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Welcome to Heatlock, ceramically
insulated hot-runner systems

Dear Customer,
Heatlock catalogue for the 21¢ century.

We are proud to present a catalogue which is completely
reworked.

Heatlock hot runners are known for their yellow cermic
which insulates all the contact points and centering points
from the tool. We were first in the world with this at the K82
Exhibition. The ceramic, which has only 7% of the con-
ductivity of steel, is being developed today for use in other
areas. Our "Ceramic concept” where we also use ceramic in
the gate for insulating it and giving better wear resistance, a
world news which was introduced at the K98 Exhibition.

Today we deliver everything from single cavity solutions to
complete project-adapted, calculated mould flow, hot run-
ners.

All over the world, we are close to our customers. You
always have for example the latest information on our com-
pany internet site "heatlock.com”.

We look forward to being your hot runner partner in the new
millenium.
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For a complete list of our distributor around the world, please refer to our website www.heatlock.com

For en detaljerad lista 6ver vara distributorer vérlden dver, besok var hemsida www.heatlock.com

LKM Heatlock Co Ltd

Hong Kong

LKM Heatlock Company Ltd.

2/F., Cheung Kong Electronic Bldg.
4 Hing Yip Street, Kwun Tong,
Kowloon, Hong Kong

Phone: (852) 2342 2248, 2341 2321
Fax: (852) 2341 8544, 2343 0990
E-mail: kmheatlock@Ilkm.com.hk

China

LKM Heatlock Company Ltd.
Qiao Li Ind. Area, Chang Ping
Dongguan Guangdong,

China 523586

Phone: (86) 0769 333 0020

Fax: (86) 0769 381 0484

E-mail: kmheatlock@lkm.com.hk

Sweden

Heatlock AB

Box 236, S-532 23 Skara, Sweden
Phone: +46 511 13200

Fax: +46 511 17285

E-mail: hot.runner@heatlock.com

LKM Asian Network

Shanghai

Shanghai Lung Kee Metal Products Co Ltd

68 Min Yi Road, Xingiao Section, Songjiang Ind. District
Shanghai, China 201612

Phone: (86) 021 5768 6371

Fax: (86) 021 5768 6375

Japan

Lung Kee Metal Japan Co Ltd

8/F., Atsuma Building

16-5, Ryogoku 2-Chome, Sumida-Ku

Tokyo, Japan 130-0026

Phone: (81) 03-5625 5020 Fax: (81) 03-5625 5021
914-1, Yoshida, Oizumi-machi, Oura-gun,
Gumma-ken, Japan 370-0523

Phone: (81) 0276 20 3900 Fax: (81) 0276 20 3901

Taiwan

Taiwan Supertech Industrial Co Ltd

No. 28 Lane 267, Sec. 3, Min Sheng Road
Ta Ya Hsiang, Taichung Hsien, Taiwan R.O.C.
Phone: (886) 04 2568 1155

Fax: (886) 04 2568 1160

Malaysia

Lung Kee Metal (Malaysia) Sdn. Bhd

Lot 825 (1 & 2A), Jalan SS13/1K

Kawasan Perindustrian Subang Jaya

47500 Petaling Jaya, Selangor Darul Ehsan, Malaysia
Phone: (6) 03 5633 9862

Fax: (6) 03 5633 2659
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Heatlock Distributors

AUSTRALIA

EOC Normalien Pty Ltd

51 Shearson Crescent

Mentone, Victoria

3194, Australia

Phone: (03) 9583 0166

Fax: (03) 9584 1119

E-mail: eocaust@netspace.net.au

DENMARK

HCT-Tool A/S
Baltorpshakken 10
DK-2750 Ballerup
Denmark

Phone: +45 70 20 31 31
Fax: +45 70 20 31 51
E-mail: hct@hct.dk

GERMANY

i-mold

Heidelbergerstr. 24
64395 Brensbach

Tel: +49 (0) 6161-8070-0
E-mail: info@i-mold.com

NORWAY

Deli VerktSenter AS
Deliveien 5

N-1540 VESTBY
NORWAY

Tel: +47 6495 6218
Fax: +47 6495 6202
E-mail: dvs@strack.no

UNITED KINGDOM

Diemould Service Co Ltd

Blenheim Rd

High Wycombe

GB-Bucks, HP 12 3RS

Phone: (01494) 523811

Fax: (01494) 452898

E-mail: sales@dms-diemould.co.uk

FINLAND

Valmisosa Oy
Eteavayla20

SF-28610 Pori

Puh: 939-331 744
E-mail: val@saunalaht.fi

ISRAEL

A.Zilka Marketing & Engineering Ltd

Technical Support

Tel: +972-3-5584-936

Fax: +972-3-5584-937

Mobile Number: +972-505-250-029
(Avraham Zilka)

E-mail: ranzilka@bezeqint.net

ITALY

AED

Via Costavernesse, 36
1-36060 Molvena (Vicenza)
Tel: 0424/708662

Fax: 0424/418112

E-mail: aedfern@tin.it

PORTUGAL

Heatlock AB

S:t Annagatan 3

Box 236

SE-532 23 Skara, Sweden
Tel:+46 511 132 00

Fax: +46 511 172 85

E-mail: hot.runner@heatlock.com

SYRIA

Polymeric Technical Products
Abed St. Oubary Bldg.
Damaskus

Tel:+963 11 6351510

Fax: +963 11 6351510
E-mail: wayoub@gmx.net

SWEDEN

N. Helldin AB

Box 236

SE-532 23 Skara

Tel: +46 511 132 00

Fax: +46 511 172 85
E-mail: info@helldin.com
Website: www.helldin.com

SWITZERLAND

Heatlock AB

S:t Annagatan 3

Box 236

SE-532 23 Skara, Sweden
Tel: +46 511 132 00

Fax: +46 511 172 85
E-mail: info@helldin.com
Website: www.helldin.com

NETHERLANDS

Obinion Plastics Machinery
Handelsweg 15

5527 Al Hapert

The Netherlands

Phone: +31 (0)497 38 38 09
Cell: +31 (0)6 38 75 30 80
Fax: +31 (0)842 24 44 49
E-mail: info@obinion.com

POLAND

Roal S.C.

A. Jackowiak, R. Kowanski
Armii Krajowej 95/21
PL-61 381 Poznan

Tel: +48 61 843 4581

Fax: +48 61 843 4581
E-mail: poznan@fcpk.pl

BULGARIA

Commset Ltd

6" Studeno Kladenche" str.
Sofia, Bulgaria

Phone: +359 2 961 1134
Fax: +359 2 961 1134
E-mail: commset@netplus.bg

JAPAN

Lung Kee Metal Japan Co Ltd

8/F., Atsuma Building

16-5, Ryogoku 2-Chome, Sumida-Ku
Tokyo, Japan 130-0026

Phone: (81) 03-5625 5020

Fax: (81) 03-5625 5021

E-mail : Ikmsales@lkmj.co.jp

CHINA

LKM Heatlock Company Ltd
Qiao Li Ind. Area, Chang Ping
Dongguan Guangdong

China 523586

Phone: (86) 0769 333 0020

Fax: (86) 0769 393 9020

E-mail: Ikmheatlock@lkm.com.hk

TAIWAN

Taiwan Supertech Industrial Co., Ltd
No.28, Lane 267 Sec. 3

Min Sheng Road, Ta Ya Hsiang
Taichung Hsien, Taiwan

Phone: (886) 04-2568 1155

Fax: (886) 04-2568 1160

E-mail: jamkf@mail.moldbase.com.tw

HONG KONG

LKM Heatlock Company Ltd

2/F., Cheung Kong Electronic Bldg.
4 Hing Yip Street, Kwun Tong
Kowloon, Hong Kong

Phone: (852) 2342 2248, 2341 2321

Fax: (852) 2341 8544, 2343 0990
E-mail: Ikmheatlock@lkm.com.hk

STEATLOCK

KV

INDIA

Pillai and Peter Associates Pvt. Ltd
Shop No.6, Lourdes Apts.

Gautam Buddha Rd, Opp. Orlem Church
Orlem, Malad (W), MUMBAI-400 064
Phone: 0091-22-862 69 00

Fax: 0091-22-862 69 00

E-mail: anish@giasbmc.vsnl.net.in

KOREA

Heatlock Korea / Execo Inc.

Suite 1017, Midas Bldg

775-1 Janghang-dong ilsan-Gu Goyang-Si
Kyungki-do

Phone: +82 (0) 31 908-3280

Fax: +82 (0) 31 905-3288

E-mail: execo@bora.dacom.co.kr

MALAYSIA

Lung Kee Metal (Malaysia) Sdn Bhd

Lot 825 (1&2A), Jalan SS13/1K

Kawasan Perindustrian Subang Jaya
47500 Petaling Jaya, Selangor Darul Ehsan
Malaysia

Phone: (6) 03 5633 9862

Fax: (6) 03 5633 2659

E-mail km@lkmm.po.my

SINGAPORE

Nihon Industrial Products Pte Ltd

157 Sin Ming Road, #02-01 Amtech Bldg.
Singapore 575624

Phone: 65-5523809

Fax: 01668281087

E-mail: nihon@cyberway.com

CANADA

Diemould Service Co (Canada) Ltd
1629 Turner Rd, Windsor

Ontario N8W 3J8

Phone: (519) 253 2431

Phone: (800) 265 4885

Fax: (519) 253 2533

Fax: (800) 845 3807

E-mail: dmscan@windsor.igs.net

U.S.A.

Diemold Supply DMS Inc.

17197 Newhope Street, Unit |,
Fountain Valley, California 92708

Die Mold Supply DMS Inc.
106R Oak Street
Taunton, Massachusetts 02780

Diemold Service Company
737, Central Avenue,
Wood Dale, Illinois 60191
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How you can be more effective and more competitive by
using our ceramically insulated Heatlock hot-runner system.

Let us assume you are going to make a new mould with
8 cavities.

The old way with a If you make it in the old way will it look as fig1.
cold sprue

Measured on the sketch the maximum length of flow in
cold steel is 75mm.

Please note as well that flow lengths to each different
cavity are not equal which means you will not have an
identical fill of each cavity.

If you make the mould as shown in fig.2 and use a Heat-
lock electric sprue bush will you eliminate the conven-
tional thick and long sprue.

In many cases the part which has the thickest wall sec-

fig. 1. . ) NS .
9 tion determines cooling time instead of each cavity.

Advantages:

. . — Flow length in cold steel has been reduced by
Improved efficiency with a Heatlock 38%. Everyone familiar with injection moulding
sprue bushing knows that it is easier to mould when flow length
is short.

— Cycle time can be reduced, the thickest part of
the shot has been eliminated.

— Less production stops — no sprue that can get
stuck in the fixed half of the mould.

— No risk on automatic production that last shot will
stick on earlier produced ones when ejected.
The most difficult part to cool has been elimi-
nated.

— Opening stroke can be reduced as part height is
decreased with shorter cycle time as a result.

f Fig 3. demonstrates an improvment using 2 electric
ig. 2. sprue bushes, ESB's, including a manifold.
You now produce the following advantages:

®
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— Length of flow in cold steel compared to fig. 1 has Reduce flow length in
now been reduced by not less than, 68%. cold steel by 68%

— Through the shortened flow length runners can be
made considerably thinner .

— Injection time can be shortened.

— Because of the short flow length, material tempera-
ture can be reduced and cooling time can be short-
ened.

— Flow length is exactly the same to each cavity from
the electric sprue bush which is one provision need-
ed in order to get identical parts from the different
cavities.

The best results are as in fig. 4 using direct gating, one
bush for each cavity. This gives the technically optimal
result.

— Length of flow is only 11% compared with fig. 1.

— It is usually easier to fill the cavity form a centrally
placed gate.

— Cauvity filling can be positively controlled through
temperature control of the different bushes. Direct gating usually is

the most effective way.

Which alternative should you choose?

This depends on:

— How many of the advantages you want to achieve.
— How much you are prepared to invest.

