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Die Maschine: J-ADS Serie
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Die SchlieRkraftgrofRen der J-ADS Serie
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Die Spritzeinheiten der J-ADS Serie (mittlere SchlieRkraftgroRen)
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Die Steuerung der J-ADS Serie

- 15“ LCD-Farbbildschirm

- Multi-Touch- Bildschirm Uberwachungsfeld

- Touch

_ Eingabefeld
- Touch

Bedienfeld

BRESES

0 mesR - Drehschalter
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Die Steuerung — simpel
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Die Steuerung - intuitiv
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Die Steuerung — smart

Setup MO/M

[Step3] Mold confirmation
1) Measure the mold size and confirm that the mold can be mounted on molding

machine.
(Mold size, ejector rod, locating ring, etc.)

Locating Ring Diameter
=

Mold size Ejector hole position
H(Width) V(Height) T(Thickness) and rod mounting

Thickness of mounting plates position/number Diameter R

Main Spec.

Back

- Ny

Schrittweise
Riisten

Molding Setup Wizard Initial molding settin Measure against defect
Platen (ejector) Nzl Contact

(.

SprueBush Hole Dia. R

Locating Ring diameter
Sprue Bushing Hole

Molding Setup Wizard

Initial molding setting

Initial molding settings(Values can be changed if needed.)
Note)When Values set up isn't carried out, the set value isn't reflected.

Temp setting °C

Mov.  Fixed

Meld 300 300

NH2 NH1 HS H4
2200 2200 2300 2300 2300 2100 1900 500

H2

H1 HP

Measure against defect

Injection setting

HP Trans setting

Inj. Stage 6 5

Press.
Speed

Trans Pos.
\

3
149.0

17.0

2 1
1490 127.0 MPa

210 17.0 mm/s

4500 8200 mm

Hold press setting

TransPos.  37.00 mm

TransCond.  IVSH
—_

INJ/HP time 33,00 s
RCV Pause 1.00 s

Cooling Time  27.00 s

HP Stage 6 5 3 2 1
A 70 140 140 MPa Interval time 200 s
Time 567 567 ¢
RCV Setting [PB Setting aftRVC CLP Force
e U 2 20,0 mvs N
Screw Spd 75.0 50.0 min’

3.00 mm
Back Press. 8.0 70 MPa
Trans Pos. 78.00 mm

Erstelle
Spritzparameter

e
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Molding Setup Wizard Initial molding setting Measure against defect

2. Burr
Molten resin leaks from the gap between
Molding Setup Wizard molds.
Cause C
Clamping force is small Increase clamping force

Decrease injection pressure

Setup sfﬂ‘l'
Decrease injection speed

Decrease holding pressure [NJ/HP

Material has too high fluidity Decrease holding pressure
Decrease injection pressure
Decrease injection speed
. Ad hold transf t
13, MiRls feikure vance holding pressure transfer position

Decrease barrel tg
15. Burning Decrease mold tes

Decrease screw s

Wechsel zum
Einstellmenu

Menu Pattern Ex¢ Next

Increase screw sp| |

Wahle vordefinierte
Einstellmoglichkeiten
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Die Teilequalitat — Prazision leicht gemacht

C..=1,66

Restmassepolster
4,00
3,98
3,96
3,94
Max 3,99mm
3,92 Min 3,92mm
Xquer 3,96mm
3,90 S 0,017mm
3S 0,052mm
3,88 6S 0,104mm

1 3 5 7 9 11 13 15 17 19 21 23 25 27 29 31 33 35 37 39 41 43 45 47 49

——SchuRanzahl




Kunststofftechnik

Sakkas Ptimo

www.kt-sakkas.de DIENSTLEISTER DER UNSTSTOFFTECHNIK

Die Energiebilanz — stimmt!

Machine Mon. val Cycle Wave Graph Actual History

Energiesparen mit:

—— Power Consumption

. 01 Motor
- ECO-MOde-FU n ktlon Is Holding pressure time not too long? Cu;\r:nt Beni}:‘:ﬂark k‘::pd val%
- Einsparpotential dank Parameter-Benchmark | | oW 0w o 0w
Please shorten Holding pressure time Jump Heater
H H hile bei eful about product 3
- Hinweis auf konkrete Verbraucher At e yjearaon Benchmark _ Impd vl
. . Barrel 0 00 0 00 0.00  0.00
- Konkrete Vorschlage zur Einsparung a2 — [
Is Holding pressure not too high? 5y Jrem st
a3 ‘'ement Start Benchmark Update
Is cooling time not too long?
— Regeneration
1 cycle peak regenPWR(estimate) 0.00 kWh/cyc
Reden Ratio 0.00 % Motorload check

| Barrel Temp. Mold Temp ' Heater Setting

Barrel Temp.
Temp. Mode  Molding v | Cold

. was canceled.
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Das Fazit
HOHE VERFUGBARKEIT —

PRAZISION IST ALLES —
ENERGIE KOMMT AUS DER STECKDOSE ”f

ERTRAGSSTEIGERUNG — 3
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