cored Holes will be inserted, if possible, and made to the high end of the tolerance plus
.003”-.005” larger. The goal of this specification is to ensure that tool maker designs the
tool’s cored holes so as to ensure cores are built in a “steel safe” condition to eliminate the
need to remake cores after initial sampling for parts not meeting dimensions. Core size will
be adjusted relative to actual part dimensions after initial tool sample. If it is not possible to
make cores steel safe due to mold shutoff conditions, this issue will be brought to the
attention of KAM engineering.

Stripper bolts shall be positioned in a manner, which does not interfere with the “free fall”
of either the runner or molded parts.
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15.

16.

17.

18.

19.

20.

21.

22.

23.

Runners in multi-cavity molds are to have a geometrically balanced layout. Parts should fill
at the same time.

Deep pockets requiring polishing will be inserted for access if possible relative to part/mold
design/requirements.

Valve gates on hot runner systems must be air, not oil. Valve gates are not to be used
unless no other option is available. Use of valve gates must be discussed and approved by
KAM engineering prior to design.

If a “production mold” has hand loads, the mold will have sensors for each hand load, so as
to allow the press to sense the presence, or lack thereof, so that the process may be setup
to not allow the machine to start a cycle without an insert present.

Tolerance for the mold shop will be half of the part print tolerance. In absence of a print,
tolerance is +/- .0015" to CAD.

In the case of unilateral tolerances, the mold builder will compensate CAD for nominal.

The following items will be determined at the time of quote and/or before final mold
design; early return, press size, parting line locks, and cavity finish

If requested, the tool shop will provide a written progress report showing the progress of
the mold. This will be shown in a timeline format showing the starting and finish dates. The
timeline will show approximate times for completions of major mold build functions.

Mold builder will provide KAM with final tool CAD file for KAM records. Paper tool drawings
are NOT required to be provided.

B: Materials

1. Al

mold bases to be DME style or equivalent, unless otherwise specified.

2. The smallest/most cost effective available mold base is to be used for MUD molds relative to
part geometry/layout and tool design. MUD base inventory can be seen in the table below.

Proprietary

Frame Type Size
Mini 4" X 5"
U (orange) (05 / 05)
U (Black) (08 / 09)
U (red) (84 / 90)
U (Blue) (10/12)
U (white) (10/ 16)
U (vellow) (12 / 14)
U (12/ 16)
5 4/10/13
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3. MINI Mold Drawing
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4. Tools designed to run glass filled materials will be constructed out of H-13 or S-7 hardened steel.

5. Tools designed to run glass filled materials, including MUD molds, will be constructed with a
replaceable sprue bushing.

6. KAM standard nozzle tip orifice sizes are 1/8”, 5/32”, and %4”. 3/8” orifice nozzle tips are used
for “larger” hotrunner equipped tools.

7. Wear plates of an appropriate hardness point difference relative to the application shall be used
on slides and/or other moving details.

8. Slides are to be held out of cavity by springs (siide size permitting) and/or “mini-might”, Superior, or
progressive SRT slide retainers. Holders are to be rated to hold the weight of the slide. See
examples of approved holders below.

9. All ejector pins and ejector sleeves are to be of a standard size, DME or Equivalent. Metric
components, or other deviations from these standards, are not permitted unless approved by
KAM engineering.

10. Unless mold construction dictates differently, all molds are to use medium springs when used
on ejector and/or slide return system.

11. Ejector sleeves (ID and OD), ejector pins, and core pins used in an ejector sleeve shall be
hardened and nitrided.

12. Stripper plates are to be made of a softer material than the core. If practical, multiple cavities
on stripper plate are to be inserted in stripper plate to allow for easy repair of wear on
individual cavities. Stripper plate must be watered if thickness permits.

C. Mold Configuration

Ejector housing must be designed to be removed as one piece or must be doweled.
Mini molds will have a pry bar notch 5/8” up from the bottom of the mold milled
horizontally across both sides of the mold. The slot will be 1/8” —3/16” to %4” wide. The
intention of this slot is to allow for safe removal of a “stuck” tool in the MUD Base.

3. Locating ring to be standard 3.990 Dia. DME or equivalent.

Proprietary 7 4/10/13
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10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20
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Sprue bushing is to be well polished and kept as short in depth as possible. Orifice
diameter to be determined at preliminary mold design. KAM standard nozzle sizes used
are 1/8”,5/32”,%”, and 3/8”.

If sprue bushing is used, a sprue puller will be required.

Sprue bushings are to be bolted and keyed.

Sprue bushing radius to be %” spherical radius on all standard and MUD molds.

“Mini Molds” will have a %" spherical radius.

Sprue pullers for molds designed to run TPE type materials will be constructed with a
“7” type puller having a 15° puller with two horizontal notches running across the face
to prevent slippage. The pin is be keyed so that the puller if facing down.
Molds designed to run TPE type materials will have a sprue bushing blasted with TB2
blast media to allow for release of plastic from sprue bushing surface.
Knockout patterns must be SPI standard spacing, and shown on tool design. Knockout
pattern will correspond with available knockout holes relative to the press size on which
the mold is to be run. See machine platen prints for standard spacing.
“Full” molds are to have two safety straps (one on each side) which include a “keeper”
bolt hole for each safety strap so that it may be left secure on the tool while the tool is
running. Safety straps must not be blocked by tie bars relative to mold size. Mini Molds
are to have one safety strap located on the top of the tool and include a “keeper” bolt
hole. Safety straps on MUD molds are to be located on the “operator” side of the mold,
or on the top of the mold if locating on the side is not possible. Safety straps on MUDs
must have a “keeper” bolt hole. Safety straps must not interfere with insertion of the
mold into the MUD frame if the strap is located on the side.
Leader pins shall enter before any part of the mold is aligned or closed, for positive
alignment, and core/cavity protection.
A minimum of two die locks will be used for tools with high wear or unique shutoff
conditions such as vertical shutoffs, which are highly susceptible to wear.
Clamp slots shall be %" deep and 7/8” off mold base on both halves. The slot will be a
minimum of 7/8” wide to allow room for standard clamp toes.
Cores used as pullers, to help keep the tool with the ejector half of the tool during mold
opening, will have a minimum polish.
Support pillars must be sufficient to provide adequate assurance that the metal will not
yield to warp under the pressure of molding.
Support pillars are to be screwed into the back of the U-housing (ejector box) on all
“full” molds.
Use of shim stock is not permitted on new molds.
. Use of shim stock on repairs is only permitted with permission.

8 4/10/13
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D. Vents:

1. Vents are to be placed every 1” around the cavity, if feasible.

2. Depth of vents are to be determined by the material being molded. See following chart for

acceptable vent depth range relative to given materials.

Proprietary

Vent Depth Land Length

Material (in) (in)
ABS .001-.002 .03-.06
ACETAL .0005-.001 .03-.06
ACRYLIC .0015-.002 .03-.06
ABS/PA .0005-.0015 .03-.06
PC/ABS .001-.002 .03-.06
ASA .001-.002 .03-.06
COPOLYESTER

ELASTOMERS .0005-.0014 .03-.06
NYLON 46 .0005-.0008 .03-.06
NYLON 6 .0003-.001 .03-.06
GLASS FILLED NYLON 6 .0005-.0012 .03-.06
NYLON 612 .0005-.0007 .03-.06
GLASS FILLED NYLON 612 .0005-.0012 .03-.06
NYLON 66 .0005-.0007 .03-.06
GLASS FILLED NYLON 66 .0005-.0012 .03-.06
GLASS FILLED NYLON 66/6 .0005-.0012 .03-.06
POLYCARBONATE .001-.0025 .03-.06
PBT .0005-.0009 .03-.06
GLASS FILLED PBT .001-.0015 .03-.06
PES .001-.002 .03-.06
GLASS FILLED PES .001-.002 .03-.06
HDPE .0005-.0012 .03-.06
LDPE .0005-.0012 .03-.06
PP .0005-.0012 .03-.06
PS .0007-.0012 .03-.06
PSU .001-.002 .03-.06
GLASS FILLED PPS .0003-.0005 .03-.06
FLEXIBLE PVC .0005-.0007 .03-.06
RIDGID PVC .0006-.001 .03-.06
SAN .001-.0015 .03-.06
TPU .0004-.0008 .03-.06
TPO .0008-.0015 .03-.06
TPV .0008-.001 1-2

9
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3. The vent’s land is to correspond to chart above for material molded, and be draw polished

4. Width of the vents to be determined by the size of the part.

5. Location of vents is to be shown on tool drawings.

6. Vent relief to be .01”- .04”, and lead out of the mold to atmosphere.

7. All ejector pins, which are to be used as vents, will have four flats with .06” land cleared
through all plates to ejector housing.