We will be pleased to serve you in choosing the most
suitable Heatlock equipment from our wide range of hot-
runner bushes. Advising you the most favourable man-
ifold system suitable to your mould.

®
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To determine gate diameter

For bushes and torpedoes

Shotweight per bush in grams

1000 S
e -
500

200 / ‘3/
00 A 7

. / AL/
. / /L

\

2000 1> T
/./

\\M

/

0.75 1.25 1.75 2.25 3.2 4.7 6,4 7.9
1.0 1.5 2.0 2.5 4,0 5,5 7.2

Gate diameter

1. Low viscosity materials, PS, PE, PP
2. Medium viscosity materials ABS, SAN, PA, POM
3. High viscosity materials PC, PMMA, Noryl, PUR, re-inforced materials

The diagram above gives a guideline figure for the gate If the sprue bushing is feeding a runner which has a gate
diameter needed for different plastics and shot weights. into a cavity, it may be suitable to make the bushing gate
Note: If the gate diameter is too small, an unnecessarily high  larger than actually necessary. This way pressure drop and
bushing temperature will have to be set for the gate not to shear will be reduced.

freeze between shots. If an electric sprue bushing is used to feed a runner, this
The suggested figures are approximate. Gate dimension means that length of flow in cold steel has been reduced
may be influenced by the shape of the part and the design equivalent to the bushing length. Due to this cross section,
of the mould etc. the runner can be made smaller than usual. This is impor-

tant in order to get shortest possible cycle time.

The balance between shot weight, injection rate, tool tem- Start with a smaller gate than indicated in the table.
perature, temperature pattern opposite gate, cooling around

gate and injection pressure are all factors that affect gate

size. A small gate freezes quicker than a large gate.

On injection moulding with very short cycle times and short

injection times, it may be necessary to design gate cooling

so that it does not overheat.
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e Design a hot-runner system in a flash

e Easy navigation system

e Available in all common file formats

e Catalogue in PDF format having bookmarks

Heatlock CAD Library

Our CAD Library is available both on CD-Rom and on Internet. We have made a menu system that
makes it very easy to get the drawing you need.

If you work from our CD-Rom, just insert the CD in your computer and you will be guided through the
steps to get the drawing you prefer. Our Internet solution is excactly the same, for your conveniance.

Vart CAD Library finns tillgangligt bade p4 CD-Rom och pa Internet. Vi har utvecklat ett enkelt meny-
system som gor det mycket enkelt att finna ritningen Du behdver.

Om du jobbar fran CD:n, stoppa helt enkelt in den i datorn och du végleds genom alla steg. Pa
Internet kommer Du att kdnna igen menysytemet fran CD:n, det &r precis likadant.
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Heatlock 2D CADLibrary

Above is an example of how the drawing of a manifold will

presented when running a CAD application. All drawings in .dwg
format. All drawings in the CADKit are in 1st angle projection.

Ovan ses ett exempel pa hur vara ritningar visas nar du kor ditt
CAD program. Alla ritningar &r i .dwg format. Alla vara ritningar

aterges i “1st angle projection”.

Version 1.0 at 011010
© Heatlock AB 2001

Heatlock 3D CADLibrary

be Our 3D CAD Library is delivered in three different versions, depen-

ding on the choise of file format. Available in IGES, STEP and
PARASOLIDS.

Vart 3D CAD Library levereras i tre olika versioner, beroende av
vilket filformat Du féredrar. Finns tillgangligt i IGES, STEP och

PARASOLIDS.

Part No. Description Content
HEATLOCK-IGS 2D-DWG / 3D-IGES On CD-ROM
HEATLOCK-STP 2D-DWG / 3D-STEP On CD-ROM
HEATLOCK-XMT 2D-DWG / 3D-PARASOLIDS On CD-ROM

1.12 mTwCK®
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ESB1

Heatlock ESB1...,Mini.

Features
« Exceptionally uniform heat distribution along the
bushing.
+ Bushing can be used with practically
every material in use today.
+ Plastic undergoes lowest possible thermal stress.
+ Compact.

Egenskaper
+ Utomordentligt jdmn varmeférdelning langs
bussningen.
+ Bussningen gar att anvanda med i stort
sett alla av dagens existerande material.
+ Minsta mdjliga termiska pakanning pa plasten.
+ Kompakt.

23 L=26-106 +10

@30

Shot weights <200 g

ESB1

bushing is compact, with shortest installation length
L=26mm, and smallest centre spacing 30mm. The flow
duct is 4 mm in diameter and is made from a single piece of
hardened hot-worked steel.

As on our other models, heat is supplied by an asymmetrical
spiral element to optimise heat distribution. The separate
thermocouple measures the temperature at the middle of
the tube, where it is hottest. If anything needs replacing you
need only change the defective part; this saves you money.

The bushing is fully insulated from the mould with our
special ceramic material, which has only 7% of the thermal
conductivity of steel and a compressive strength of

2100 N/mm?2. This significantly reduces heat loss to the tool,
making temperature distribution in the bushing very uniform.

The gate residue left by the bushing is 3 to 4mm long. If
a special profile is to be machined at the forward end a
bushing, one with +10mm extra length should be chosen.

May be used in single- and multi-cavity tools, together with
our fully insulated Heatlock “Minifolds”, standard manifolds
or a custom made conventional manifold that is ceramically

ESB1

Bussningen ar kompakt och har ett minsta inbyggnads matt
"L"= 26 mm, min. centrumavstand 30 mm. Flytkanalen

har @ 4, roret ar tillverkat i ett stycke varmarbetsstal som
hardats.

Varmetillfdrseln sker som med ett olikformat spiralelement
for att ge sa jamn varmefordelning som majligt. Termoele-
mentet som ar separat mater temperaturen pa rorets mitt,
dar det ar som varmast. Gar nagot sonder behdver du bara
byta det som ér trasigt, det spar Du pengar pa.

Bussningen ar helt isolerad fran formen med var speciella
keramik som endast har 7% av stalets varmeledningsfor-
maga och en tryckhallfasthet pa 2100 N/mmZ Harigenom
minskas varmeforlusterna ut till verktyget betydligt. Tempe-
raturen i bussningen blir mycket jamn.

Bussningen [amnar en intagsrest pa mellan 3—4 mm. Vill
man att intagsresten skall vara kortare, kan man gnista ur
bussningen invandigt sa att en kortare rest erhalles. Skall
en speciell profil bearbetas i framéndan véljer man buss-
ningen med extra langd +10 mm.

Kan anvandas i enfacks- eller flerfacksverktyg ihop med
vara keramiskt isolerade Heatlock Minifolds, standard

insulated. varmkanalplattor som finns pa lager for snabb leverans, eller more 3
med en konventionell varmkanalbalk.
TEA ’
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁﬁ check availability, stock is gradually decreased.
Spareﬁ a available until at least end of 2007 (apart form NPT1 bodies)

Part No. Total volume
L L of feed
mm channel in
Single-cav. | Multi-cav.* mm?3

26 ESB1026101 ESB1026102 561
26+10 ESB1026201 ESB1026202 579

36 ESB1036101 ESB1036102 687
36+10 ESB1036201 ESB1036202 705

46 ESB1046101 ESB1046102 813
46+10 ESB1046201 ESB1046202 830

86 ESB1086101 ESB1086102 1315
86+10 ESB1086201 ESB1086202 1333

106 ESB1106101 ESB1106102 1566
106+10 ESB1106201 ESB1106202 1584

* with O-ring 500 / 608

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuN:i.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 200g
Med.-viscosity plastic (ABS,SAN, PA,POM) 100g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 30g

Gate diameter is @1,5 mm on delivery, can be reamed up to @3 mm if

needed. Please, look at page 9 regarding gate diameter.

Length expansion at: “C="L"+X,xx

230 18
@20
o 24
S
e
[e¢]
N
o
° 220
E 215
L L
< 28 h6
———
o
i
016
e 016
I 5
S
R0.4 max

235

/]

) 2.5

°C 26 36 46 86 106
200 0,06 0,08 0,1 0,20 0,24
250 0,08 0,10 0,13 0,25 0,31
300 0,09 0,12 0,16 0,30 0,37
350 0,10 0,14 0,19 0,35 0,43

1.5

@24

o847 (T Tonor]

@30 H7

To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get

the hole depth ("L"+X,xx) to be drilled in the cavity plate.

Fére inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i

uppvarmt tillstand.

,25-0,50
0,25-0,50

perpendicular to bushing.

Gate on runner or on surface not

Increased temperature in the
front end of the bush due to
reduced heat loss.

max 1.5

more )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB1

55

14
Ve

oS e

s
R38 JL&

15

DIN 912 - M5 x 25

Part No.

Watt

Polarity

B028013180

180

black (red) +

When temperatures of 250-260°C and above are needed it may be advantegous
to install a band heater at the back end. This is also the case when shear sensi-

tive materials are to be molded.

Anvands nar en jamn temperatur ldngs hela bussningen efterstravas.

10 (20)

50

37.5

Utgang for kabel
Slot for cable
4xR10 Kabelnut

Cavity instructions for bushes with or without bandheater B055020180.

Haltagning for bussning med eller utan bandelement B055020180.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com
TEA )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁﬁ check availability, stock is gradually decreased.
Spareﬁ a available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring , Lock ring t/c Spring clip.  Coil heater Thermocouple Pipe Metal seal

o [
Ll I
- Coil Thermo- *Metal *Ceramic | *Ceramic Lock Sprin
ESB1 Pipe Reflector . - - P - 9
heater couple seal ring KEM... ring ring clip

ESB1026101 | ESBP102611 | C080330125 | TC00140195 | — - KEMO03002308 SGA0800000 | ESBP198493
ESB1026102 | ESBP102611 | C080330125 | TC00140195 | — ORING00608 | KEM03002308 | KEM030023081 | SGA0800000 | ESBP198493
ESB1026201 | ESBP102621 | C080330125 | TC00140195 | — - KEMO03002308 SGA0800000 | ESBP198493
ESB1026202 | ESBP102621 | C080330125 | TC00140195 | — ORING00608 | KEM03002308 | KEM030023081 | SGA0800000 | ESBP198493
ESB1036101 | ESBP103611 | C080430125 | TC00140195 | — - KEM03002308 SGA0800000 | ESBP198493
ESB1036102 | ESBP103611 | C080430125 | TC00140195 | — ORING00608 | KEM03002308 | KEM030023081 | SGA0800000 | ESBP198493
ESB1036201 | ESBP103621 | C080430125 | TC00140195 |- - KEM03002308 SGA0800000 | ESBP198493
ESB1036202 | ESBP103621 | C080430125 | TC00140195 |- ORING00608 | KEM03002308 SGA0800000 | ESBP198493
ESB1046101 | ESBP104611 | C080530180 | TC00140195 | — - KEM03002308 SGA0800000 | ESBP198493
ESB1046102 | ESBP104611 | C080530180 | TC00140195 | — ORING00608 | KEM03002308 | KEM030023081 | SGA0800000 | ESBP198493
ESB1046201 | ESBP104621 | C080530180 | TC00140195 | — - KEM03002308 SGA0800000 | ESBP198493
ESB1046202 | ESBP104621 | C080530180 | TC00140195 |- ORING00608 | KEM03002308 SGA0800000 | ESBP198493
ESB1086101 | ESBP108611 | C080930240 | TC00140210 |- - KEM03002308 SGA0800000 | ESBP198493
ESB1086102 | ESBP108611 | C080930240 | TC00140210 | - ORING00608 | KEM03002308 SGA0800000 | ESBP198493
ESB1086201 | ESBP108621 | C080930240 | TC00140210 | — - KEMO03002308 SGA0800000 | ESBP198493
ESB1086202 | ESBP108621 | C080930240 | TC00140210 | — ORING00608 | KEM03002308 SGA0800000 | ESBP198493
ESB1106101 | ESBP110611 | C081130280 | TC00140210 | — - KEM03002308 SGA0800000 | ESBP198493
ESB1106102 | ESBP110611 | C081130280 | TC00140210 | — ORING00608 | KEM03002308 SGA0800000 | ESBP198493
ESB1106201 | ESBP110621 | C081130280 | TC00140210 | — - KEM03002308 SGA0800000 | ESBP198493
ESB1106202 | ESBP110621 | C081130280 | TC00140210 | — ORING00608 | KEM03002308 SGA0800000 | ESBP198493

*) When you are to order spare part always check actual

dimensions of the part needed: ggmgggggg 8-8-12{;3 :-g-ff{ﬁ%

The spare part list is what is presently supplied; always KEMO03002308 Heg ’

check our web site for latest information. KEM03002381 H=8,1

*) Vid bestalining av reservdelar, kontrollera alltid artikelns
verkliga méatt: Forteckningen visar vad som just nu levere-
ras, for korrekt information kontrollera alltid uppgifterna pa
var hemsida. Keramik och O-ringen varierar enligt nedan:

TEA ’
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB2

Heatlock ESB2, Electric Sprue Bushing

Features

+ Lowest possible thermal stress on the plastic

+ Exceptionally uniform heat distribution along the
sprue bushing.

