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SPRING NOZZLE

LR

7= &i588 / Product description

PR ERTERMEBE BN EENEAS, MPA, PP, PS,

PE, BERERFAEF LA,

Internal spring nozzles are mainly used in low-frequency injection molding
sealing applications for highly fluid plastics, such as PA, PP, PS, and PE,
significantly improving production efficiency and reducing production costs.

L1

sw
e

Pa(ag‘{rr%ers RS-
FNES(SF) Injection weight (reference) gram 200 200 3000
WTER (2% ) Screw diameter (reference) mm 40 40 100
FHREEE (L1) Main body fength (L1) mm 91 91 125
AARLSIW) Hexagon position (S/W) mm 46 46 56
InAE(G) Heating ring (G) mm $45*50L 45500 $47*60L
IHEH(ES) Opening pressure (reference) Bar 280
XAEH(EE) Closing pressure (reference) Bar 100
BGEHEH(2E) Maximum injection pressure (reference) Bar 2500
BERE Maximum temperature < 180

NEEDLE NOZZLE
FrzVSI0E

F=&8i5%88 / Product description .

HASWEZATRREBES RN BRI L RPRIREC-E, [
REBFTENELS AR, FenEEH, Ta3hItLFEM.
Needle nozzles are mainly used to solve the flow problems in the injection
molding process of low—density, high-fluidity plastics. They can also be
used for synchronous gelation in injection molding machines to shorten the
molding cycle and effectively prevent problems such as stringing.

25

Parameters
BACEHES (2% )  Maximum injection weight (reference) gram 700 4000 14000
BABHTEIR (£3%)  Maximum screw diameter (reference) mm 60 100 160
BAHRBRT (2%) Madimum machine size (reference) tonnage 300 800 2200
R (L1) Main body length (L1) mm 140 178 220
IHEERT (G) Heating ring size (G) mm ©60°80L ©80*100L ©115*150L
BVSE (%) air pressure Bar 6 8 10
BASEFED (£F )  Maximum injection pressure (reference) Bar 3000
EmsE Maximum temperature v 13 400 ‘J
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PLUNGER
NOZZLE

EEFE

FEERifEB / Product description -

HERSHEHE T ZAT T BN EREER, TERTEE,
HIEREER, REEFTHE, RETREIREIEEEERIE, TTEAA,
ABNE—EERITEYH LT EDIR%.

Plunger-type sealing nozzles are widely used in injection molding machines
for synchronous melting of plastic. They allow the mold to be opened while
the screw is storing material, thereby shortening the molding cycle and
improving production efficiency. At the same time, they prevent plastic flow
and save costs. The unique single-channel design effectively prevents
pressure loss.

RN- I RN = Il

BATHESR (£F)  Maxdmum injection weight (reference) gram 700 4000 15000
BAEEER (8%)  Maximun screw diameter (reference) mm ‘ 60 100 180
BHXINERT (£%) Maximum machine size (reference) tonnage 300 300 2500
I (L1) Main body length (L1) mm | 140 178 310
@R (G) Heating ring size (G) mm ©50*80L ©B0*100L ©110*180L
BUSE (%) air pressure ( Bar l 3 8 10
BAESEH (£F)  Maximum injection pressure (reference) Bar 3000

BEEE Maximum temperature i 400

SPECIAL NOZZLE FOR
LIQUID SILICONE RUBBER

RSTERE RS

F=ERifEB / Product description -

LSREZFE RS ST RS ERE U T AT R R R AR 2)
M, SEARSHIRERTIKERET AT HESH, Ui
BHRBRR .

The LSR liquid silicone rubber nozzle is specially designed to solve the
problem of high fluidity in silicone casting. The nozzle has a built-in

pneumatic drive device and water circulation system for sealing and cooling,
effectively preventing silicone leakage and vulcanization.

FERFAMIE / Main applications =

2y AR, EFEW, 2750, IEREES.
Infant and toddler products, medical devices, electronic products, wearable
devices, etc.

240

Water G1/4"

Air G1/8"

BAEITER (8%)  Maximum screw diameter (reference)

SEER Aif pipe connection
WEHEH Drive pressure
IKEBEERE Water pipe connection
wER Maximum temperature

60mm

&
G S -‘J
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FILTERING MIXED
COLOR NOZZLE
iR sl

= mistBl / Product description .

RN ESRERRTHMOSHER, BIERMHEANRR, BATR
REIOML, BIAERERMNES, AEMERRENEIL M,
TRiGEE, HEZTHES.

Injection molding machine filtter nozzles are mainly used to purify molten
plastic, prevent foreign matter from entering the mold, improve product
quality and appearance. Through built-in barrier or mesh filter elements,
they can effectively block the passage of foreign matter without damaging
the mold and are easy fo clean.

L2

/IC)

BB &28NEE / Static mixer function g

o IUIBANER, BILLBENRE, MERIN.

* HOOBERH, NEREMR, HOCREBBRAE.

o BFHRESON, BHILEFFRER.

e Homogenize molten resin, prevent pigment precipitation, and improve
product appearance.

e Evenly disperse colorants, improve color mixing effects, and reduce
pigment usage and costs.

e |Improve temperature uniformity and prevent product deformation.

Lo ]

MATCHING
SMALL PIECES
BB/ IM4F

5108 / Nozzle

’ A

4108 / Nozzle

.
‘.ﬁ
.r
i
RGEUEH L [ Mixing screw head JEHE8B | Connection part %2 / Flange
T TN Y gf
4 = -~
- <E=t=
A\
SR¥F3k / Screw head $R#F3k / Screw head #H#k | Screw head

2 O‘.%

AL / Screw head 87 | Screw head Your Best Partner
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DESIGN CLASSIFICATION OF
COMMON PLASTIC RAW MATERIALS
w DNERRMIRITD R

1BFIRHF / General gun barrel screw

BRI AT BRTREHERIRT, FERIKE
NTFHEARHT, RERITFZE (3-4D) -

* EATFPP. PE. PS. ABS. SPVC%r=&;
s FRASERHER, MRS,

o ERHIRAERT, E4EE2.7-3.3: 1;

° ZRREGIF50%: 20%: 30%.