8. The end of all runner branch points are to be vented.

9. Specific attention will be given to nylon molds for proper venting.

E. Ejection:

1. Ejector pins shall have enough travel to completely eject the part off the core, and out of
the mold.

2. Forward stops should be placed near machine knockout location/s.

3. Ejector pins shall have relief through mold base beyond necessary bearing surface.

4. Molds containing slides with a crash condition, such that if tool is closed with ejectors out
the slide interferes with the ejectors, will have an electrical switch installed behind the
ejector plate such that a signal is made only if the ejector plate is in the fully returned
position. This will also apply to molds with intricate, delicate, and/or complex lifters or any
other tooling condition dictating the use of this switch. The switch to be used is available
from “Plastics Process Equipment”, and is Part #: T-222. See picture below. Equivalent type

switch will also be acceptable provided it is similar in function and configuration.
Original Thinswitch® Limit Switch

025 | o J
' 85 [] Thinswitch®
’ &), =T Schematic
508 ] Diagram
= af O pormty

\ (red)
\ = Commeon
\ R (white) O——Normally
i Open

L cable - (black)

Drill and Tap #10-24 x 3/8" deep
to accept #10 button head screws Linear = — MM
included with Thinswilch@® limit switch inches

A o
5. Stand alone molds are to have guided ejection unless deemed unnecessary and/or cost

preventative relative to required annual part volumes. Mold maker will make suggestion
based on mold construction.

Proprietary 10 4/10/13
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6. All molds are to have adequate ejector pin bearing surface, so as to allow pins to be installed
into bearing surface while ejector return springs are in a free uncompressed state.

7. Ejector pins are to have a minimum bearing surface of %"

8. Ejectors are to have spring return unless mold design dictates otherwise.

9. Spring return must be inboard of the mold base if possible.

10. Use “standard” English DME or equivalent core and ejector pins unless otherwise specified
and/or approved. Metric components are not allowed, unless approved by KAM
engineering.

11. “blade” type ejectors must be approved by KAM engineering before use.

12. All ejector knockout clearance holes must be at least 1 1/8” diameter. Knockout clearance
holes for 500 ton tools must be 2 1/8”.

13. Molds having a condition whereby damage can occur if the pins are not completely back
during mold closing, or otherwise necessary condition, will have %5 13 NC threaded holes in
the ejector plate so as to allow the ejector plate to be tied in to the press.

14. Ejector plates on MUD molds must be retained, so that the ejector plate can’t separate from
the mold. This includes prototype molds.

F. Runners and Gates

All runners shall be smooth with all corners rounded.
All runners are to be full round in configuration unless otherwise approved by KAM
engineering.

3. Size and configuration to be determined at mold design. General guidelines would be
.05” reduction from sprue to 1*. runner, and .025” reduction for every split after the
main runner.

4. Gates to be fully tapered (edge and sub-gate)

5. The mold builder will recommend the runner, gate size, and location unless otherwise
communicated by KAM. Final approval on size will come from KAM engineering upon
review of final mold design.

6. An ejector pin is to be located near sub-gates to allow gate flexibility and hold runner in
place for proper gate/part separation during runner ejection.

7. Edge gates for ridged materials are to be of a chisel design with a land length not to
exceed .03”.

8. Full round runners are to be specified by diameter of full round. Depth to be .005” less
than diameter.

9. If approved for use. Trapezoidal runners are to be specified relative to the diameter
that will lay within the cross section. Trapezoidal runners shall have a 10° per side
taper.

10. A cold slug well shall be provided at the end of each runner section. The length of the
cold well shall be 2 times the diameter of the runner or %” max. A vent will be placed
off each cold slug well.

Proprietary 11 4/10/13
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11. Sub-gates are not to be less than 45° from parting line unless approved by KAM
engineering.

12. Cashew gates are to be inserted in a “split insert”, which is easily removable from
parting line to allow for easy removal of stuck gates.

13. Edge gates must come off the center of the runner on the parting line if possible.

G. Cooling

ok wnN PR

10.
11.

12.

13.

Water lines to run through A and B plates, and cavities where specified.

Watering should be designed to optimize cooling to shorten cycle time.

Water lines shall be located so as to not interfere with the press tie bars or mold clamp slots.
The input and output should be located on non-operator side when possible.

MUD molds with one IN and OUT per half will have water fittings on the top of the mold.

Water fittings are to be recessed when possible, and flush with the mold base surface to protect
water fittings. Adequate clearance is to be left around recessed fittings so as to allow room for
water fitting connector to be installed and removed without issue.

Water circuits to be labeled by circuit with “IN” and “OUT” for each circuit. This label will be
stamped in the mold next to each water fitting. Large slides must be watered.

All water lines must be capable of maintaining a minimum of 90 psi.

Water lines to be between %”-1" in depth from the mold surface.

Water line fittings for all molds other than mini molds will be “350” series fittings.

“O-rings” are not permitted unless approved of. As an alternative to O-rings, running water
fittings out through the ejector box is permitted, provided there are ejector stops in place to
protect fittings.

Molds designed to run in a 500 ton press will have water manifold/s on each half of the tool
containing more than 4 water circuits.

Water lines for “Mini” molds will be 1/8” 90° elbow parker push lock fittings (W169PL-2-2) (1/8”
pipe thread, 1/8” tube, 7/16” hex).

H. Hotrunners:

1. Approved hotrunner suppliers for KAM tools are Synventive, Inco, Heitec, and Osco.
Osco hot sprues to be used for heated sprue applications.

2. Hotrunner electrical connectors are to be protected on the top of the mold unless
otherwise specified in writing and approved. It is preferable that the fittings be
recessed into the tool for protection.

Proprietary 12 4/10/13
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A drawing showing the hotrunner wiring will be required with each tool.

Hotrunner wiring description to be stamped on operator side of tool. (EX: Zone#1
Manifold, Zone #2 Drop 1, etc.) A plaque with a labeled drawing of the hotrunner
system is an acceptable substitution for this.

All wires are to be channeled and covered to eliminate the potential for wires to be
pinched.

All electrical components are to be of heat resistant material. No plastic electrical tape
or plastic coated wires to be used inside tool.

Molds with hotrunner zones up to 2 in number will use single zone plugs. Molds with 3
— 8 zones will use an 8 zone plug configuration. Molds with 9-12 zones will use a 12
zone plug configuration. Molds with greater than two zones will have one plug for
power, and one plug for Tc. See diagram below for required fittings.

One Zone. Plugis CKPTIC-1

9. 3-8 Zones. Power plug is PIC-8-G, Tc Plug is MTC-8-G

Proprietary
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10. 9-12 Zones. Power Plug is PIC-12-G, Tc Plug is MTC-12-G

PIC-12-G

Hydraulic Fittings.

Proprietary
KAM Plastics Corp. Mold Standards

Parker Brand 60 series hydraulic fittings are to be used on molds with hydraulic cylinders

Only hydraulic cylinders are to be used to actuate cores. Cylinders must be designed to
operate using hydraulic oil, and capable of withstanding 2500psi of pressure.
H2-63 is the male fitting, and will be used for CORE SET

HD-H2-63

TrRE

BODY SZE

BO0Y MATERKL
PORT SL2E

FORT CONNECTIN
TEMPERATURE RATHG
PRESSURE RATING
SEAL MATERLAL
INTERFACE

WalwE TFE
LOCKNG MECHARISH
FLOWY RATE
AODMONAL DETAL
TRADEERAND HAME
SYHOHY

PRODUCT TYPE

14

ATTREUTE WALUE
HYDAAULC

114

STEEL

114

NFTF

-40 DEG TO 250 DEG F
2000 Pal

NITRILE

|30 7241, BERIEE B
PORPET

BaLL

3 GFW

HEAVY DUTY

£0 SERES

Quick Coupling ale Higpk=
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4. H2-62 is the female fitting, and will be used for CORE PULL

H2-62

Clidk oniimage to display 30 modsl,

DESCRIFTICH ATTREUTE Wil UE

PRODUCT TYPE QUICK COUPLRG FENALE COUPLER
TPE G0 SERES

B0y SZE e

BODY MATERML STEEL

PORT SIEE 14" - 18

POAT COMNECTION FEMALE KFTF
TEMPERETURE RATHEG A0 DEGTO «250 OEG F
PRESSURE RATIMG 5,000 P2

SEAL MATERIAL NITRILE

INTERFALE SERES B I50 T241-1
WALYE THFE POPFET

LOCKNG MECHARNISH BaLL

FLOWY RATE IR

ADDMONAL DETAIL
RADERRAND NAME
SYNGNYR

5. Mechanical or proximity switches to be used with cores to signal core set and pull.
Proximity switches are to be 24 Volt DC.