+ Ceramic insulation between bushing and mould.

+ Low power consumption.

Egenskaper
+ Utomordentligt jamn varmeférdelning langs
bussningen.
+ Bussningen gar att anvanda med i stort
sett alla av dagens existerande material.
+ Minsta mdjliga termiska pakanning pa plasten.
+ Lag effektforbrukning.

28 L=26-136 +20

@50

Shot weights <400 g

ESB2

electric sprue bush, has quite different technical properties
and far lower price than you have been used to. Designed to
eliminate cold sprues, making you more competitive.
HeatLock ESB2... is fully insulated from the mould with our
special ceramic material, which only has 7% of the heat-
conducting capacity of steel. The ceramic compression
strength is 2100 N/mm?approx, and it is capable of withstan-
ding temperatures of about 1400 °C.

The tube of the bushing is manufactured in a single piece
from robust hot-worked steel that has been hardened to
stand up to long and arduous service with high reliability.
The rugged longlife heater coil is asymmetrically wound

to distribute the heat as uniformly as possible along the
bushing.

The thermocouple is separate and measures the tempera-
ture in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject.

The bushing leaves a residue 4 to 6mm long, depending on
the plastic used.

Can be used in a single cavity or multi-cavity version,
together with our fully insulated Heatlock standard manifolds
or a custom made conventional manifold that is ceramically
insulated.

ESB2

ar speciellt framtagen for att eliminera stangintaget och
dérigenom 6ka din konkurrenskraft. Stdrsta vikt har lagts
vid enkelhet och driftsékerhet for att ge dig en bussning som
har lang livslangd till ett [agt pris.

Innerroret ar gjort i ett enda stycke av ett varmarbetsstal
som hérdats for att halla utan att ge upphov till lackage. Ge-
nom att roret ar hardat kan aven glasfyllda material sprutas.
Det robusta och héllbara spiralelementet &r olikformigt lindat
éver bussningens langd fér att ge sa jamn varmeférdelning
som mojligt. Termoelementet som &r separat méater tempe-
raturen pa rorets mitt, dar det &r som varmast. Gar nagot av
elementen sonder behdver du bara byta det som ar trasigt,
nagot som du spar pengar pa.

Bussningen ar helt isolerad fran formen med vart speciella
keramiska material som endast har 7% av stalets varmeled-
ningsférmaga och har en tryckhallfasthet pa 2100 N/mm?,
Harigenom minskas varmeférlusterna ut till verktyget
betydligt. Temperaturen i bussningen blir darigenom mycket

jamn.

Allt detta gor bussningen lamplig for &ven mycket svarspru-
tade och friktionskénsliga material.

Bussningen [amnar en intagsrest pa mellan 4-6mm. Skall
en speciell profil bearbetas i framéndan véljer man buss-
ningen med extra langd +20mm. Kan anvandas i saval
enfacks- som flerfacksverktyg.

more )

Date: 030928, © LKM Heatlock Co Ltd

SEATLOCK

2.02.1



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁ check availability, stock is gradually decreased.
Spareﬁ ﬁavailable until at least end of 2007 (apart form NPT1 bodies)

@50f8

@48

6
—

+0

28-0,05

@24

6
1000 O

+20

1+ 1 Taperof

'
E I :thegate

A\ -- r-f- 3 degrees “inc.”
o

@27
-——

©10,4
R04 max @50
—

Iy |

20

+0,01
200 |

4\

+0,01

Total volume

mL» Part No. of feed
mm channel in
Single-cav. | Multi-cav.* mm?3
26 ESB2026101 ESB2026102 1378
26+20 ESB2026201 ESB2026202 2006
46 ESB2046101 ESB2046102 1943
46+20 ESB2046201 ESB2046202 2572
66 ESB2066101 ESB2066102 2508
66+20 ESB2066201 ESB2066202 3137
86 ESB2086101 ESB2086102 3074
86+20 ESB2086201 ESB2086202 3702
106 ESB2106201 ESB2106102 3639
106+20 ESB2106201 ESB2106202 4267
136 ESB2136101 ESB2136102 4487
136+20 ESB2136201 ESB2136202 5115

* with O-ring 608

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 4009
Med.-viscosity plastic (ABS,SAN, PA,POM) 300g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 1509

Gate diameter is @2 mm on delivery, can be reamed up to @5 mm if needed.
Please, look at page 9 regarding gate diameter.

Length expansion at: *C="L"+X,xx

°C 26 46 66 86 106 | 136
200 0,06 0,11 0,15 0,20 0,24 0,31
250 0,07 0,13 0,19 0,25 0,30 0,40
300 0,09 0,16 0,23 0,30 0,37 0,47
350 0,10 0,19 0,27 0,35 0,43 0,55

To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get

the hole depth ("L"+X,xx) to be drilled in the cavity plate.

Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
uppvarmt tillstand.

P\
e [ o]
i !
— I ‘\'m . -
9y -
—— oy
INRw bl \7
[} v Ny
\ ]
R=1
oD
—
OD(D+4)

Gate on runner or on surface not
perpendicular to bushing.

Increased temperature in the
front end of the bush due to
reduced heat loss.

N max1.5

s

A

more )

2.02.2

SEATLOCK

Date: 030928, © LKM Heatlock Co Ltd




This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies) ESBZ

B048020180

oOB+8
B

@47

Part No. Watt Polarity
B048020180 180 no t/c
B047015315 315 black (red) +

When temperatures of 250-260°C and above are needed it may be advantegous
to install a band heater at the back end. This is also the case when shear sensitive
materials are to be molded.

Anvands nar en jamn temperatur l1dngs hela bussningen efterstravas.

13

c2 Part No. R A B1 B2 | C1 Cc2
Bush 28 20 - - - -
Slot for cable
Utgang for kabel B047015315 36 22 15 22 45 45
RS / § B048020180 36 22 36 22 70 40
// =
Ky = v Cavity instructions for bushes with or without bandheater B047015315/B048020180.
5 —
R5 : m
R Haltagning for bussning med eller utan bandelement B047015315/B048020180.
C1
Part No. Polarity
32 TC00240000 Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures
up to +400°C. The blade is made of copper and can be contoured to various shapes.

Termogivare for anvandning mellan bandelement och bussning. Méater temperaturer
upp till +400°C. Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com

Date: 030928, © LKM Heatlock Co Ltd
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ESB2

Spare

This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring Reflector Lock ring Coil heater Flange Thermocouple Screw  Metal seal
k 1 | - =] H
1 II
. Coil Thermo- Metal Ceramic Screw Lock
ESB2 Pipe Reflector Flange . -
heater couple Seal ring 3 pcs. ring
ESB2026101 | ESBP202611 | C120360200 | TC00140195 | ESBP202605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2026102 | ESBP202612 | C120360200 | TC00140195 | ESBP202605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2026201 | ESBP202621 | C120360200 | TC00140195 | ESBP202605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2026202 | ESBP202622 | C120360200 | TC00140195 | ESBP202605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046101 | ESBP204611 | C120560315 | TC00140200 | ESBP204605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046102 | ESBP204612 | C120560315 | TC00140200 | ESBP204605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046201 | ESBP204621 | C120560315 | TC00140200 | ESBP204605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046202 | ESBP204622 | C120560315 | TC00140200 | ESBP204605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066101 | ESBP206611 | C120760400 | TC00140200 | ESBP206605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066102 | ESBP206612 | C120760400 | TC00140200 | ESBP206605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066201 | ESBP206621 | C120760400 | TC00140200 | ESBP206605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066202 | ESBP206622 | C120760400 | TC00140200 | ESBP206605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086101 | ESBP208611 | C120960400 | TC00140210 | ESBP208605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086102 | ESBP208612 | C120960400 | TC00140210 | ESBP208605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086201 | ESBP208621 | C120960400 | TC00140210 | ESBP208605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086202 | ESBP208622 | C120960400 | TC00140210 | ESBP208605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106101 | ESBP210611 | C121160500 | TC00140210 | ESBP210605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106102 | ESBP210612 | C121160500 | TC00140210 | ESBP210605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106201 | ESBP210621 | C121160500 | TC00140210 | ESBP210605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106202 | ESBP210622 | C121160500 | TC00140210 | ESBP210605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136101 | ESBP213611 | C121460500 | TC00140220 | ESBP213605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136102 | ESBP213612 | C121460500 | TC00140220 | ESBP213605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136201 | ESBP213621 | C121460500 | TC00140220 | ESBP213605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136202 | ESBP213622 | C121460500 | TC00140220 | ESBP213605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000

2.02.4
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB3

Heatlock ESB3, Electric sprue bushing

Features

+ Lowest possible thermal stress on the plastic.

+ Exceptionally uniform heat distribution along the
sprue bushing.

+ Ceramic insulation between bushing and mould.

+ Low power consumption.

Egenskaper

+ Bussningen gar att anvanda med i stort sett alla
av dagens existerande material.

+ Utomordentligt jdmn varmeférdelning langs
bussningen.

* Keramisk isolering

« Lag energiférbrukning

28 L=46-176 +20

56

Shot weights <2000 g

ESB3

electric sprue bush, has quite different technical properties
and far lower price than you have been used to. Designed to
eliminate cold sprues, making you more competitive.

ESB3 is fully insulated from the mould with our special
ceramic material, which only has 7% of the heat-conducting
capacity of steel. The ceramic compression strength is 2100
N/mmZapprox, and it is capable of withstanding temperatu-
res of about 1400 °C.

The tube of the bushing is manufactured from robust hot-
worked steel that has been hardened to stand up to long
and arduous service with high reliability. The rugged longlife
heater coil is asymmetrically wound to distribute the heat as
uniformly as possible along the bushing.

The thermocouple is separate and measures the tempera-
ture in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject.

The bushing leaves a residue 6 to 8mm long, depending on
the plastic used.

Can be used in a single cavity or multi-cavity version,
together with our fully insulated Heatlock standard manifolds
or a custom made conventional manifold that is ceramically
insulated.

ESB3

ar speciellt framtagen for att eliminera stangintaget och
dérigenom 6ka din konkurrenskraft. Stdrsta vikt har lagts
vid enkelhet och driftsékerhet for att ge dig en bussning som
har lang livslangd till ett [agt pris.

Innerroret ar gjort i ett enda stycke av ett varmarbetsstal
som hérdats for att halla utan att ge upphov till lackage. Ge-
nom att roret ar hardat kan aven glasfyllda material sprutas.
Det robusta och héllbara spiralelementet &r olikformigt lindat
éver bussningens langd fér att ge sa jamn varmeférdelning
som mojligt. Termoelementet som &r separat méater tempe-
raturen pa rorets mitt, dar det &r som varmast. Gar nagot av
elementen sonder behdver du bara byta det som ar trasigt,
nagot som du spar pengar pa.