{EEINIRHF / Low shear screw

General gun barrel screw, in order to avoid different plastic changeof
gun barrel screw;ls gradually variable pitch screw and suddenly
between the variablepitch screw compression length (3-d).

o suitable for PP, PE, PS, ABS,SPVC products such as;

o the quality of the products have higher requirements, is sensitiveto
temperature and shear.

e standard screw injection molding, compression ratio, 2.7-3.3:1;
o three ration is 50%:20%:30%.

* EATFPC. PMMA, TPU%E (HERS, BSme
RO ) 726

* TRABAREENR, MBEMMINE;

® [E4atk2: 1-25: 1;

© =E3tEHI45%: 30%: 25%:;

o BIMAERL. MEBIENPATBEITRIE.

o Suitable for PC, PMMA, TPU and other products (materials with
higher viscosity and difficult to melt and plasticize);

® The product quality has high requirements and is sensitive to
temperature and shear;

e Compression ratio 2: 1-2.5:1;
® The proportion of three stages is 45%: 30%: 25%;

e The depth of the screw groove is shallower, and the feeding
section is shorter than that of the PA special screw.

Pa& I / The PA material of gun barrel screw injection molding machine =

* PattFHERZERME, MF-RREBRSEKX;

o BIFEGELL2.6: 1 (BX) , EBELL—ARIEEN2.5-
3.2, HPPSIESHA#EH3:0.067-0.089D;

© I =ERLLM): 65%: 11%: 24%,

o MR, SULERSHEEMMRREND0.03-
0.05, SR+FSHEEE0.05-0.10.

° EIERARE RS,

© Pa material is a low-viscosity crystalline material, which has higher
requirements for product quality;

e The screw compression ratio is 2.6:1 (larger), and the
compression ratio is generally 2.5-3.2, among which to prevent
overheating decomposition H3: 0.067-0.089D;

© The proportion of the three—-stage screw: 65%: 11%: 24%,

® The viscosity is low, so the gap between the check ring and the
barrel is as small as possible about 0.03-0.05, and the gap
between the screw and the barrel is 0.05-0.10.

® The nozzle adopts a spring self-locking nozzle.

MEEL. RiEHER. BEZE. HENE

Customer First, Forged Quality Products,
Integrity Management, Continuous Improvement.

UPVCERIZH / The UPVC material special gun barrel screw -

o UPVCHH, RBERISELD, BER, ¥INL; B
ISR ;

o TK: a RAXIMEFTEBAIBI;
b FRETRATR, BRERE;
CATRIRIBIRRBI .
FRE LR
° E4aH71.95: 1;
® ZERLUBI: 28%: 52%: 20%;
o SRIFRARITRIBE B IR RANE B K.

e UPVC material,plasticizer content is less,easy degradation,difficuit
processing;strong corrosion;

® required:a.materials does not produce high shear;

b.There should be no dead ends to store materials to avoid
degradation

c.material plasticizing slowly.
Do not use the check ring
e compression ratio of 1.95:1;
e three parts:28%:52%:20%;

e The screw and screw end should be electroplated or made of
bimetallic material.

PET/PBTEHREH / PTE/PBT, Special gun barrel screw a

o EATFPBT. PETSME G, BRIRERS
(270-290°C) , #5RE, BWIIS;

o [E4EEL2.5-2.7:1;
o =RRLEA: 50%: 25%: 25%.

e products suitable for PBT and PET materials,high melting
temperature (270-290C), crystal type,shear sensitive;

® compression ratio of 2.5-2.7:1;
e three parts:50%:25%25%.

INEFAFENEREIRAT / Gun barrel screw of adding glass fiber materials 3

o MAME, BRTE, EEANESBRIT, 2

HNRAT, MITESMESNMREYE, REEH
&
o BRI EBRHLABS T,

e Fiber reinforced materials are severely worn, and bimetal screw or
all-hard steel screw must be used. The screw has abrasion
resistance and corrosion resistance to increase the service life;

e wear-resisting material ingredient is given priority to with tungsten
carbide.

e e‘.-‘/
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CONVENTIONAL . mm
HIGH SPEED .
TOOL STEELS

BHEEN

-

66

B Hardness (HRC)
@
&

L3
500 520 540 560 580 600 620
Gl Tempering temperature ( C )

68

66

64

WS Hardness ( HRC)

62

60

58

520 540 560 580 600 6:
EIXi& 8 Tempering temperature (C)

P/M o T T Tk |

HIGH SPEED RV
TOOL STEELS '

MAREIEN

520 540 560 580 600

| 4R Tempering temperature ( C

A FEREETCRIGNIEE. B, 8%, BF. FNSUARDEILRGLORER, FERRHOREE.

FERMAFCENAE, TEERENOFSTRTIN.

B Hardness (HRC)

% Hardness ( HRC )

56

500 520 540 560 580 600 620

EIXGRE Tempering temperature ( C)

60

58

56

1.300°C
AL

1.280°C~
D 1.260C
N

500 520 540 560 580 600 620

[EIXE & Tempering temperature (C )

56

1180 /1.200°C

torsc” W

H‘GOC A 4\\\\\\ N

520 540 560 580 600

& Tempering temperature ( T

QUENCHING AND
TEMPERING PROCESS
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