6. Molds with hydraulic cylinders or air cylinders and/or motors are to have electrical switches
installed in such a manner as to protect cores, slides, or lifters from damage. Switches must
tell the press the location of all moving parts before moving. Proximity switches are to be
24 volt DC.

Proprietary 15 4/10/13
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J. Two Shot Tool Specifications

1. Two shot tools will use only 12 zone plugs. The plugs to be used are “Epic” plugs available in

the DME catalog, and are the H-BE series. Female plug is to be used for Tc, and Male plug is to

be used for power. The hotrunner controller for this machine is built into the press, and uses

only these specified plugs. The press is capable of controlling up to 30 zones.

Plug for Thermocouple Plug for Power
Part#: 10.1970 Part#: 10.1960

r}i’ ¥ 616 66 07-—:;:;';{‘

dofe ofe ofe ofs C R, 5,0, 6,
& Chipleg -

£ Bl 6L

Panel Base, Double Latch Housing to be used for Both Plugs

Part#: 10.4620

2. Hotrunner plugs must be located on the Non-Operator side cover of the tool (facing back side

of press)

3. Care must be taken to ensure that the sprue bushing for the 2™, shot is in the available range
of reach of the injection unit. The diagram below shows a schematic of this range, however, it
would be most desirable to have the sprue bushing 5” from the stationary platen.

Proprietary 16
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The four black circles on the rotating platen
represent the 4 die locks, which align the
ejector half of the tool with the rotary platen.
These die locks are 3.5912” off center in both

These 4 die locks must be on the ejector half of any tool that runs in this press. They are

B e e = T 3 FO it

Far 2oty
W

&

HASCO die locks with the part number Z0512/26//3530.

5. Mold Thickness Limits:

directions (horizontally & vertically).

The Chart below shows the die height ranges the press is capable of. This press requires spacers for different die height ranges. It
is a unique clamp in that it is a hydraulic press with a clamping unit that can move its position like a toggle. Goal should be to
keep the die height within the range established by the current spacers that are in the press.

With no Spacers

Min Max

With Current Spacers in Press 23.6" 31.4"
With Spacers KAM has on Hand 15.75" 39.37"
27.55" 51.18"

Proprietary 17
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Note: The following Clamp stroke information on these data sheets does not take into account the

rotating platen. The rotating platen was added on to the machine and is accounted for. The thickness

of the rotating platen is 4.75” so this must be taken into account when evaluating mold height, ejector

stroke, etc.

Mold Thickness Limits:

Proprietary

Technical data ALLROUNDER 630 S

Technical data ALLROUNDER 630 S (USA)

Technical dota 630 S
_Machine model

ARBURG

630 8

_Machine size 276 tons/13.8 oz

275 1ons/29 1 oz

Clamping unit

_Glamping force max, US tons 275
Glosing force max. UG tons 12.1
max, US tons 7.7/ 7975
- max. inch o 2362 o
rmin. inch 11.81

“Platen daylight

3543 - 51.18

Distanca between tie-bars

24.80 x 24,80

Mold platans (hor x vart)

3543 x 35.43

Weight of moving mold hatf max. Ibs 5500 -
“Elector farce max. US tons 9.46

i or stroke . max. inch 8.86

Hydraulics, drive, general

Drive power of hydraulic pump a6 e 55

Dry aycls time for opening stroke 3.1 3.1-17.36 3.1 -17.36

Total connactad load R kw618 _v0.9

Colour: plastic coated, structure light gray / mint green / canary yellow

Control cabinet . e 77
_Saflely standard ANSE
_Injection unit__ 13.80z 29.1 oz 45.4 oz

Sorow diamater inch 1,77/1.97/2.17/2.36 2.17/2.36/2.76 2.36/2.76/3.16

o __mm_ 45/50/55/60 55/60/70 BO/TO/8Y

_Effective screw length L/D 22/20/18/16.5 22/20/17 23/20/1

Screw stroke ) max. inch_7.09 9.25 11.02

_Galeulated injection volurme

max, cu in_17.45/21.53/26.05/30.99

34.04/40.50/55.14

48.31/66.76/65.83

Shot capacity max, oz/PS 9.2/11.4/13.8/16.4

T B.0/21.4/28.4

25.5/34.7/45.4

Injection pressure

A max. psi 86250/30160/24840/208B0  34510/29000/2

36250/29000/22185

Injection flow

M max_cu in/s 14.76/18.3/22.20/26 .35

14.52/17 32/23.67

13.66/18.6//24.40

max. ou in/s  32.33/40.02/48.31/57 .68

43.43/51.73/70.38

68.05/83.64/122.73

max. psi_5075/2320

5075/ 2755

5075 / 2900

Circurnferantial screw spocd mew, [tianin. 262,48

121.24/141.08/167.33

Screw torgue max. fl lbs_B848.62

1082.94/1181.12/1378.22

141.08/167.33/190.30
1518.48/16! 658.74

_Nuzzis contact torce max. US tons_ 7.7 9.9 124

Nozz|o retraction stroke max. inch _15.75 21.65 23.62 }
_Installed cylinder heating power W6 % 2200 6 x 3360 4+ 1800 & x 4500 + 3300
Installed nozzle heating power W 600 1000 1000

Material hopper capacity. - bs 110 110 -

Machine capacity and weights of the basic machine

Oil capacity US gal. 84.54 _103.04 129.46

Net waight (without oil) Ibs _26400 _ 2500 29040 -
Electrical connection motor DA 150 150 o 200
_pre-fused) heat S A a0 80 80 o
Electrical connection _motor AN TS 75 90 -
{pre-fused) heating 2T A 40 60 B8O

1 Values refer to 230 V / 60 Hz
2 Tha valuss refer 1o 400 W60 eycles for motor and control re:

230 W60 cycles for heating,

3 Theloadis symmetrically distributed on three phases. The specified value applies to the basic machine. Two cables ore necessary (motor +

heating)

4 A combination of max. injection pressure and mex. injection fiow (masx. injaction capacily) can ba mutually exclusive, dapanding on the

squipment-related moter oulput.
5 According to Euromag for basic machine

The tachnical data correspond to the current level when going to print. We reserve the right to medify specifications in the interest of furtier

devalopment.
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Technical data ALLROUNDER 630 S

ARBURG

Technical data 630 S ECO

Machine model

630 S

Machine size 275 tona/15.3 oz ECO 275 tons/29.1 oz ECO

Clamping unit

Clamping farce max. US tons 275 275

Closing force max. US tons 12.1 121

Opening force / increased max. US tons THTR75 7.7/78.75

Opening stroke max. inch 23.62 23.62

Mold height min. inch 16.75 15.75

Platen daylight inch 39.37-56.12 39.37-55.12

Distance between tie-bars inch 24.80 x 24 80 24.80 x 24.80

Mold platens thor x vert) inch 35.43 x 35.43 35.43 x 35.43

Weight of moving mold half max. ibs 5500 5500

Ejector force max. US tons 9.46 9.46

Fjector stroke max. inch 8.86 8868

Hydraulics, drive, general

Crive power of hydraulic pump kW 30 30

Dry cyche fime tar opaning stroke “s-inch - -

Total connected load T2 46.8 55.5

Colour: plastic coated, structure light gray / mint green / canary yeltfow

Control cabinet

Safety standard ANSI ANSI

Injection unit 153 0z 20.1 0z

Serew diameter inch 177197217 217/2.36/2.76
mm A5/50/55 55/60/70

Effactive screw length LD 22/20/18 22/2017

Screw stroke max. inch 7.87 9.25

Calculated injection volume max. cu in 19.40/23.91/28.91 34.04/40.50/55.14

Shot capacity max. oz/PS 10.3/12.715.3 18.0/21.4/29.1

Injection pressure 7 max. psi 35815/29000/23925 34510/29000/21315

Injection flow A rmax. cuinfs 10.61/13.05/15.86 10.37/12.32/16.847

Injection fiow with accumulator max. ¢y inds 32.33/40.02/48.31 43.43/61.73/70.38

Back pressure positive / negative max. psi 5075/ 2755 5075/ 2755

Circumferential screw speed max. ft./min 183.74/203.42/226.39 91.87/101.71/118.12

Screw torque max. ft |lbs 649.62 1402.58

Nozzle contact farce max. US tons 7 9.9

Nozzle retraction stroke max. inch 15.75 21.65

Installed cylinder heating power W 6 x2200 6 % 3350 + 1800

Installed nozzle heating power W 600 1000

Material hopper capacity lbs 80 80

Machine capacity and weights of the basic machine

Ol capachty US gal. 68.69 84.54

Net waight {(without oil) Ibs 26840 27500

Electrical connection moior KR 110 110

{pre-fused) heat LR 64 70

Electrical connection motor EER 50 &0

{pre-fused) heating A3 40 70

1 Values refer to 230 V / 60 Hz

2 The values refer to 400 V/60 cycles for motor and conlrol resp. 230 Y/60 eycles for heating.
3 The load is symmetrically distributed on three phases. The specified valua applies to the basic machine. Two cables are necassary {motor +

heating)

4 Acombination of max. injection pressure and max. injection flow {max. injaction capacity) can be mutually exclusive, depending on the

equipment-related motor output,
5 According to Euromap {or basic maching

The technical data correspond to the current level when going to print. We reserve the right fo modify specifications in the interest of further

development.