Bussningen ar helt isolerad fran formen med vart speciella
keramiska material som endast har 7% av stalets varmeled-
ningsférmaga och har en tryckhallfasthet pa 2100 N/mm?,
Harigenom minskas varmeférlusterna ut till verktyget
betydligt. Temperaturen i bussningen blir darigenom mycket
jamn. Allt detta gor bussningen [&mplig for &ven mycket
svarsprutade och friktionskansliga material.

Bussningen [amnar en intagsrest pa mellan 4-6mm. Skall
en speciell profil bearbetas i framandan valjer man buss-
ningen med extra langd +20mm.

Kan anvandas i saval enfacks- som flerfacksverktyg.

more )

Date: 030930, © LKM Heatlock Co Ltd

SEATLOCK

2.03.1



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁﬁ check availability, stock is gradually decreased.
Spareﬁ %available until at least end of 2007 (apart form NPT1 bodies)

L Part No. Totai! :ol:me
0568 or Tee ;
055 mm channel in
- H] *
Single-cav. | Multi-cav. mm?3
25
9 29 46 ESB3046101 ESB3046102 4093
Y
y ) o ﬂ 46+20 ESB3046201 ESB3046202 4156
" = 2 oF 66 ESB3066101 ESB3066102 5365
39 1
m¢ 8 > 2 66+20 ESB3066201 ESB3066202 5428
o a0 86 ESB3086101 ESB3086102 6637
o 86+20 ESB3086201 ESB3086202 6700
@32
o " 16 ESB3116101 ESB3116102 8544
116+20 ESB3116201 ESB3116202 8607
w# 146 ESB3146101 ESB3146102 10452
a2
o - 146+20 ESB3146201 ESB3146202 10515
(3
+
! _\' _l 176 ESB3176101 ESB3176102 12360
o10n6 176+20 ESB3176201 ESB3176202 12422

* with O-ring 630

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 2000g
Med.-viscosity plastic (ABS,SAN, PA,POM) 14009
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 700g

Gate diameter is 2 mm on delivery, can be reamed up to 6 mm if needed.

Length expansion at: *C="L"+X,xx
> K °C 46 66 86 116 146 176
° 09 ,_| RO4 max éq 200 0,11 0,15 0,20 0,27 0,34 0,40
~ (=]
D567 h 250 0,13 0,19 0,25 0,33 0,42 0,51
T 25
® | V/ 300 0,16 0,23 0,30 0,40 0,50 0,61
L\ 5 350 0,19 0,27 0,35 0,47 0,59 0,71
(5 ©
236
B ] < To ensure minimum vestige on the part, measure the actual "L" measure-
= ' ment on each bush, add the length expansion according to the table to get
‘ the hole depth ("L"+X,xx) to be drilled in the cavity plate.
'R3
| Fére inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
i

langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
uppvarmt tillstand.

Q197 €L

max 2

| 7.
R=1 ‘ W
5

Gate on runner or on surface not Increased temperature in the L
perpendicular to bushing. front end of the bush due to
reduced heat loss.

more )

TEA ’
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB3

oB+8
2B

ao;

C=5

WLLU__U_I

Part No.

Watt

Polarity

B055020180

180

no t/c

When temperatures of 250-260°C and above are needed it may be advan-
tegous to install a band heater at the back end together with thermocouple
(TC00240000). This is also the case when shear sensitive materials are to be

molded.

Anvands nar en jamn temperatur langs hela bussningen efterstravas. Da tillsam-

mans med ett termoelement (TC00240000).

Slot for cable
Utgang for kabel
/1

B1

Part No. R A B1 B2 C1 c2
Bush 28 22 - - - -
B055020180 40 22 42 22 85 45

Haltagning for bussning med eller utan bandelement B055020180.

Cavity instructions for bushes with or without bandheater B055020180.

32

13

Part No.

Polarity

TC00240000

Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures up to +400°C. The
blade is made of copper and can be contoured to various shapes.

Termogivare for anvandning mellan bandelement och bussning. Mater temperaturer upp till +400°C.
Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com
STEA )
Date: 030930, © LKM Heatlock Co Ltd N TI.OCK 2.03.3



ESB3

Spare

This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring Coil heater Flange Front Thermocouple Pipe Screw  Metal seal
. Coil Thermo- Front Metal Ceramic Srew 4 Lock
ESB3 Pipe Flange - .
heater couple ESB3 seal ring pcs- ring
ESB3046101 | SBBP304630 | C190550335 | TC00140200 | ESBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3046102 | SBBP304630 | C190550335 | TC00140200 | ESBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3046201 | SBBP304630 | C190550335 | TC00140200 | ESBF30020 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3046202 | SBBP304630 | C190550335 | TC00140200 | ESBF30020 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3066101 | SBBP306630 | C190750335 | TC00140210 | ESBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3066102 | SBBP306630 | C190750335 | TC00140210 | ESBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3066201 | SBBP306630 | C190750335 | TC00140210 | ESBF30020 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3066202 | SBBP306630 | C190750335 | TC00140210 | ESBF30020 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3086101 | SBBP308630 | C190950560 | TC00140210 | ESBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3086102 | SBBP308630 | C190950560 | TC00140210 | ESBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3086201 | SBBP308630 | C190950560 | TC00140210 | ESBF30020 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3086202 | SBBP308630 | C190950560 | TC00140210 | ESBF30020 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3116101 | SBBP311630 | C191250560 | TC00140220 | ESBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3116102 | SBBP311630 | C191250560 | TC00140220 | ESBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3116201 | SBBP311630 | C191250560 | TC00140220 | ESBF30020 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3116202 | SBBP311630 | C191250560 | TC00140220 | ESBF30020 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3146101 | SBBP314630 | C191550835 | TC00140230 | ESBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3146102 | SBBP314630 | C191550835 | TC00140230 | ESBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3146201 | SBBP314630 | C191550835 | TC00140230 | ESBF30020 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3146202 | SBBP314630 | C191550835 | TC00140230 | ESBF30020 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3176101 | SBBP317630 | C191850835 | TC00140250 | ESBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3176102 | SBBP317630 | C191850835 | TC00140250 | ESBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3176201 | SBBP317630 | C191850835 | TC00140250 | ESBF30020 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
ESB3176202 | SBBP317630 | C191850835 | TC00140250 | ESBF30020 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
TEA )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB4

Heatlock ESB4 & ESBA4...Vario, sprue bushing

Features

+ Lowest possible thermal stress on plastics.

* Flow channel can be made to your own
requirements. Tailor-made installation dim."L".

+ Ceramic insulation between bushing and mould.

+ Production of large parts using optimum technical
items. The economical advantages of doing away
with heavy sprues.

Egenskaper

+ Den stora innerdiametern ger minsta méjliga
termiska pakanning pa plasten.

+ Vario kan anpassas helt efter dina behov nér det
galler langd, flytkanalens diameter eller intagsprofil.

+ Tekniskt optimal produktion av stora detaljer och
ekonomiska fordelar som eliminering av grova
stanging6t medfor.

28 L=45-400 +20

262

Shot weights <4500 g

+ Utomordentligt jamn varmefordelning langs bussningen.

ESB4

is made of one piece Swedish hot worked steel, hardened
for better strength and long life, it withstands an injection
pressure up to 1800 bar. Produced from solid steel making it
absolutely leak free.

The Vario bush can be produced to your exact needs.

You can choose the flowchannel, installation length and gate
diameter that you require. Gate types to choose from is the
standard reliable ESB-version that gives you a residue of
6-10mm, if you require a smaller residue you can order the
bush wih either Pin Point or Needle Point type of gate.

The bush is fully inslulated from the mould using our special
ceramic material, which only has 7% of the heat-conducting
capacity of steel. The ceramic compression strength is
2100 N/mm?approx, and it is capable of withstanding tem-
peratures of about 1400 °C.

The special design of the heat supply with the ceramic
insulation, produces uniform heat along the bushing.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject.

Can be used with Heatlock custom made conventional
manifold that is ceramically insulated.

ESB4

ar konstruerad efter samma koncept som den lilla modellen.
Vi har genom att, pa 8000XL VARIO, inte férutbestamma
vilka langder eller vilken flytkanal som géller fatt en bussning
som kan skraddarsys exakt efter dina behov, med mycket
kort leveranstid och till ett mycket attraktivt pris. Vario kan
levereras i vart standard utférande som ger en intagstapp
for maximal driftsékerhet eller med en punktintagsprofil som
ger en mindre intagsrest.

Bussningen ar gjord i ett enda stycke av svenskt varmar-
betsstal som hardats for béattre styrka och driftsdkerhet. Tal
ett insprutningstryck upp till 1800 bar.

Keramiskt isolerad fran formen med vart speciella material
som endast har 7% varmeledningsférmaga jamfort med stal.
Olikformig lindning pa det robusta spiralelementet for att ge
en sa jamn varmefordelning som majligt. Termoelementet
som ar separat har sin matpunkt mitt pa roret, dar det ar
som varmast.

Allt detta tillsammans med den stora diametern pa flytka-
nalen gor bussningen mycket Idmplig fér material som ar
friktionskansliga och svara att spruta.

Gar nagot av elementen sénder behdver du bara képa det
som gatt sénder, nagot som du spar pengar pa.

Kan anvéndas i saval enfacks- som flerfacksverktyg, da ihop

med en konventionell varmkanalbalk som dven den isolerats  ™ore P
keramiskt.
TEA ’
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁﬁ check availability, stock is gradually decreased.
Spareﬁ aavailable until at least end of 2007 (apart form NPT1 bodies)

06218 Total volume
— Part No.
260 L of feed
" 014/B),, mm channel in
- Single-cav. | Multi-cav.* mm?3
\ 75+20 ESB4075201 ESB4075202 14279
«©
b 100+20 ESB4100201 ESB4100202 18126
>~
> ~ 125+20 ESB4125201 ESB4125202 21972
~
5 150+20 ESB4150201 ESB4150202 25819
\3 175+20 ESB4175201 ESB4175202 29665
o 200+20 ESB4200201 ESB4200202 33512
o *with O-ring 615. Later version with O-ring 640.
036
—_— r—
§ Can be controlled with various types of temperature controllers intended for
o | 7 hot runner systems with 220/240 V using thermocouple of type Fe-CuN:i.
& Recommended for the following maximum shot weights:
¥ : 1 IN@33°(0)

- et i Low-viscosity plastic (PS,PE,PP) 45009
©25h6

Med.-viscosity plastic (ABS,SAN, PA,POM) 2800g

High-viscosity plastic (PC,PMMA, Noryl, Filled material) 1700g

Gate diameter is 3 mm on delivery, can be reamed up to 12 mm if needed.

Length expansion at: °C="L"+X,xx

°C 50 75 100 | 125 | 150 | 175 | 200
200 | 012 | 017 | 023 | 029 | 034 | 040 | 046
250 | 014 | 022 | 029 | 036 | 043 | 050 | 058
300 | 017 | 026 | 034 | 043 | 052 | 060 | 069

m 350 0,20 0,30 0,40 0,50 0,60 0,70 0,80
To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get
@27 the hole depth ("L"+X,xx) to be drilled in the cavity plate.
1227
o k Fére inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
K langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
214 4 RO4 max e uppvarmt tillstand.
& &
062H7
2.5
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Gate on runner or on surface not | Increased temperature in the
perpendicular to bushing. front end of the bush due to more }
reduced heat loss.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB4

oB+8
2B

ao;

C=5

WLLU__U_I

Part No.

Watt

Polarity

B060020180

180

no t/c

When temperatures of 250-260°C and above are needed it may be advan-
tegous to install a band heater at the back end together with thermocouple
(TC00240000). This is also the case when shear sensitive materials are to be

molded.

Anvands nar en jamn temperatur langs hela bussningen efterstravas. Da tillsam-

mans med ett termoelement (TC00240000).

