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HtES 83K / Specifications

BHFER Screw diameter
ERSREIR | Theoretical shot votume
Sif:®(PS) | Shot weight (PS)
SiEZ@(PS) | Shot weight (PS)
WBFHAEELE | Length/Diameter ratio
e el
Whee, s
i ki
B (PS) | Plasticizing capacity (PS)
ST Injection stroke
R Max. screw speed
starh Injection unit force
Matre Carriage stroke

g Clamping force
BURBOCHEE | Max. daylight
HRITR Clamping stroke
PUEEE Distance btwn. tie bars
B/MERRST | Min mould dimension
BiRE Mould thickness range
Tmsth Ejector force
TsHTE Ejector stroke

TSt No. of ejector pins
EOATHE | Major motor

REEN System pressure
IR Hydraulic pump capacity
AR No. of heater zones
MRS Heater power rate

HE Net weight

AR Tank capacity
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We are always working on improvement and reserve the right to change design and specifications without notice.
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RHCM Hi-gloss Injection Moulding Technology
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Introduction to RHCM Hi-gloss Injection Moulding Technology

'RHCM ' is the abbreviation for (Rapid Heat Cycle Moulding). This technology utilizes the steam to raise the mould temperature quickly,
hence increase the cavity surface temperature above the plastics Glass Transition Temperature (Tg), then starts to injection process. While
completed the cavity filling process, the treated water cools the mould surface immediately. As a result, the appearance quality of the
moulded parts can be improved.

ek i NUTTURETCl)  Benefits of RHCM Technology

© MR RREIR / BRI/ e © Eliminated the product weld line, sink mark, and flow mark
HEEF- RRECEE Enhanced glossy surface
- BB RRERhEIERE o Improved scratch resistance of the moulded part

HAFRENTEF (0:85%)
© U4 AR A o

© Minimize Post-moulding process (e.g. Painting)
o Improved fiber-mark defect of the moulded part

RHCM Working Principle
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#FHREH 9-11 bar

HOKiER 3007 / Nt

EEYCRmEE (ASTM D523 75° /95—97%)

ERERERE (JIS K 5401 /F —4H)
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B (1): FREREHIET (SBidtimes)
Fig (1) : Fiber-mark on the product surface

(Front~case of Notebook PC)
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Fiber distribution diagram (1)
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(Conventional Moulding)

 High-grade Mould Steel

« Hardness requirement: 37 —41 HRC
© Rust resistant properties
Ca : ;
© Good mitror surface polishability
© Low thermal expansion coefficient

Mould Design

« Steam-channel dimension and layout design
© K—me&mmmmem’

Steam Boiler

Every two ITC controller equipped with 1 ton/hr
© Steam pressure from 9 — 11 bar
< Water flow rate: 300 L/hr

Resin

© With high surface glossy properties (ASTM D523 75° / 95 —97%)
© High surface hardness properties (JIS K 5401/F- 4H)

~Case Study (1) |

B (2): BREHRERITFAER (SBTTENESE)
Fig (2) : Eliminated fiber-mark on the product surface
(Front-case of Notebook PC)
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Fiber distribution diagram (2)
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(RHCM Technology)

_FERSA (2) )
© 32 RRABTIE

& 32”7 LCD TV frame

RHCM(¥ M) E#l
RHCM Injection Moulding Machine

32" BMARRANE
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Gooling Tower ITC ENES
ITC Controller
; ; Mould Specification:
# #: HIZCENA-1 © Mould steel: Hitachi CENA-1
FAHE : HOTSYS (6/%) = Hot runner: HOTSYS (6 Drop)
ITC Parameters Setting

© FIRBHXIEEE: 18FHA130C
FERBLEEEE : 11#R65C
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#1E: 1000T
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TFHEERE - 80T / AeiE)3/vad
© HBIENEE: 210C ~235C
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#SEH: 0.8Mpa
FEE: 170C

BHIKEE: 0.4Mpa/ BE18C
HESE: 0.5Mpa
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Upper limit: 18 sec. raised to 130°C

> Lower limit: 11 sec. cool down to 65°C
¢ Cooling time: 11 sec
Heating triggered by mould open process

Injection Moulding Machine

© Machine size: 1000T

SAMSUNG Resin

- Drying temperature: 80°C / Duration: 3 hr
- Barrel temperature: 210°C~235C

Steam Boiler

o Steam pressure: 0.8Mpa

o Steam temperature: 170C

© Cooling water: 0.4Mpa (18°C)
= Auxiliary air pressure: 0.5Mpa

Result

© Eliminated the product weld line

Reduced production scrap rate

“ Improved shrinkage and deformation of the moulded part