BAM_202918_000,_EM 10
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Dimensions for mould installation / ejector connections

ARBURG

Mould dimensions - USA The technical data specifications refer to those at the time of going to
ALLROUNDER 630 S Part 1 print. We reserve the right of medification in the interest of continuous
further development
16.81-0.04 Reducing ring to 4.0 inch
infinktely adjustable max, £.96 da. 81210002 089 decp .
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1.67/2.36"™
min. 11.81-27.58 : .
stroke minA5.75, nozzle in forward positior
max, 23,62 _[19.89,23.62,27.56" _| moldhaight
35.43-51.18 39.37-56.12"
3
<
E View X ST ViewY
N g 5 e g
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0.83 81 g
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0.59-0.004 <
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center ejector counter bore only for short sprue dimensions for thermoset molds
& : thread 5/16-18 UNC (.63 deap
for robetic handling device
M~ m
[=]=]
5 | 128
I
3.84
1) Dimensions apply for injection unit 9.1 oz . T 4138 thread 3/4-10 UNC 0.54 deep
2} Manually adjustable on 830 S ECO for rabotic handiing device
3) Dimenslons apply for injection unit 45.4 oz

Dimansions for machines with thermoset molds and Injection unit 45.4 oz on reguest
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Dimensions for mould installation / ejector connecticns Aﬂnunﬁ

Mould dimensions - USA
ALLROUNDER 630 S Part 2

Fixed platen 44.88 .
View A -l
Reducing ring to 4.0 inch

dia. 6.50+0.002 0.39 deep - dia. 6.30+6.002"
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for rapid mold 10
damping system 14
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Movable platen

View B 37.01
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for robotic handling device N :
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1) Dimensions for machines with thermoset versions, or hydr. nozzle in conjunction
with infection unit 29.1 oz (without reducing ring)
Dimensions for machines with thermoset molds and injaction unit 45.4 az on request
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Mould weights

1.1.3 Mould weights

Maximum permitted mould

weights

AHRBURG

The maximum allowed mould weights for the moving mouid half can
be viewed in the following tabie.

Do not exceed these values for any reason. This could lead to

production problems and premature wear.

Maximum weight of Maximum weight of Maximum weight of
moving mould half moving mould haif mould
Machine model on index unit
{muHti-comp. machine)

kg / lbs kg / lbs kg /lbs
320 A 320/ 705 300/ 661 480 /1058
370 A 360/793 360/793 540/1190
420 A 600 / 1323 450 /992 900 /1984
520 A 1100 / 2425 75071653 1600/ 3527
570 A 1300 / 2866 750/ 1653 2000 / 44090
270/320 C 180/ 396 - 270 / 595" 400 / 882
370/420 C. 600 /1323 400/ 882 900 /1984
420 C 1300 650/ 1433 400/ 882 1000/ 2205
470 C 1500 800/ 1764 600 /1323 1200/ 2646
520 C 1500 1000/ 2205 1500 / 3307
470/520 G 1250 /2756 750 /1653 1800/ 3968
570C 1500 / 3307 750/ 1653 2200 / 4850
221K 75/165 150 /331
320K 250 / 551 450 /992
420/470 S 900 / 1984 1300 / 2866
630 S 2500/ 5512 1000/ 2205 3800 /8378
7208 3600 /7937 2000 / 4410 5300/ 11684
8208 5000 /11023 2000/ 4410 7500/ 16535
170U 36/79- 55/121! 85/ 187
270U 120 /264 -180 /397 1 270/ 595
370U 360 /793 360/ 793 540/ 1190
470U 760/ 1676 600 /1323 1140/ 2514
520U 1050 / 23158 600 /1323 1800/ 3527
175V 30 /867 85/187
275V 90/198° 270 /595

1 With optional support of moving mould mounting platen.
2 Upper mouid half

Proprietary 22 4/10/13
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Mould weights

Support of the mevable mouid platen
vertical

!

%

support for vertical
forces such as
mould weight

Mould support

ARBURG

support for the tie-bars

support for
horizontal and
vertical forces
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Rotating Platen Print
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K. Mold Marking and Identification:

Customer Name, Part Name, Part Number, Shrinkage, KAM Tool#, and Weight of mold to be
stamped on operator side of ejector half of mold.

”

Mold to have “property of stamped on mold.

All cores, inserts, and cavity parts are to be stamped for type of steel. When cavities/inserts,
ejector pins, lifters, etc. are not interchangeable, a stamp indication position location will be
required.

Top of mold to be identified with 14" letters.

Cavity ID, Cavity number, and location will be provided when known, and direction will be given
by KAM engineering as to placement. Cavity designations are not to be marked on ejector pins
unless approved by KAM Engineering. Marking cavities ‘2/4, ‘3/4, etc. is not acceptable. Only
single numbers or markings may be used. In other words, No designation of total tool cavitation

on every part is permitted.

L. Mold Handling:

1.

o v kW

All mold plates are to have eyebolt mounting holes for handling.

Eyebolts are to be located on four sides of both the cover half, and the ejector half. Handling
holes are to be located in such a manner that when the mold is picked up it will hang level.
Molds weighing less than 1000 |bs are to have -13NC hang hole

Molds weighing less than 2000 Ibs but greater than 1000 Ibs are to have 1”-8N hang hole
Molds weighing more than 4000 Ibs to have 1 %” — 7N hang hole

“Mini” molds are set by hand, and therefore do not require hang holes

M. Prototypes:

1. Prototypes will be reviewed on a case by case basis by KAM Engineering to determine what the
tooling needs to be capable of producing, as well as what is desired to be learned from the
running of the prototype.

2. Prototype parts should be gated in the same location, and with the same geometry as what is
planned for production tooling. If this is not possible, every effort should be made to make the
gate geometry and location as close as possible to that of the planned production tooling.

3. For quoting purposes, prototypes should be assumed to be steel unless otherwise specified with
submission of quote request.

4. Prototype molds should have water cooling, spring return ejection, and the ejector plate must
be retained.

5. KAM has two prototype pocketed M.U.D. units available that should be considered for fit, and
utilized if possible when quoting prototype parts. CAD is available for both units.

Proprietary 25 4/10/13
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6. The smallest prototype pocketed MUD is an 84/90, and is shown in the drawing below. This is

KAM tool # 903-P
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KAM Plastics
eplace pin plate per project B4/30 Prololype Base
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7. The largest prototype pocketed MUD is a 10-16, and it is shown in the drawing below. This is

KAM tool # 390-P
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N. Dimensional Check

1.

available.

0. Exceptions

Mold dimensions, (production and proto-type) are required to be checked in the steel upon
request. KAM’s engineering department will supply the marked print when the part print is

1. Exceptions to KAM’s mold standards and specifications must be in writing, and should be

noted at the time of quotation.
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P. Payment Terms:

Q. KAM Machine Inventory Specs:

Production Molds W/O Texture:

1. KAM will pay 50%, net 30 days from first sample.
2. Balance of 50% net 90 days from first sample, provided mold is approved by KAM

engineering for steel dimensions and process capability.

Production Molds With Texture:

1.
2.

KAM will pay 50%, net 30 days from first sample.

KAM will pay balance of 40% net 90 days from first sample, provided mold is approved by

KAM engineering for steel dimensions and process capability.

KAM will pay remaining 10% net 30 days after sample and confirmation of acceptable

texture.

Prototype Molds:

1.

KAM will pay 100% net 30 days after first sample

Late Fees:

1.
2.

Molds that are late will be charged a late fee.
Late fee will be 1% per day for each day after the agreed mold completion date.