Slot for cable
Utgang for kabel
/1

B1

Part No. R A B1 B2 C1 c2
Bush 34 20 - - - -
B060020180 42 22 42 22 85 45

Haltagning for bussning med eller utan bandelement B060020180.

Cavity instructions for bushes with or without bandheater B060020180.

32

13

Part No.

Polarity

TC00240000

Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures up to +400°C. The
blade is made of copper and can be contoured to various shapes.

Termogivare for anvandning mellan bandelement och bussning. Mater temperaturer upp till +400°C.
Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com
STEA )
Date: 030930, © LKM Heatlock Co Ltd N TI.OCK 2.04.3



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sjﬁ check availability, stock is gradually decreased.
Spareﬁj aavailable until at least end of 2007 (apart form NPT1 bodies)

ESBA4...Vario
Different examples of ESB4...Vario. Can be made according to your request.

Olika exempel pa ESB4...Vario. Kan tillverkas enligt Dina énskemal

wd

<4

N
|
ta

E—

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB4

28

1.5

06218

@60

® ,

;:w

L

max 1,5

T
2

QOAH7

20

214

262,

\ 2.5

ESB4... Vario

The tailor made gate bushing which you adapt to exactly match your
tool. You determine the "L"-size (45-400mm), flow channel diameter,
gate diameter and gate type. You can have the bushing as gate
bushing, point or needle-point type. Ideal for large tools which need
a balanced hot runner system. Delivery time is approx. 3 weeks.

Den skréddarsydda ing6tsbussningen som Du exakt anpassar till
Ditt verktyg. Du bestammer sjalv "L"-mattet (45-400mm), flytka-
nalens diameter, intagets diameter och intagets typ. Du kan fa
bussningen som ing6tsbussning, i punktintags- eller needlepoints-
utférande. Idealet for stora verktyg som behéver balanserade
hetkanalsystem. Leveranstiden &r c:a 3 veckor.

Art. Nr. Description
ESB4300201 Bushing Vario, L=45-300
ESB43500201 Bushing Vario, L=350
Modification
ESBP4PP Pin Point gating type
ESBP4NP Needle Points gating
ESBP4RADIE Back radius/cone
ESBP4HRC Front local hardening
ESBP40ORING O-ring groove
NPBP430040 Needle
NPBP430043 Needle TIN-coated
Serie ESB4...Vario
Description Choose
UK (45-400) mm
B (8-14) mm
C (2-12) mm
Type (S/PPINP)*
Else

* S=standard, PP=Pin Point, NP=Needle Point

Needle NPBP430040

Needle Point gating Type=NP

8 +0.01

@40

650

R3

S

T 1%

[fe] N
— I e
f ‘\ \//
1 N \’V
R=1
oD
eil

Gate on runner or on surface not
perpendicular to bushing.

Increased temperature in the front
end of the bush due to reduced
heat loss.

Date: 030930, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁ check availability, stock is gradually decreased.
Spareﬁ aavailable until at least end of 2007 (apart form NPT1 bodies)

Screw Metal seal*

Coil heater

Ceramic ring , Lock ring Flange Thermocouple Pipe

\ T —]
, Coil Thermo- Metal Ceramic | Srew 3 -
ESB4 Pipe Reflector Flange - Lock ring
heater couple seal ring pcs.
ESB4075201 | ESBP407521 | C250800630 | TC00140210 - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4075202 | ESBP407521 | C250800630 | TC00140210 - ORING00640 | ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4100201 | ESBP410021 | C250800630 | TC00140210 - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4100202 | ESBP410021 | C250800630 | TC00140210 - ORING00640 | ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4125201 | ESBP412521 | C251300790 | TC00140220 - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4125202 | ESBP412521 | C251300790 | TC00140220 - ORING00640 | ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4150201 | ESBP415021 | C251550790 | TC00140230 - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4150202 | ESBP415021 | C251550790 | TC00140230 - ORING00640 | ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4175201 | ESBP417521 | C251800950 | TC00140250 - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4175202 | ESBP417521 | C251800950 | TC00140250 - ORING00640 | ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4200201 | ESBP420021 | C252050950 | TC00140250 - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4200202 | ESBP420021 | C252050950 | TC00140250 - ORING00640 | ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
ESB4- Pipe Coil Thermo- Metal Ceramic | Srew 3 -
: .y Reflector * Flange . Lock ring
Vario ("L" mm) | heater couple seal ring pcs.
45-125 €250800630 | TC00140210 - - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
125-150 €251300790 | TC00140220 - - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
150-175 €251300790 | TC00140230 - - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
175-300 C251800950 | TCO00140250 - - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
300-400 C251800950 | TC00140270 - - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000
- - ESBP498310 | KE06003908 | MC6S04X012 | SGA2500000

* If used in multi-cavity moulds, machine a metal seal groove for ORING00640 / ORING00615 with earlier version.

2.04.6
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

PPB1

Heatlock PPB1, Mini

Features
« Exceptionally uniform heat distribution along the
bushing.
+ Direct gating with minimal restriction of the
flow channel.
+ Plastic undergoes lowest possible thermal stress.
+ Compact.

Egenskaper

+ Extremt jdmn vérmeférdelning langs bussningen.
+ Direktintag—utan restriktion av flytkanalen

* Minsta mdjliga termiska pakénning pa plasten.

+ Kompakt.
23 L=26-106
o
(s8]
Q
Shot weights <200 g

PPB1

bushing is compact, with shortest installation length
L=26mm, and smallest centre spacing 30mm. The flow
channel is 4mm in diameter and is made from a single piece
of hardened hot-worked steel.

The flow channel continues to within 0,2mm of the front
face, resulting in a direct gating bush producing minimal re-
sidue on the part and with minimal restriction. The bushing
leaves a gate mark 0,2 to 0,7mm long, depending on the
resin used, suitable for Amorphous plastics.

As on our other models, heat is supplied by an asymmetrical
spiral element to optimise heat distribution. The separate
thermocouple measures the temperature at the middle of
the tube, where it is hottest. If anything needs replacing you
need only change the defective part.

The bushing is fully insulated from the mould by our special
ceramic material, which has only 7% of the thermal conduc-
tivity of steel and a compressive strength of 2100 N/mm?,
This significantly reduces heat loss to the tool, making
temperature distribution in the bushing very uniform.

May be used in single- and multi-cavity tools, together with
our fully insulated Heatlock “minifolds”, standard manifolds
available from stock for quick delivery, or with a custom
made manifold.

PPB1

ar en vidareutveckling av vara vél beprévade ingétsbuss-
ningar. Vi har genom att lata flytkanalen g& &nda fram till
0,2 mm fran bussningens frontyta, fatt en bussning som ger
en liten intagsrest utan att ha nagon restriktion i flytkanalen
eller intaget. Bussningen lamnar en intagsrest pa 0,2-0,7
mm. Lamplig att spruta amorfa material med.

Bussningen ar kompakt och har ett minsta inbyggnadsmatt
"L"= 26 mm, min. centrum avstand 30 mm. Flytkanalen

har @ 4, roret ar tillverkat i ett stycke varmarbetsstal som
hardats.

Varmetillfdrseln sker som pa vara andra modeller med ett
olikformat spiralelement for att ge s jamn varmeférdelning
som mojligt. Termoelementet som ar separat mater tempe-
raturen pa rorets mitt, dar det ar som varmast. Gar nagot
sonder behdver Du bara byta det som &r trasigt, det spar Du
pengar pa.

Bussningen ar helt isolerad fran formen med var speciella
keramik som endast har 7% av stalets varmeledningsfor-
maga och en tryckhallfasthet pa 2100 N/mmZ Harigenom
minskas varmeforlusterna ut till verktyget betydligt. Tempe-
raturen i bussningen blir mycket jamn.

Kan anvéndas i enfacks- eller flerfacksverktyg ihop med
vara keramiskt isolerade Heatlock Minifolds, standard
varmkanalplattor som finns pa lager for snabb leverans, eller

med en konventionell varmkanalbalk. more )

Date: 030930, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
BeforwB' check availability, stock is gradually decreased.

Spare available until at least end of 2007 (apart form NPT1 bodies)
@30 8 Total volume
. Part No.
020 L of feed
mm channel in
| 94 Single-cav. | Multi-cav.* mm?3
o
26 PPB1026101 PPB1026102 560
gc 36 PPB1036101 PPB1036102 686
& | 46 PPB1046101 PPB1046102 812
86 PPB1086101 PPB1086102 1314
© L 106 PPB1106101 PPB1106102 1565
5§ » * with O-ring 500 / 608
O @20
——
:
B J_/]r Can be controlled with various types of temperature controllers intended for
1.5 hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.
Recommended for the following maximum shot weights:
~ @8 h6
Low-viscosity plastic (PS,PE,PP) 200g
Med.-viscosity plastic (ABS,SAN, PA,POM) 100g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 30g
Gate diameter is @0.8 mm on delivery, can be reamed up to 31.5 mm if
needed. Please, look at page 9 regarding gate diameter.
Length expansion at: *C="L"+X,xx
°C 26 36 46 86 106
016 200 0,06 0,08 0,11 0,20 0,24
W 250 0,08 0,10 0,13 0,25 0,31
\ 300 0,09 0,12 0,16 0,30 0,37
] ~ — / 350 0,10 0,14 0,19 0,35 0,43
‘ éq To ensure minimum vestige on the part, measure the actual "L" measure-
© Q ment on each bush, add the length expansion according to the table to get
the hole depth ("L"+X,xx) to be drilled in the cavity plate.
o R0.4 max - 26 Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
o \( A \I/ ) 2.5 langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
‘ uppvarmt tillstand.
: |
0
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

PPB1

55

14
Ve

oS e

s
R38 JL&

15

DIN 912 - M5 x 25

Part No.

Watt

Polarity

B028013180

180

black (red) +

When temperatures of 250-260°C and above are needed it may be advantegous
to install a band heater at the back end. This is also the case when shear sensi-

tive materials are to be molded.

Anvands nar en jamn temperatur ldngs hela bussningen efterstravas.

10 (20)

50

37.5

Utgang for kabel
Slot for cable
4xR10 Kabelnut

Cavity instructions for bushes with or without bandheater B055020180.

Haltagning for bussning med eller utan bandelement B055020180.

Prior to any assembly refer to our latest
assembly instruction, always available on our

web site www.heatlock.com

more )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
check availability, stock is gradually decreased.

Befor

s PPB

available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring , Lock ring

t/c Spring clip

Coil heater,

Thermocouple

Pipe Metal seal

M T
Ll I
- Coil Thermo- *Metal *Cerami *Ceramic Lock Sprin
PPB1 Pipe Reflector Pl ! ¢ pring
heater couple seal ring KEM... ring ring clip
PPB1026101 | PPBP102611 | C080330125 | TC00140195 | — - KEM03002308 SGA0800000 | ESBP198493
PPB1026102 | PPBP102611 | C080330125 | TC00140195 | — ORING00608 | KEMO03002308 | KEM030023081 | SGA0800000 | ESBP198493
PPB1036101 | PPBP103611 | C080430125 | TC00140195 | — - KEM03002308 SGA0800000 | ESBP198493
PPB1036102 | PPBP103611 | C080430125 | TC00140195 | — ORING00608 | KEMO03002308 | KEM030023081 | SGA0800000 | ESBP198493
PPB1046101 | PPBP104611 | C080530180 | TC00140195 | — - KEM03002308 SGA0800000 | ESBP198493
PPB1046102 | PPBP104612 | C080530180 | TC00140195 | — ORING00500 | KEMO03002308 | KE030023081 | SGA0800000 | ESBP198493
PPB1086101 | PPBP1086711 | C080930240 | TC00140210 | — - KEM03002308 SGA0800000 | ESBP198493
PPB1086102 | PPBP1086711 | C080930240 | TC00140210 | — ORING00608 | KEMO03002308 SGA0800000 | ESBP198493
PPB1106101 | PPBP110611 | C081130280 | TC00140210 | — - KEM03002308 SGA0800000 | ESBP198493
PPB1106102 | PPBP110611 | C081130280 | TC00140210 | — ORING00608 | KEMO03002308 SGA0800000 | ESBP198493
*) When you are to order spare part always check actual
dimensions of the part needed: ggmgggggg 8-8-12{;3 :-g-ff{ﬁ%
The spare part list is what is presently supplied; always KEM03002308 Heg T
check our web site for latest information. KEM03002381 H=8,1

*) Vid bestalining av reservdelar, kontrollera alltid artikelns
verkliga méatt: Forteckningen visar vad som just nu levere-
ras, for korrekt information kontrollera alltid uppgifterna pa
var hemsida. Keramik och O-ringen varierar enligt nedan:

2.05.4
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

ESB2

Heatlock ESB2, Electric Sprue Bushing

Features

+ Lowest possible thermal stress on the plastic

+ Exceptionally uniform heat distribution along the
sprue bushing.