Press Shot Size Int. Ratio Part Air Ejector
# Type oz. X:1 Removal Core | blow Sensor
1 250 Ton Toshiba 19.2 12.2 Picker 1 No Yes
2 250 Ton Toshiba 16 14.7 Robot 1 1 Yes
3 300 Ton Van Dorn 30 10 Robot 1 1 No
4 300 Ton Van Dorn 20 13 Robot 1 No No
5 300 Ton Van Dorn 30 10 Robot 1 No No
6 170 Ton Van Dorn 14 10 Picker 1 No Yes
7 170 Ton Toshiba 9 10 Robot 1 No Yes
8 190 Ton Toshiba 10.2 11.3 Picker 1 2 No
9 300 Ton Van Dorn 20 10 Robot 1 1 No
10A 310 Ton Toshiba 19 12.2 Robot 1 2 Yes
11 60.7 Ton JSW 2 1 Picker No 2 Yes
12 60.7 Ton JSW 2.6 1 Picker No 2 Yes
13 60.7 Ton JSW 2 1 Picker No 2 Yes
17 50 Ton Van Dorn Ergotech 4.8 10 Picker 1 1 No
Proprietary 28 4/10/13
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18 120 Ton Toshiba 8.1 14.3 Picker 1 2 No
21 110 Ton JSW 4.3 1 Picker No 2 Yes
22 120 Ton Van Dorn 8 10 None 1 No
23 500 Ton Van Dorn 40.3 25 Robot 2 2 Yes
#1:10.3 / #2:
24 275 Ton Arburg 2 Shot 7.4 1 None 3 1 No
25 500 Ton Van Dorn 59 25 Robot 1 No Yes
26 120 Ton Toshiba 6.5 11.5 Picker 1 2 No
27 120 Ton Toshiba 6.5 14.1 Picker 1 2 No
28 120 Ton Toshiba 8.1 14.3 None 1 2 No
29 110 Ton Cincinnati Roboshot 1.6 1 Picker No No No
30 50 Ton Van Dorn Ergotech 4.8 10 Picker 1 1 Yes
110 Ton Arburg Allrounder
31 420c 4.7 1 None 1 2 Yes
32 35 Ton Niigata 0.99 1 None No 2 No
33 50 Ton Arburg 2.3 1 None 1 1 Yes
40 55 Ton Cincinnati 4.44 10 Picker No No Yes
41 55 Ton Cincinnati 4.44 10 None No No No
42 55 Ton Cincinnati 4.44 10 None No No Yes
43 55 Ton Cincinnati 4.44 10 None No No No
Mini 3 7 Ton Nessei 0.19 12.7 None No 1 Yes
Mini 4 7 Ton Nessei 0.19 12.7 None No 1 Yes
Press Shot Size Int. Ratio Part Air Ejector
# Type oz. X:1 Removal Core | blow Sensor
Mex 1 50 Ton Demag 4.8 10 None 1 1 Yes
Mex 2 120 Ton Van Dorn 8 10 None 1 No Yes
Mex 3 300 Ton Van Dorn 20 10 Picker 1 No No
Mex 4 300 Ton Van Dorn 20 10 Robot No No No
Mex 5 170 Ton Van Dorn 14 10 None 1 No No
Mex 6 60 Ton Engel 3.2 10 None 1 No No
Mex 7 100 Ton Engel 3.7 1 None 1 1 No
Mex 8 100 Ton Engel 3.5 1 None 1 No No
Mex 9 40 Ton Engel 0.8 1 None 1 No No
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Press Tie Bar Max Min Mold Max Mold Ejector
Tonnage Brand of Machine Spacing Open Ht. Ht. Stroke
7 NISSEI 4" 8.6" 4" Hydraulic .785"
35 Niigata 11.02" 9.06" 5.91" 9.84" 2"
50 Van Dorn Ergotech 13.9" 24" 8.25" Hydraulic 3.94"
50 Arburg 12.2" 21" 8" 18.5" 491"
55 Cincinnati Vista 12.8" 7" 5.91" 13.78 3.94"
60.7 JSW 14.2" 10.24" 6.3" 14.6" 2.835
85 Toshiba 14.57" 24.8" 6.7" Hydraulic 2.5"
110 JSW 16.1" 13.78" 7.9" 17.7" 4.016"
110 Cincinnati Roboshot 16.1” 13” 5.9” 17.7 3.94”
Arburg Allrounder
110 420c 16.54" 19.69" 9.84" Hydraulic 6.89"
120 Van Dorn HT 17" 14" 6" 16" 3"
120 Toshiba ISG 16.1" 27.7" 7.9" Hydraulic 3.5"
170 Van Dorn HT 20" 17" 6" 18" 4"
190 Toshiba ISG 22" 37.4" 9.1" Hydraulic 4.7"
250 Toshiba ISG 22" 39.4" 9.4" Hydraulic 4.7"
300 Van Dorn HT 25" 24" 8" 25" 6"
310 Toshiba 25.2" 41.7" 11.8" Hydraulic 4.9"
500 Van Dorn Spectra 34.9" 57.2" 14.2" Hydraulic 6"
Mexico Machine Specs
Press Brand of Max Min Mold Max Mold Ejector
Tonnage Machine Tie Bar Spacing Open Ht. Ht. Stroke
40 Engel Tiebarless 13.79” 7.09” Hydraulic 3.94”
Van Dorn
50 Ergotech 13.9" 24" 8.25" Hydraulic 3.94"
Tiebarless 25.5"X 16.75"
60 Engel Platen 20.5" 8.5" 20.5" 5.91"
100 Engel Tiebarless 17.72" 9.84" 17.72" 3.94"
120 Van Dorn HT 17" 14" 6" 16" 3"
170 Van Dorn HT 20" 17" 6" 18" 4"
300 Van Dorn HT 25" 24" 8" 25" 6"
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R. KAM Machine Prints
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MOLDING CONDITIONS,
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i

35 Ton Niigata

35 Ton Niigata

SPECIFICATIONS

I toms Unit ; MOB0S=1L
Screw diametsr 3 oP 18 22 25
Flasticizing capacity ka/h f 12 12
Caloulated injection capacity ord 22 3z 42
s Shot P3) 19 28 37
z mass € ¢ O .t cea M P R L.
= | Max. injection pressure MPa 250 200 150
= lkaf £ o} (2 q48 | {z o9 ) 1 &30
-4 N Ty BEL-y
WS Max, holding pressure o 220 150§ 108
3 1 530
{m_”uﬁ {2 24 ]_«tﬁ’,'.‘-!rgt?“} Fi-!fg}?!ﬁ!
Injection rate ca'fs 38 57 74
Screw stroke min 85
Mozzle strake man 265
Screw spead min~" 240
Nusbar of tamperature control Zones 4
Clamping systom
Glamping forcs kN 300
{tf} {31}
s
‘=1 Mold opening stroke men 230
=1
2| Meld height Min, /Hax. - e 180/ 250
=
S| Gpan daylight A 430
= N
Distanca betwsen tie rods HXV Bt 280 X 280
Woid platen size HXV W 390 #3990
Ejsctor stroke mm 5O
Eiactor forco kN 15
[} {1.5 1
Heater capacity KW 2,892
1] Machina mass t 1.9
=1
E [Hachine size (LXWXN) m 3,48 X 0.80 X 1,52
Hopper capacity L 15
]

Notos

1, Intsrpnatfenal system of units iz usad in pracading table.

Fomanm

1 tf = 9, 80885 KN

Calculated injection capecity :

1 kaffer' = 0. 09B0E35 MPa

(Sectional area of screw cyiinder) X(Sciew stroke)
Tha shot mass cited above is for polysiyrens and is 8% ¥ of the thesrotlicai shot velume.

the plasticizing capacity is shown for polystyrene.

"OF" means option,

KAM Plastics Corp. Mold Standards
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40 Ton Engel

:CHNICAL SPECIFICATIONS - ES 80/40 TL

TES:

S dltaibee platen lavoul for
Tidx. mold 52¢ applicania,
“ontact Engel fer complete
fimenzicrad drawings.
Sastd on PS mate rial.
Zalculated.