+ Ceramic insulation between bushing and mould.

+ Low power consumption.

Egenskaper
+ Utomordentligt jamn varmeférdelning langs
bussningen.
+ Bussningen gar att anvanda med i stort
sett alla av dagens existerande material.
+ Minsta mdjliga termiska pakanning pa plasten.
+ Lag effektforbrukning.

28 L=26-136 +20

@50

Shot weights <400 g

ESB2

electric sprue bush, has quite different technical properties
and far lower price than you have been used to. Designed to
eliminate cold sprues, making you more competitive.
HeatLock ESB2... is fully insulated from the mould with our
special ceramic material, which only has 7% of the heat-
conducting capacity of steel. The ceramic compression
strength is 2100 N/mm?approx, and it is capable of withstan-
ding temperatures of about 1400 °C.

The tube of the bushing is manufactured in a single piece
from robust hot-worked steel that has been hardened to
stand up to long and arduous service with high reliability.
The rugged longlife heater coil is asymmetrically wound

to distribute the heat as uniformly as possible along the
bushing.

The thermocouple is separate and measures the tempera-
ture in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject.

The bushing leaves a residue 4 to 6mm long, depending on
the plastic used.

Can be used in a single cavity or multi-cavity version,
together with our fully insulated Heatlock standard manifolds
or a custom made conventional manifold that is ceramically
insulated.

ESB2

ar speciellt framtagen for att eliminera stangintaget och
dérigenom 6ka din konkurrenskraft. Stdrsta vikt har lagts
vid enkelhet och driftsékerhet for att ge dig en bussning som
har lang livslangd till ett [agt pris.

Innerroret ar gjort i ett enda stycke av ett varmarbetsstal
som hérdats for att halla utan att ge upphov till lackage. Ge-
nom att roret ar hardat kan aven glasfyllda material sprutas.
Det robusta och héllbara spiralelementet &r olikformigt lindat
éver bussningens langd fér att ge sa jamn varmeférdelning
som mojligt. Termoelementet som &r separat méater tempe-
raturen pa rorets mitt, dar det &r som varmast. Gar nagot av
elementen sonder behdver du bara byta det som ar trasigt,
nagot som du spar pengar pa.

Bussningen ar helt isolerad fran formen med vart speciella
keramiska material som endast har 7% av stalets varmeled-
ningsférmaga och har en tryckhallfasthet pa 2100 N/mm?,
Harigenom minskas varmeférlusterna ut till verktyget
betydligt. Temperaturen i bussningen blir darigenom mycket

jamn.

Allt detta gor bussningen lamplig for &ven mycket svarspru-
tade och friktionskénsliga material.

Bussningen [amnar en intagsrest pa mellan 4-6mm. Skall
en speciell profil bearbetas i framéndan véljer man buss-
ningen med extra langd +20mm. Kan anvandas i saval
enfacks- som flerfacksverktyg.

more )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor sﬁ check availability, stock is gradually decreased.
Spareﬁ ﬁavailable until at least end of 2007 (apart form NPT1 bodies)

@50f8

@48

6
—

+0

28-0,05

@24

6
1000 O

+20

1+ 1 Taperof

'
E I :thegate

A\ -- r-f- 3 degrees “inc.”
o

@27
-——

©10,4
R04 max @50
—

Iy |

20

+0,01
200 |

4\

+0,01

Total volume

mL» Part No. of feed
mm channel in
Single-cav. | Multi-cav.* mm?3
26 ESB2026101 ESB2026102 1378
26+20 ESB2026201 ESB2026202 2006
46 ESB2046101 ESB2046102 1943
46+20 ESB2046201 ESB2046202 2572
66 ESB2066101 ESB2066102 2508
66+20 ESB2066201 ESB2066202 3137
86 ESB2086101 ESB2086102 3074
86+20 ESB2086201 ESB2086202 3702
106 ESB2106201 ESB2106102 3639
106+20 ESB2106201 ESB2106202 4267
136 ESB2136101 ESB2136102 4487
136+20 ESB2136201 ESB2136202 5115

* with O-ring 608

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 4009
Med.-viscosity plastic (ABS,SAN, PA,POM) 300g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 1509

Gate diameter is @2 mm on delivery, can be reamed up to @5 mm if needed.
Please, look at page 9 regarding gate diameter.

Length expansion at: *C="L"+X,xx

°C 26 46 66 86 106 | 136
200 0,06 0,11 0,15 0,20 0,24 0,31
250 0,07 0,13 0,19 0,25 0,30 0,40
300 0,09 0,16 0,23 0,30 0,37 0,47
350 0,10 0,19 0,27 0,35 0,43 0,55

To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get

the hole depth ("L"+X,xx) to be drilled in the cavity plate.

Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
uppvarmt tillstand.

P\
e [ o]
i !
— I ‘\'m . -
9y -
—— oy
INRw bl \7
[} v Ny
\ ]
R=1
oD
—
OD(D+4)

Gate on runner or on surface not
perpendicular to bushing.

Increased temperature in the
front end of the bush due to
reduced heat loss.

N max1.5

s

A
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies) ESBZ

B048020180

oOB+8
B

@47

Part No. Watt Polarity
B048020180 180 no t/c
B047015315 315 black (red) +

When temperatures of 250-260°C and above are needed it may be advantegous
to install a band heater at the back end. This is also the case when shear sensitive
materials are to be molded.

Anvands nar en jamn temperatur l1dngs hela bussningen efterstravas.

13

c2 Part No. R A B1 B2 | C1 Cc2
Bush 28 20 - - - -
Slot for cable
Utgang for kabel B047015315 36 22 15 22 45 45
RS / § B048020180 36 22 36 22 70 40
// =
Ky = v Cavity instructions for bushes with or without bandheater B047015315/B048020180.
5 —
R5 : m
R Haltagning for bussning med eller utan bandelement B047015315/B048020180.
C1
Part No. Polarity
32 TC00240000 Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures
up to +400°C. The blade is made of copper and can be contoured to various shapes.

Termogivare for anvandning mellan bandelement och bussning. Méater temperaturer
upp till +400°C. Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com

Date: 030928, © LKM Heatlock Co Ltd
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ESB2

Spare

This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring Reflector Lock ring Coil heater Flange Thermocouple Screw  Metal seal
k 1 | - =] H
1 II
. Coil Thermo- Metal Ceramic Screw Lock
ESB2 Pipe Reflector Flange . -
heater couple Seal ring 3 pcs. ring
ESB2026101 | ESBP202611 | C120360200 | TC00140195 | ESBP202605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2026102 | ESBP202612 | C120360200 | TC00140195 | ESBP202605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2026201 | ESBP202621 | C120360200 | TC00140195 | ESBP202605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2026202 | ESBP202622 | C120360200 | TC00140195 | ESBP202605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046101 | ESBP204611 | C120560315 | TC00140200 | ESBP204605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046102 | ESBP204612 | C120560315 | TC00140200 | ESBP204605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046201 | ESBP204621 | C120560315 | TC00140200 | ESBP204605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2046202 | ESBP204622 | C120560315 | TC00140200 | ESBP204605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066101 | ESBP206611 | C120760400 | TC00140200 | ESBP206605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066102 | ESBP206612 | C120760400 | TC00140200 | ESBP206605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066201 | ESBP206621 | C120760400 | TC00140200 | ESBP206605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2066202 | ESBP206622 | C120760400 | TC00140200 | ESBP206605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086101 | ESBP208611 | C120960400 | TC00140210 | ESBP208605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086102 | ESBP208612 | C120960400 | TC00140210 | ESBP208605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086201 | ESBP208621 | C120960400 | TC00140210 | ESBP208605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2086202 | ESBP208622 | C120960400 | TC00140210 | ESBP208605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106101 | ESBP210611 | C121160500 | TC00140210 | ESBP210605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106102 | ESBP210612 | C121160500 | TC00140210 | ESBP210605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106201 | ESBP210621 | C121160500 | TC00140210 | ESBP210605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2106202 | ESBP210622 | C121160500 | TC00140210 | ESBP210605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136101 | ESBP213611 | C121460500 | TC00140220 | ESBP213605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136102 | ESBP213612 | C121460500 | TC00140220 | ESBP213605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136201 | ESBP213621 | C121460500 | TC00140220 | ESBP213605 | — ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
ESB2136202 | ESBP213622 | C121460500 | TC00140220 | ESBP213605 | ORING00608 | ESBP298210 KE05002708 | MC6S04X012 | SGA1200000
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock PPB3, Pin Point Bushing

Features

+ Competitive price.

* Rugged and simple design for reliable
production.

* No restriction of flow channel

* Low power consumption.

Egenskaper

+ Konkurrenskraftigt pris.

+ Robust och enkel konstruktion som ger hig
driftsékerhet.

+ Direktintag utan nagon restriktion av flytkanalen.

+ Léag energiforbrukning

28 L=46-176

56

Shot weights <1000 g

PPB3

has been developed from our well proven heated sprue

bush. The pin point bushing has therefore exactly the same

installation dimensions as ESB3.

The ceramic ring conducts heat only 7 % as well as steel.

It's compression strength is

2100 N/mm? approx, and it is capable of withstanding tem-

peratures of about 1400° C.

As the ceramic ring forms a heat barrier at the back of the
bushing, heat loss to the mold is substantially reduced. This
together with the special design of the coil heater, makes the

temperature along the bushing extremely uniform.

The bushing leaves a gate mark 0,5 to 1,5 mm long, depen-

ding on the plastic used.

Can be used together with all kinds of temperature control-

lers designed for hot runner systems 220/240V.
Can be used in a single-cavity or multi-cavity version,

together with our fully insulated Heatlock standard manifolds
or a custom made conventional manifold that is ceramically

insulated.

PPB3

ar en vidareutveckling av var val beprévade ingdtsbussning.
Vi har genom att lata flytkanalen ga anda fram till 0,6 mm
fran bussningens frontyta, fatt en bussning som ger en liten
intagsrest utan att ha nagon restriktion i flytkanalen eller
intaget.

Innerroret ar gjort i ett enda stycke av ett varmarbetsstal
som hardats for att halla utan att ge upphov till lackage.

Det robusta och héllbara spiralelementet &r olikformigt lindat
éver bussningens langd fér att ge sa jamn varmeférdelning
som majligt.

Termoelementet som ar separat méater temperaturen pa
rrets mitt, dar det ar som varmast. Du vet alltid vad den
hdgsta temperaturen ar som du utsatter massan for. Gar
nagot av elementen sénder behdver du bara byta det som
ar trasigt, nagot som du spar pengar pa.

Bussningen &r helt isolerad fran formen med vart speciella
keramiska material som endast har 7% av stélets varmeled-
ningsférmaga och har en tryckhallfasthet pa 2100 N/mm2.
Hérigenom minskas varmeférlusterna ut till verktyget betyd-
ligt. Temperaturen i bussningen blir darigenom mycket jamn.
Bussningen lamnar en intagsrest pa 0,5—1,5 mm. Lamplig
att spruta amorfa material med.