“an he increased with

Wt ullator,

WoA=Mcr Avaliable, OvF=0n
3equest, Std =Standand)

data subject e change withat
notics,

Platen llustration  swwimum Mol Dimensions
Wity Aot Demaiging,

A ESHT fintes)
e L, S T
e By BixBy | 13301688
£ 17
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Platen Layout for 40 and 60 Ton Engels

& & & 33
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i L. P L,
iy O kL

ﬁ,!lﬂir.| I
i afFa .-
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P

o
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o | )
1 T
] 4y LICIIOR HRES
i I
" I55) AILD HOUATING ELES -
(R T L =2
¥IEM B - HOW NG PLATEK
IE A T L T
- R W,
S
-

41 FMOT_ PIUNTIHG HOLES—-
L (i -
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S [ p— —
-
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TN R A2
TOF OF STATIONARY PLATEN d-

[ . P S PP P R T 13
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50 Ton Van Dorn Ergotech

1.2.8 Mould mounting dimensions ERGOtech 50: SPI layout

. max. 610 .
min. 210 z
—AE—-—!E*E
49 525,
# z 17.5
e
L N o T o J M12 x 24
CE - HH S 2 N F
Hlslns & o) } 1S
| i S e
E=m o
- N 4
[ ==
| o |
!
Aol B
(8}
B-B prd
o}
. 895 . 665 ., % A-A
' 2
/ 321 : : 2725 |, 260
520 \ , ; 405
/| 2725 | 32 " 355
[=]
50.8 @ 23 l
_'D ; h a o
4@; 00 & 4 z g @ lq l.f)_ B -$Ho a £ : g 1
coo oo * oo o2y 13%}5 ™ I‘-(\'!}\Qnoo o o9
oo o a 00 o] o™ & g ;.‘.9_ oa o o0
o] ™ | , wlwn
odl e o0- 6o c - o i g
0 ©
o Qo 0o g c). S \ (-3 ) :j
o a o0 09 w0 - (=] 'ﬁ I~ o ©a ‘
o o ] a o 5 g T 3 [ a }
[ !‘$D 09 1) gﬂ 0@;, !I’ a o o WL
i 4 U | R
. 41C 76.2 N
- 127
4} Diameter of bore 27 throughout 1778 | "
k = smallest permissible mould @200 mm 215.9
Installation dimensions for hydraulic ejector see Chap.5.3 5
Proprietary 35 4/10/13
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Proprietary

50 Ton Arburg

Technical Data 320 C

Machine type:

320 C 500-100

International size®

500-100

_Clamping Unit

Clamping force . max. kN

500 - 56 7ws
Mould protection force max. kN . 325
Qpening force, increased opening force max. kN < 25/125
Opening stroke ' max. mm 350
Mould height min. mm 200.
Plater daylight max. mm 650
Tia-bar daylight mm 2320x320
Mould installation platen (b x h) mm 405/405
Mould diameter T max. mm - 471
Weight of movable moulc haf max. kg 400
Ejector force max. kN 30
Ejector stroke max. mm 125
Hydraulics, Drive, General
Pump motor : : kW 15
Dry cycle time Mg .28
Tota! connected load 2 kW 21,4
Colour: plastic coaied RAL 6011, structure green
Control Cabinet
Safety Standards according o DIN EN 60204
Single phase socket 1x10A )
Three phase socket 1x16 A
injection Unit
Sorew diameter : mm 20/25/30
Screw lengthn uD 25/20/16,7
Screw stroke max. mm 100 )
Stroke volume N mex. cn® | 231/49/70 7]
Moulded part weight W max. o/PS./ . | 26/41/5¢ ™
Injection pressure . % max. bar 2500/2100/1500
Injection flow : % max. Cms 78/120/175
Injection flow with accumulator max. cm¥/s 150/250/350
Back pressure max. bar 350
Screw speed max. m/min. 42/62/62
Screw torque max. Nm '240/300/360
Mozzle contact farce . ™ T max. kN 60
Nozzle retraction stroke max. mm 180
Gylinder heating i W 1600+3x800
Nozzle heating W 600
Feed hopper capacity . | 50
Variable injection position max. mm 120
Machine Dimenstons and Weights .
Qilfill . I, 180
Machine weight without ofl . kg 2500
Electrical connection (prefused) A 63

I .
1st figure: clamping foree (KN

with 380 or 220 ¥ three phase 50 Hz
calculated with bulk factor = 0,8
according to Euromap

see injection performance diagram

ER RN

{observe when expanding the magchine)

ponter Bav
EY

2nd figure: max. swept volume {cm?) x max. injection pressure (Kbar)

values relate to 400 V/50 Hz. the load is symmetrically dlstributéd on 3 phases

36
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infinitaly adjustable max. 126

210-1

linder piaten

st SR
AN — — 7
E 1? /1\ @’I/ XEE / - _E:““' i Y
. NNErae s ¥ g 1] A
7? S ‘{T-\\ % it 8] Vo
¥ P / :_i___ L
A\ =7 .
= s A L
fra— _ | i
© lop | -
coupli 70 stroke 40/20* nozzle in advanced end position
e 250 max, 350 min. 200 mould height
300 max, 580
935
X Y
35.5 , .
—— /;
S ® = ol o
§ & 8 — 8 &
B L
10-0.1 e A
10 20
sjsctor bolt counter bore in the mould
required only for shot sprus
c-D
Lo ﬁ
@ %
Thread M12-24 deep
in cylinder platen N r@
for mech. sjector
100 |
20
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Fixed Mould Platen
salsction

View A . / K

far hortzontally for central injection unit
desplaceable injaction unit

_128 through hale dia. 14

48 and thread M12-24
’ deap far handling
9 s
4 o o o %
Y 1d z
[= = g
2| 7
8
405
520 |
640
455
Movable Mould Platen 105
View B  stsges) thead M12-24 deep
270 (320)
- thread M8-16 deep
for handling
__/ > ]! f19)
£6 170
Ty ?‘%‘ 40,
o H“" =y
g | T lle oioolioolo .
— o 0a o o y
& é] aan oo
_ — o ) o = o
] - o e P— g@: o o ™ § & § E §
o L ™ oo aa H ;
ﬁ =k VAR & 1:;%-—_-
= [ b= o=
T L LS gy N
B e
oA - 140 -
210
e IO thread M10 for 280
unscrewing unit
a50
720
s“\
Usable mounting surtace with tie bars removed
38 4/10/13
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55 Ton Cincinnati Vista Sentry

Machine Specifications
Dimensions Overall English Metric
Length 1306in 1316 mm
Width AR 1,085 mm
Height §2.50in ? 2,096 mm
Shipping Weight (Estimated) 5.434 s 2,465 Kg
Electric and Hydraulic
Machine Hydraulic System Pressare, Max. 2,600 psi _ 179 bar
Total Hydreulic Pump Capacity @ 100 PSI 17 gpm 64.35 Limin
Electric Motog 15hp 1 kw
[ Total Ot Reservoir Capacity 55 gal 208 L.
Water Requirements
Heat Exchanger 9 gpm 34.07 L/min
Clamp Specifications English Metric
Clamp Force 55 tons 50 tops
Clamp Swoke 11.02ia 280 mun
Maximum Daylight 748in 630 mm
Mold Height Max. / Min. 13.78/591n 350 / 150 mm
Platen Size (Hx V) 19.69x 19.09 in 500 x 485 mum
Distance Baween Tie Rods (H x V) 12.80x 1220 in 325 x 316G mm
Tie Rod Diameter 2.17in 55 mm
Ejecior Stroke (Max.) 394in 100 mm
Ejectar Fosce 3.5 tons 312 tons
Proprietary 39 4/10/13
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60.7 Ton JSW

Proprietary

KAM Plastics Corp. Mold Standards
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8 (203.2) l JoaAl L]
F177.a
|8 (152.4)
5 {(127)
4(101.6
Tie bar A0 8,
- 3(76.2)
\ 20508 |
. Sty (FupzX;
= + & Aol )
& . Nl | w br = e ?.'Ilﬁ g
: S R ¢ S E— s P S
Bl @ — ° % =t o) T m
= Ll 6 i
2 T e )
e £ ReRe 2 & =
5 s 0 Bl EE
~ E L{:_? \ ﬂ Tl Mo
b 1Iifgq if%I | ] 60-5/8 -11UNC-1.3
ol S Tap hole for mold mounting
vy M |
20.5 (520} Stationary platen
8 (203.2)
?(1??5;
| B{152.4
5 (127)
5-1.2 (30.5) drill 4¢1018]
Hole for ejector rod 3(76.2 N
2(508) | |
|L .
°—I 5
+ - -—\-\.
‘{ _’fl "’_I ; i ‘r. = L]
=] [ e, ST S ]
= o i - o | =
Sl 4= % 23 f:«:lf = ﬁl
MR R N VI B
2| o|E A =
L % ! E E
aF e T k=
- .!&“
: 1Tt %ele | o B0-5/8 -11UNC-1.3
¢ - o ™ Tap hale for mold mounfting
1t 3.5 (88.9) | 3.5 (88.9) a1
i " 14.2 (360)
| 20.5 (520) Movable platen
. . Movable pal
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100 Ton Engel