Kan anvandas i saval enfacks- som flerfacksverktyg, ihop
med vart helt isolerade Heatlock fordelarsystem eller med
en konventionell varmkanalbalk.

PPB3

more )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor i
SpareWﬂ

check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

056f8

@55

0.5

@25

29

-

28

10.5| 9.5

@32

@19h6,

30

Part No Total volume
202 . of feed
mm channel in
Single-cav. | Multi-cav.* mm?3
46 PPB3046101 PPB3046102 4554
66 PPB3066101 PPB3066102 5826
86 PPB3086101 PPB3086102 7098
16 PPB3116101 PPB3116102 9005
146 PPB3146101 PPB3146102 10913
176 PPB3176101 PPB3176102 12820

* with O-ring 630

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 1000g
Med.-viscosity plastic (ABS,SAN, PA,POM) 400g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 200g

Gate diameter is 2 mm on delivery, can be reamed up to 3-3.5 mm if needed.

Length expansion at: *C="L"+X,xx

°C 46 66 86 116 146 176
200 0,11 0,15 0,20 0,27 0,34 0,40
250 0,13 0,19 0,25 0,33 0,42 0,51
300 0,16 0,23 0,30 0,40 0,50 0,61
350 0,19 0,27 0,35 0,47 0,59 0,71
- To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get
9 RO4 max go the hole depth ("L"+X,xx) to be drilled in the cavity plate.
& - o
@56H7 o Fore inbyggnad, mat upp bussningens nominella "L"-matt, 1agg darefter till
o @/ langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
\/ . uppvarmt tillstand.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

PPB3

oB+8
2B

ao;

C=5

WLLU__U_I

Part No.

Watt

Polarity

B055020180

180

no t/c

When temperatures of 250-260°C and above are needed it may be advan-
tegous to install a band heater at the back end together with thermocouple
(TC00240000). This is also the case when shear sensitive materials are to be

molded.

Anvands nar en jamn temperatur langs hela bussningen efterstravas. Da tillsam-

mans med ett termoelement (TC00240000).

Slot for cable
Utgang for kabel
/1

B1

Part No. R A B1 B2 C1 c2
Bush 28 22 - - - -
B055020180 40 22 42 22 85 45

Haltagning for bussning med eller utan bandelement B055020180.

Cavity instructions for bushes with or without bandheater B055020180.

32

13

Part No.

Polarity

TC00240000

Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures up to +400°C. The
blade is made of copper and can be contoured to various shapes.

Termogivare for anvandning mellan bandelement och bussning. Mater temperaturer upp till +400°C.
Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com
STEA )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor iga check availability, stock is gradually decreased.
Spare B available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring Coil heater Flange Front NPT3 Thermocouple Pipe Screw | Metal seal
YYD /
,__ c—)
o
. Coil Thermo- Front Metal Ceramic Srew 4 Lock
PPB3 Pipe Flange - .
heater couple ESB3 seal ring pcs- ring
PPB3046101 | SBBP304630 | C190550335 | TC00140200 | PPBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3046102 | SBBP304630 | C190550335 | TC00140200 | PPBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3066101 | SBBP306630 | C190750335 | TC00140210 | PPBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3066102 | SBBP306630 | C190750335 | TC00140210 | PPBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3086101 | SBBP308630 | C190950560 | TC00140210 | PPBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3086102 | SBBP308630 | C190950560 | TC00140210 | PPBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3116101 | SBBP311630 | C191250560 | TC00140220 | PPBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3116102 | SBBP311630 | C191250560 | TC00140220 | PPBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3146101 | SBBP314630 | C191550835 | TC00140230 | PPBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3146102 | SBBP314630 | C191550835 | TC00140230 | PPBF30010 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3176101 | SBBP317630 | C191850835 | TC00140250 | PPBF30010 - ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000
PPB3176102 | SBBP317630 | C191850835 | TC00140250 | PPBF30010 | ORINGO00630 | ESBP398210 | KEM05604408 | MC6S04X012 | SGA1900000

2.07.4

SEATLOCK

Date: 030930, © LKM Heatlock Co Ltd




This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

NPT1

Heatlock NPT1...,Needle Point Topless Mini

Features

+ Ceramic insulation between bushing and mould.

+ Easy to start, even with materials that are hard to
inject.

+ Ceramic insulation between bushing and mould.

+ Compact.

Egenskaper

+ Keramiskt isolerad fran formen.

+ Lattstartad dven med svarsprutade material.

+ Minimal intagsrest som enda méarke pa detaljen.

+ Non-stressful treatment of the material, suitable also
for materials sensitive to friction.

28,5 L=26-106

@30

Shot weights <150 g

NPT1

Bushing for direct gating with only the gate residue as
witness mark on the part. An uninterrupted flow channel
together with a maximum heat transfer down to the gate
area are two of the main features which guarantees minimal
stress to the melt coming through the bush.

The tube of the bushing is manufactured in a single piece
from robust material to stand up to long and arduous service
with high reliability. The material has a very high heat con-
ductivity which ensures the heat supply down to the gate.
This makes it possible to keep the gate easily open and use
a small gate diameter with minimal vestige on the part as a
result.

As with all our other bushes it is fully insulated from the
mould with our special ceramic material, which has only 7%
of the heat-conducting capacity of steel.

The rugged longlife heater coil is asymmetrically wound

to distribute the heat as uniformly as possible along the
bushing. The thermocouple is separate and measures the
temperature in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject. Tested
with materials such as PA 66 where it proved to be easy to
start.

Can be used in a single-cavity or multi-cavity version, to-

NPT1

Bussningen fér direktintag dar endast den minimala intags-
resten blir synlig pa detaljen. Konstruktionen av buss-
ningens spets och utformningen av flytkanalens profil har
utformats sa att man astadkommer en maximal tempera-
turoverforing ned till intaget samtidigt som materialet utsatts
for sa lite paverkan som mojligt.

Bussningens ror ar tillverkat av ett enda stycke, i ett ma-
terial som har hdg hallfasthet for att tala en lang och hard
anvandning med hdg tillférlitlighet. Materialet som har en
mycket hog varmeledningsférmaga gor att temperaturen vid
intagspunkten halls pa en hég niva sa att intaget latt kan
hallas 6ppet. Intagsresten blir darigenom mycket minimal
da mycket sma intagsdiametrar kan anvéandas.

Den ar liksom alla vara andra bussningar helt isolerad fran
formen med vart speciella keramiska material som endast
har 7 % av stalets varmeledningférméga.

Det robusta spiralelementet som har Iang livslangd, ar
olikformigt lindat fr att ge en sa jamn varmefordelning som
majligt [&ngs bussningen.

Avkannaren &r separat och méater temperaturen mitt pa
roret.

Allt detta g6r bussningen tillforlitlig, lamplig ven for friktions-
kénsliga och svarsprutade material. Provad i bland annat
material som PA 6-6 dér det visat sig varalattstartat.

gether with Heatlock standard manifolds or a custom made Kan anvandas i enfacksutforande eller i flerfacksutforande. ~ more p
conventional manifold that is ceramically insulated. Tillsammans med en keramiskt isolerad varmkanalbalk.
H .\ )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

S NPTH

check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

@30 f8

@29

@22
04

+0.01
0

23

15,5

Part No. Total volume
L L of feed
mm channel in
Single-cav. | Multi-cav.* mm?3

26 NPT1026411 NPT1026412 558

36 NPT1036411 NPT1036412 683

46 NPT1046411 NPT1046412 809

86 - NPT1086412 1311

106 - NPT1106412 1563

* with O-ring 608

+0.03
-0

L

15
A=

(@]

X0

Q

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 1509
Med.-viscosity plastic (ABS,SAN, PA,POM) 80g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 20g

Max gate @2.5 mm.

Length expansion at: *C="L"+X,xx

°C 26 36 46 86 106
200 0,03 0,04 0,05 0,10 0,12
250 0,04 0,05 0,06 0,12 0,15
300 0,04 0,06 0,08 0,14 0,18
350 0,05 0,07 0,09 0,17 0,21

To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get
the hole depth ("L"+X,xx) to be drilled in the cavity plate.

Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
uppvarmt tillstand.

15.5

R0.4 max @6

30H7

¥

QZ%H7
S}%‘—)ﬁé

30.09

0.2

60.0°

2\ | 7

max @2.5

max 1.5

3

O
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STEATLOCK

Date: 031002, © LKM Heatlock Co Ltd




This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies) NPT 1

Prior to any assembly refer to our latest
assembly instruction, always available on our more )
web site www.heatlock.com

®
TEA
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
check availability, stock is gradually decreased.

Befor

S NPT

available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring
Ceramic ring Cap Lock ring t/c Spring clip  Coil heater ~ Thermocouple, Pipe, minitol Screw  Metal seal
| w{/
al
)
. Coil Thermo- Metal Ceramic | Ceramic Sprin _
NPT1 Pipe* Cap* - e . Screw p_ 9 |Lock ring
heater | couple seal ring (mini) ring clip
NPT1026411 | NPT102641 | C080330125 | TC00140195 | NPT102641 - KE02201603 |KEM03002308 - ESBP198493 | SGA0800000
NPT1026412 | NPT102641 | C080330125 | TC00140195 | NPT102641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1036411 | NPT103641 | C080430125 | TC00140195 | NPT103641 - KE02201603 |KEM03002308 - ESBP198493 | SGA0800000
NPT1036412 | NPT103641 | C080430125 | TC00140195 | NPT103641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1046411 | NPT104641 | C080530180 | TC00140195 | NPT104641 - KE02201603 |KEM03002308 - ESBP198493 | SGA0800000
NPT1046412 | NPT104641 | C080530180 | TC00140195 | NPT104641 | ORING00608 - KEM03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1086412 | NPT108641 | C080930240 | TC00140210 | NPT108641 | ORING00608 - KEM03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1106412 | NPT110641 | C081130280 | TC00140210 | NPT110641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
*One unit.
STEA )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

NPT1-Xtnd

Heatlock NPT1-Xtnd

Features

+ Withstand higher injection pressures.
+ For use in very profiled surfaces.

+ Easier to cool.

+ Easy installation.

+ Easytouse

Egenskaper

+ Klarar hégre spruttryck.

+ For anvéndning vid mera komplexa formgeometrier.
+ Enkel att kyla.

+ Enkel att installera.

+ Enkel att anvanda.

28,5 L=26-106(+4)

@30

Shot weights <150 g

NPT1-Xtnd

Bushing for direct gating with only the gate residue as
witness mark on the part. An uninterrupted flow channel
together with a maximum heat transfer down to the gate
area are two of the main features which guarantees minimal
stress to the melt coming through the bush.

The tube of the bushing is manufactured in a single piece
from robust material to stand up to long and arduous service
with high reliability. The material has a very high heat con-
ductivity which ensures the heat supply down to the gate.
This makes it possible to keep the gate easily open and use
a small gate diameter with minimal vestige on the part as a
result.

As with all our other bushes it is fully insulated from the
mould with our special ceramic material, which has only 7%
of the heat conducting capacity of steel.

The rugged longlife heater coil is asymmetrically wound

to distribute the heat as uniformly as possible along the
bushing. The thermocouple is separate and measures the
temperature in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject. Tested
with materials such as PA 66 where it proved to be easy to
start.

Can be used in a single cavity or multi-cavity version, to-

NPT1-Xtnd

bussningen for direktintag dér endast den minimala intags-
resten blir synlig pa detaljen. Konstruktionen av buss-
ningens spets och utformningen av flytkanalens profil har
utformats sa att man astadkommer en maximal tempera-
turoverforing ned till intaget samtidigt som materialet utsatts
for sa lite paverkan som mojligt.

Bussningens ror ar tillverkat av ett enda stycke, i ett ma-
terial som har hdg hallfasthet for att tala en lang och hard
anvandning med hdg tillférlitlighet. Materialet som har en
mycket hog varmeledningsférmaga gor att temperaturen vid
intagspunkten halls pa en hég niva sa att intaget latt kan
hallas 6ppet. Intagsresten blir darigenom mycket minimal
da mycket sma intagsdiametrar kan anvéandas.