SPECIFICATIONS

Clamping Unik Topgle

Camping lomzs LS. fons 160

Clamp openiryg torce LS tons (R

Clamp strokz [max) inches 1222

Rold height {rmm. -ma.] wiches 591 x15E3

Dkl i gt Sirine- ke inchas 591 %2813

Flalen size [Hxv) inches Standard & - 27 68 x 72 .68
Exfendad B - MR

Distance Detween inches Sfandard & - 15,98 £ 15.98

Te-rods (Haly Extended B - NA

Tie=red diamerter imches 236

Hydraul: sjecior force s 23

Hydraulic ejecior strke inches 3

tnjection it ]

Scraw 1 meler mm B 40 45

Screw 0 iameler inches 1378 1.575 1772

Shpt size (1 +5) DUNCesS 497 653 825

Injeclion capasity cu. inches 9.4 1287 163

Recovery ratedl + 2+ 3}  oesssec, 0.9 L&G 1.02
Imjecticn rate at max

pressure (4 [HTNT F BO 1.3
Injectinn rata
(repenerative )[4} cuinssec. 93 121 15.3
Imection webyorly &t max.
pressu e (4 inchesse 457
Imjection wal
{raganerative] (4} inches'sec. 6221
SCrew stroke i e 6.3
Injectaon pressure (mac S psi 0NN A 176
{mﬁ ELF':!I‘ psl 23986 17748 14022
Sonew speed rangs (5] i 25-420 25-320 25-320
Sioresy tore e 15 frAbes el il 289
Egrenw LD ratio 201 17.5:1 156:1
Hozzie stroke inches 284
Koz fose tons 52
Hydraulics
Fump capasiy gom 2
Syatem pressure 0L 2,320
Qil resarar capacity LS. gal il
Electrics
Fawer supphy (standard} ol 2EWAROETEAI60
Total rated horse power HF 20
Himber of heat conind 2ones Jehoz 3Nz 34 Nom
Tistal heating watlage [ 5.6 L] (]
Gemeral
Diry cycle performence [5)  ses. 15
‘Water reqUarements (maxy  gpm 51
Machine dimensions (|L#. h) mches 1646 x 396 = 721
Mdachine weigit 1bs. 8,820
Hopper capacity . 44
Proprietary 42 4/10/13
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110 Ton JSW

I J110AD
& N T
¢ CAUTION ’ ___]L__ |
KEEP THE FOLLOWING MOLD DIMENSION —
STRICTLY TO MAINTAIN MACHINE -
CHARACTERISTIC.
H: MORE THAN 270 mm (10 5/8 inch) A
V: MORE THAN 240 mm (9 1/2 Inch) '—?" - —
G?O
0] o] L ] mg
o[7 ° h T - —
R | | 38
R v T
o 5 /
H L =~
S5 < > 1712022 —P i <|>ﬁ“_ 1
4-M16, depth: 1.3 (34) 1
Ejector stroke: 3.9 (100) 1.4 (35) _ . 24(80)
Ejector force: 3.6 US ton (32.4 kN)
Ejector rod : 1.0 dia. (25) 16.3 (414) (60H) Stationary
(Three pieces included) Nozzle stroke: 15.7 (400) (110H) platen
12.4 (315) {180H)
l
Elﬂ | !

Nozzls stroke from platen: 2.0 (50)
3 SVO long nozzle: 3.1 (80)

Movable

Molfd open siroke: Min.mold height: 7.9 (200}
Paten /1 _ Max.13.8 (350) Max.mold height:17.7 (450)
Unit: inch (mm) HA -3 PLATEN DETAIL DRAWING (1)
TADO20BASTDOOUA
Proprietary 44 4/10/13
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J110AD

10(254) _
0(2288) | -
7(177.8)
Tie bar 5 (127} L
3(76.2) P
i+ | i
! :$: = L
5 310 5l
i issaintsia
biLS
WEapn: s=
% K - - /-,,\ - _\ Y Vv v
X ! g S
Y& %j tﬂ’ RS
2 Y i _’__t -84 g 58 %
;. Hﬂ o 3 i~ [+23 —
v I
{ $ i: :$:$ 72-5/8 -11UNC-1.3
W Tap hole for mold mounting
I

5-1.2 (30.5) drili

26.0 (660)

10 (254)

=

9 (228.8)

7(177.8)

5 (127)

Hole for ejector rod

24.0 (610)

16.1 (410)

Stationary platen

-
-

-
-
_—
-
-
—

.
F

P
~ @ & 5
JRirl s B
B ol = 8] £
o ol ~| o ¥

72-5/8 -11UNC-1.3

h: 3.5 (88.9) : Tap hole for mold mounting
. 18.11(460)
25.98 (660) Movable platen
Unit: inch (mm) 5A -3 | PLATEN DETAIL DRAWING (2}




110 Cincinnati Milacron Roboshot

177 Bk

MOVING PLATEN FOR 110R
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110 ton Arburg Allrounder 420C Golden Edition

10.75-0.04
infinitely adjustable max, 6,89
d E
" ’ - teducing ring to 4.0 inch
oylinder platen dia, 5.12+0.002 0.39 deep +
7 ., C dia, 4.92+0.002
r— P
T L1 >,
— B 5
e
= :Li T
—+— == ~|—:— - ]7 - - I
==t —
e —
B i
coupling J 3.35 1.57 nozzle in forviard positicn
1272 stroke mas 19.69 min, 984 mald height
15.75 max. 29.53
i
49.02
View X View Y
2 -
&l Z
2] o S g
] Y 24
= = 4o
i B
0.35 L
C.47-0.004
fieed platen
center ejactor counlter bore oaly for short sprue
View C-D
- {hreads $/116-18 UNC 0.63 deep
for robotic handling davice
o 1.28 i :E___:__ a!.
Pl 38e femll
s alif -
| S
i | S
L— i N
i
1.38 \
tiweads 5/8-11 UMC 0.98 deep
4132 for robotic handling device
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Fixed platen

View A reducing ring to 4.0 inch
dia. 5.12+0.002 .39 deep
[ dig. 4.92+0.002
ey
@
ey e IS ISR : \...f E
B ™~
§m= ©
el =
threads 5/8-11 UNC 1.22 deep / +E5£:
3
L5,
10
-
14
i8
s
Movable platen
View B
Threads 5A16-18 UNC .63 deep 2283
for robotic handling device -
™~ 7
28,
087 E 394 9]
L~ ™
w [ — PR
= L] }ﬁ . BCRCRCE
™ © i
et [ = ] : . (]
-—} HEE R == i
i ml 2 e - i i
-1 ks 0
=2 -a-
- E s
L — )
- % 16.54
\safetygate
189
34.65
Usable mounting surface with tie bars removed
Proprietary 48 4/10/13

KAM Plastics Corp. Mold Standards



120 ton Van Dorn HT

120 Tomn Vawn Devt AT

3.000 e MOVING — 6.000
EJECT PLATEN MIN. MOLD
STROKF
LK 1o STAT.
b PLA
e | e
| | Lo | {PIA
T——a\%%; -
t— 14.000 16.00 —— |
CLAMP STROKE MAX. MOLD .
e 30.000 ———=| N
MAX. DAYLIGHT .
i T
S 10,0~ N
S W
< 7,0 N
-l UNC (56) . A
i . 5.0 14.66 -
i ||/~ REAR GATE
FRONT GATE ——____ I 30 | /
; !

1@ o
I . [ [} o °o o0 o0 o ] !
b o 06oe O o0 o0 o— o T 10.0
| 1 :
. oo o—f 50 | 7.0
o 101 Pt
25.18 CO UO,\ :
~— 1.063 DIA. |1
° O o9 e THRU (@)
oo O o0 o0 o i
o o o o o .
|1
a oo o 0 o O [
|1
LI
I7.05 ‘
2h.2 had .76

MOVING PLATEN

Proprietary
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Proprietary

12.0
FJECTOR PLATE

CLAMPING UNIT
Clamp Force {tons) 120
Clamp Stroke-Adjustable (in) 14
Open Daylight-Max. {w/o Ejector Box} (in.) 30
Mold Thickness- (Min-Max) {in.) 6-16
Platen Size-Std-HxV {in.) 25x25
Dist. Betwaen Rods-Std-HxV (in.) 17x17
Tie Rod Diameter (in.) 2.75
Clamp Speeds: Closing-Fast (in./sec.) 28

Opening-Fast (in./sec.) 37
Ejector Force (tons) 5.0
Eiector Stroke (irn.) 3.0

50

KAM Plastics Corp. Mold Standards
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120 Ton Toshiba

120 Ton Toshi by

21.7° CLAMPING STROKE

R I == S
B 3. 5"
ﬁ_‘fjb FEJECTOR STROKE
B | —
| B
=

EJECTING ROD)| . 12.86" 13.0" 76-5/8-11UNC DEPTH 1. 4
ATTACH 5 EJECTING RODS| | 10° 10° o o
SAFETY GATE 8 75 87'5 D SAFETY GATE
{OPERATION T o (NON-OPERAT [ ON
S 1DE) ST SIDE)
| L]
{ff } P i & & 4{(
= 2 & ot & o
@J_k" PN H}& PR I
e 4 4 o vt
RS = % > e
| @ - - BF WY W ‘ s
. Sl gt~ th- ¢ o
R | b B e & I}
R TSI RS Rl SR VA [ s d's & & PR -
= - b4 ¢ o+ e e
. Pie==—t= 4+ o ¢ ¢
r_ ‘;] ot Bl o
/L oA o o % R
i . -
VAT
CONTROLLER 3.5 3.8
3" 8"
17.1"
19.17
‘ , 181"
7.6 . 26. 0" 5.5"
MOVABLF PLATEN
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76-5/B-11UNC DEPTH 1. 4°

MIN. MOLD DIMENSTONS ARE
10027 (H) x8.3" (V).

IN CASE OF MAX. CLAMPING FORCE.
DO NOT MOUNT SMALLER MOLD THAN
DESCRIBED ABOVE

VZA 1S MOVING SPACE FOR

i CONTROLLER.
<
N
ol is
— (Ii :‘\ n \=
. |
ol w \\
[an] .
—lm
{5 %.*
] B CONTROLLER
THS/4—UUNT~— /A
B
c/
AlL OF NOZZLE PORTION
Proprietary 52 4/10/13

KAM Plastics Corp. Mold Standards




170 Ton Van Dorn HT

MOVING
PLATEN
e
EJECT
STROKE
.................... E]Tf‘i“.“ﬂﬂ

.............................

CLAMP STROKE  MAX, MOLD

. .
e | 7.0 AJ---IS.OE :

STAT,
PLATEN

i, 25

=

35,0 |
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S T,
.’r' / — 7.0 ~ \ N,
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‘IJ' / —d 5.0 r 10.8 "\‘ \
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:: { <] 009@ €I)c»c;c oo ] t : 1.5
P o0 o I i1 10.0
U o6 .o P o oo_;::jT;%Tﬂa

{ ® 3070 1

29.l 20 1 O~ <7 -

| ® ® 1 N

I (o I+ ] o < [« 3 o]
S R

& ( !

[ o Q Q¢ O, .0 09 9 [« s ] : o

. & W

; : -i-:\ ¢ o © 9 o o

F i~} e e o0 o 0 o

|

i :

B i

b 20.1 S

L
—J 4.7 29.] 2.0 —d

MOVING PLATEN
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i

4mm DIA. THRU (12)

M24 % 3.0~6H

/ THRU (2)

o 8.0 —
et 3.5 o
2.0
4o 1]
!
8.0 4 /jx“ 5

& 35 50 » A
S e T -0 e

o 8.7 —

el R

e e e 30

EJECTOR PLATE -

CLAMPING UNIT

Proprietary

Clamp Force {tons) | 170
Clamp Stroke-Adjustable (in.} 17
Open Daylight-Max. {(w/o Ejector Box) {in.) 35
Mold Thickness- (Min-Max) (in.) 6-18
Piaten Size-3td-HxV {in)) 30.5%32
Dist. Between Rods-Std-HxVv (in)) 20x20
Tie Rod Diameter (irt.) 3.25
Clamp Speeds: Closing-Fast (in./sec.) 26
Opening-Fast  (in./sec.) 35
Ejector Force (tons) 5.0
Eiecter Stroke {in.) 4.0
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190 Ton Toshiba ISG

37.4" OPEN DAYLIGHT (MAX.)

28. 3"

CLAMPING STROKE

L 8.1

R

CLOSED DAYLIGHT {MIN. MOLD} |

, 947 HT
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|

L1 |
_qéﬁ{ﬁ
\ |
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EJECTING ROD) e 18- 20 o J6-5/8-11UNC DEPTH 1.4’
ATTACH & EJECTING RODS 13" 13" '
SAFETY GATE 107_ E_:_O __SAFETY GATE
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swoa | 1| 1N e
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2' 25
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8' 8.
17. 8"
19. 7°
22.0°
6. 1" 31.17 7. 2°
MOVABLE PLATEN
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JuoLso- i iUNC DEPTH 1. 47

10" 10"
LT / MIN. MOLD DIMENSICONS ARE

12, 86" (H)x11. 67 (V).
IN CASE OF MAX. CLAMPING FORCE. |
DO NOT MOUNT SMALLER MOLD THAN|
DESCRIBED ABOVE :

al
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a
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gird—s s o |3 ¢ 0 & N V7772 1S MOVING SPACE FOR
- v lb o0 (‘) CONTROLLER
i 5 N ;
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i gt (A\ - e i \ v
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Nt 69 9 s e ) [4]“
o NS
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i7.8"
31.1"
STATIONARY PLATEN
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250 Ton Toshiba ISG

39. 4" OPEN DAYLIGHT

(MAX. )

29. 9" 9. 4” | CLOSED DAYL IGHT (MIN. MOLD)
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\
d

13"
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10" | 10
7! ?ll'
5'15"
e '~ 76-5/8-11UNC_DEPTH1. 4"
| .
W L el
o +++ + ++
) \‘/J+ +++ | 44+ w&y
ol IR bbby )
- 2 - .| [MIN.MOLD DIMENSIONS "=~
\n . + + +
h“’? ; _ﬁ\_++in 1112.8" (H)X12.8" (V).

RN b+ T w44 | S IN CASE OF MAX. CLAMPING FORCE.
ol r TR EE: DO NOT MOUNT SMALLER MOLD THAN|
e PR b DESCRIBED ABOVE

R PR | b
+H4 v 44 }J
N { {E /]
32.3
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Ol RESERVOIR

310 Ton Toshiba

1060 (41. 73) OPEN DAYLIGHT (MAX,

160 (29.92)

300

CLAMPING STROKE

(11. 81)

CLOSED DAYLIGHT (MIN, }

Fl
. ! = _ _
N 1 825(32. 48)
e N, N ! [ —
] - . .
a -
! 54 1006 (38. 61) I
(z.ul)
]125(4.92) !
T "EJECTOR STROKE
1 H——F

104~5/8-11UNC, DEPTH 35 (1. 38)

MIN. MOLD DIMENSIONS ARE
A400<H>3B5<CY>. (16. B<H>x15. 2<V>)
IN CASE OF MAX. CLAMPING FORCE.

DO NOT MOUNT SMALLER MOLD THAN

DESCRIBED ABOVE. o — .
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S =1 4 e g GE
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930 (36, 61)
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406. 4 (186)
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Proprietary

FRONT GATE

300 Ton Van Dorn HT

oo 16,0 ——4=]

13,0 o4

- 10,0 >
7.0
5.0 REAR GATE
U
6.6 N
. AN
. 'y
] i
| |
| 16,0
! rli 1] 0.0 13,0
70 50017
o I
¥
i
o HH 8.5

MOVING PLATEN

SCALE 18

MOVING PL

24.0 ,L 250 i I
—"CLAMP S TROKE MAK. WOLD:

49,0 —— .
MAX. DAYLIGHT

ATEN

. 8.0
MIN, MOLL-

=
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i Lﬂ“

— mh-aolf//,444nmxgiwauum

3.5 _
3 2.0 _
8 [l ?
L00~8UNC-28~’///////
.
| [RE— 1 T a 5 i
CLAMPING UNIT
_Clamp Force {tons) | 300
[ Clamp Stroke-Adjustable (in.) 24
Open Daylight-Max. (w/o Ejector Box) (in.) 49
Mold Thickness- (Min-Max) (in.) 8-25
Platen Size-Std-HxV {in.) 37x37
Dist. Between Rods-Std-HxV (in.) 25x25
Tie Rod Diameter (in.) 4.25
Clamp Speeds: Closing-Fast (in./sec.) 24
! Opening-Fast (in./sec.) 34
Ejector Force (tons} 8.3
Ejectar Stroke ({in. 6.0
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500 Ton Van Dorn Spectra
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MOVABLE PLATEN
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1.0 @ THR———
30.0 @0 BORE x 4.0 DP.
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