Den ar liksom alla vara andra bussningar helt isolerad fran
formen med vart speciella keramiska material som endast
har 7 % av stalets varmeledningférméga.

Det robusta spiralelementet som har Iang livslangd, ar
olikformigt lindat fr att ge en sa jamn varmefordelning som
majligt [&ngs bussningen.

Avkannaren &r separat och méater temperaturen mitt pa
roret.

Allt detta g6r bussningen tillforlitlig, lamplig ven for friktions-
kénsliga och svarsprutade material. Provad i bland annat
material som PA 6-6 dér det visat sig vara lattstartat.

gether with Heatlock standard manifolds or a custom made Kan anvandas i enfacksutforande eller i flerfacksutforande. ~ more p
conventional manifold that is ceramically insulated. Tillsammans med en keramiskt isolerad varmkanalbalk.
H .\ )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

S NPTH-Xtn:

ility, stock is gradually decreased.
| at least end of 2007 (apart form NPT1 bodies)

@30 f8
@29

04

+0.01
0

23

15,5
]
4

13,5

mm channel in
Single-cav. | Multi-cav.* mm?3

26+4 NPT1026511 NPT1026512 558

36+4 NPT1036511 NPT1036512 683

46+4 NPT1046511 NPT1046512 809

86+4 - NPT1086512 1311

106+4 - NPT1106512 1563

* with O-ring 608. 86 and 106 lenghts will be delivered within 6 weeks

22h6

L

15.5

R0.4 max a6

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 1509
Med.-viscosity plastic (ABS,SAN, PA,POM) 80g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 20g

Max gate @2.5 mm.

Length expansion at: *C="L"+X,xx

°C 26 36 46 86 106
200 0,03 0,04 0,05 0,10 0,12
250 0,04 0,05 0,06 0,12 0,15
300 0,04 0,06 0,08 0,14 0,18
350 0,05 0,07 0,09 0,17 0,21

To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get
the hole depth ("L"+X,xx) to be drilled in the cavity plate.

Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
uppvarmt tillstand.

@22H7

35°

? ‘ max 32,5

L-9

max 1.5
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies) NPT 1 -xtnd

Prior to any assembly refer to our latest
assembly instruction, always available on our more )
web site www.heatlock.com

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
ility, stock is gradually decreased.
|.at least end of 2007 (apart form NPT1 bodies)

Befor

NPTH-Xtn

Spare

Ceramic ring
Ceramic ring Cap Lock ring t/c Spring clip Coil heater Thermocouple Pipe minitop Screw  Metal seal
/ |
- 4 - AN -
NJ
- LM I_ _ B
L <
- Coil Thermo- Metal Ceramic | Ceramic Sprin -
NPT1 Pipe* Cap* . . . Screw P - 9 Lock ring
heater | couple seal ring (mini) ring clip
NPT1026511 | NPT102651 | C080330125 | TC00140195 | NPT102641 - KE02201603 |KEM03002308 - ESBP198493 | SGA0800000
NPT1026512 | NPT102651 | C080330125 | TC00140195 | NPT102641 | ORING00608 - KEMO03002308 | MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1036511 | NPT103651 | C080430125 | TC00140195 | NPT103641 - KE02201603 [KEM03002308 - ESBP198493 | SGA0800000
NPT1036512 | NPT103651 | C080430125 | TC00140195 | NPT103641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1046511 | NPT104651 | C080530180 | TC00140195 | NPT104641 - KE02201603 |[KEM03002308 - ESBP198493 | SGA0800000
NPT1046512 | NPT104651 | C080530180 | TC00140195 | NPT104641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1086512 | NPT108651 | C080930240 | TC00140210 | NPT108641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
NPT1106512 | NPT110651 | C081130280 | TC00140210 | NPT110641 | ORING00608 - KEMO03002308| MC6SM2,5x4 | ESBP198493 | SGA0800000
*One unit.

H 7. '
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

NPT2

Heatlock NPT2, Needle Point Topless

Features

+ Minimum gate residue as only witness mark on
the part.

+ Easy to start, even with materials that are hard to
inject.

+ Ceramic insulation between bushing and mould.

+ Non-stressful treatment of the material, suitable
also for materials sensitive to friction.

Egenskaper

+ Keramiskt isolerad fran formen.

+ Lattstartad dven med svarsprutade material.

+ Minimal intagsrest som enda mérke pa detaljen.

+ Skonsam behandling av materialet, l&mplig &ven
for friktionskansliga material.

40 L=22-66

@50

Shot weights <350 g

NPT2

Bushing for direct gating with only the gate residue as
witness mark on the part. An uninterrupted flow channel
together with a maximum heat transfer down to the gate
area, are two of the main features which guarantee minimal
stress to the melt coming through the bush.

The tube of the bushing is manufactured in a single piece
from robust material to stand up to long and arduous service
with high reliability. The material has a very high heat con-
ductivity which ensures the heat supply down to the gate.
This makes it possible to keep the gate easily open and use
a small gate diameter with minimal vestige on the part as a
result.

As with all our other bushes it is fully insulated from the
mould with our special ceramic material, which has only 7%
of the heat-conducting capacity of steel.

The rugged longlife heater coil is asymmetrically wound

to distribute the heat as uniformly as possible along the
bushing. The thermocouple is separate and measures the
temperature in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and difficult to inject. Tested with
materials such as PA 66 where it proved to be easy to start.
Can be used in a single-cavity or multi-cavity version,
together with our fully insulated Heatlock distribution system

NPT2

Bussningen for direktintag dar endast den minimala intags-
resten blir synlig pa detaljen. Konstruktionen av buss-
ningens spets och utformningen av flytkanalens profil har
utformats sa att man astadkommer en maximal tempera-
turoverforing ned till intaget samtidigt som materialet utsatts
for sa lite paverkan som mgjligt.

Bussningens ror ar tillverkat av et enda stycke, i ett ma-
terial som har hdg hallfasthet for att tala en lang och hard
anvandning med hdg tillférlitlighet. Materialet som har en
mycket hog varmeledningsformaga gor att temperaturen vid
intagspunkten halls p& en hdg niva sa att intaget latt kan
hallas dppet. Intagsresten blir darigenom mycket minimal
da mycket sma intagsdiametrar kan anvandas.

Den é&r liksom alla vara andra bussningar helt isolerad fran
formen med vart speciella keramiska material som endast
har 7 % av stalets varmeledningformaga. Det robusta
spiralelementet som har lang livslangd, ar olikformigt lindat
for att ge en sa jamn varmefordelning som mojligt langs
bussningen. Avk@nnaren ar separat och mater temperaturen
mitt pa roret.

Allt detta gor bussningen tillférlitlig, 1amplig aven for friktions-
kénsliga och svarsprutade material. Provad i bland annat
material som PA 66 déar det visat sig vara lattstartat.

Kan anvéndas i enfacksutforande eller i flerfacksutforande.

or with a conventional manifold ceramically insulated. lhop med vart helt isolerade Heatlock fordelarsystem eller  more p
med en konventionell varmkanalbalk ocksa denna keramiskt
isolerad.
TEA ’
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor m check availability, stock is gradually decreased.
Spareﬁ Iﬁavailable until at least end of 2007 (apart form NPT1 bodies)

©50f8

248

@35
@23

06

40

Part No. Total volume
»L» of feed
mm channel in
Single-cav. | Multi-cav.* mm?3
26 NPT2026411 NPT2026412 1374
46 NPT2046411 NPT2046412 1940
66 NPT2066411 NPT2066412 2505
* with O-ring 500

@27h6

14.7

X0 0O O
T LYY

0.5

Can be controlled with various types of temperature controllers intended for
hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.

Recommended for the following maximum shot weights:

Low-viscosity plastic (PS,PE,PP) 3509
Med.-viscosity plastic (ABS,SAN, PA,POM) 1509
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 30g

+0,01

20-0

Gate diameter can be reamed up to approx. 3.0 mm, if needed.

Length expansion at: *C="L"+X,xx

°C 26 46 66 - - -
200 0,10 0,17 0,23 - - .
250 0,13 0,21 0,30 - - -
300 0,16 0,26 0,36 - - .
350 0,19 0,30 0,42 - - -

To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get
the hole depth ("L"+X,xx) to be drilled in the cavity plate.

uppvarmt tillstand.

Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies) NPT2

B048020180

2B+8
B

@47

Part No. Watt Polarity
B048020180 180 no tic
B047015315 315 black (red) +

When temperatures of 250-260°C and above are needed it may be advantegous
to install a band heater at the back end. This is also the case when shear sensitive
materials are to be molded.

Anvands nér en jamn temperatur l1angs hela bussningen efterstravas.

13

57 19
85
c2 Part No. R A B1 B2 | C1 Cc2
Bush 28 20 - - - -
Slot for cable
Utgang for kabel B047015315 36 22 15 22 45 45
RS // o B048020180 36 22 36 22 70 40
Ky / - v Cavity instructions for bushes with or without bandheater B047015315/B048020180.
R5 —': o
R Haltagning for bussning med eller utan bandelement B047015315/B048020180.
C1
Part No. Polarity
32 TC00240000 Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures
up to +400°C. The blade is made of copper and can be contoured to various shapes.

Termogivare for anvandning mellan bandelement och bussning. Méater temperaturer
upp till +400°C. Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor m check availability, stock is gradually decreased.
Spareﬁ Iﬁavailable until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring
Ceramic ring Cap Coil heater Thermocouple Pipe Back cover, (minitop) Screw Metal seal
\ \
1 - \© Il - )
. Coil Thermo- Metal Ceramic | coramic | Screw Back
PPB2 Pipe heat 1 Cap Seal ring .
eater couple ea (minitop) ring cover
NPT2026411 NPTP202612 | C120360200 TC00140195 NPTP202605 ORING00500 | KE03502304 KE05002708 | MC6S04X022(3) | NPBP293710
NPT2026412 NPTP202612 | C120360200 TC00140195 NPTP202605 ORING00500 | KE03502304 KE05002708 | MC6S04X012(1) -
NPT2046411 NPTP204612 | C120560315 TC00140200 NPTP202605 ORING00500 | KE03502304 KE05002708 | MC6S04X022(3) | NPBP293710
NPT2046412 NPTP204612 | C120560315 TC00140200 NPTP202605 ORINGO00500 | KE03502304 KE05002708 | MC6S04X012(1) -
NPT2066411 NPTP206612 | C120760400 TC00140200 NPTP202605 ORING00500 | KE03502304 KE05002708 | MC6S04X022(3) | NPBP293710
NPT2066412 NPTP206612 | C120760400 TC00140200 NPTP202605 ORING00500 | KE03502304 KE05002708 | MC6S04X012(1) -
H 7. '
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

NPT3

Heatlock NPT3...Needle Point Topless.

Features

+ Withstand higher injection pressures.
+ For use in very profiled surfaces.

+ Easier to cool.

+ Easy installation.

+ Easy to use.

Egenskaper

+ Klarar hogre spruttryck.

+ For anvéndning vid mera komplexa formgeometrier.
* Enkel att kyla.

* Enkel att hantera.

+ Enkel att anvéanda.

28 L=46-176

56

Shot weights <1000 g

NPT3

Bushing for direct gating with only the gate residue as
witness mark on the part. An uninterrupted flow channel
together with a maximum heat transfer down to the gate
area are two of the main features which guarantees minimal
stress to the melt coming through the bush.

The tip of the nozzle is manufactured from robust material
to stand up to long and arduous service with high reliability.
The material has a very high heat conductivity which ensu-
res the heat supply down to the gate. This makes it possible
to keep the gate easily open and use a small gate diameter
with minimal vestige on the part as a result.

As with all our other bushes it is fully insulated from the
mould with our special ceramic material, which has only 7%
of the heat conducting capacity of steel.

The rugged longlife heater coil is asymmetrically wound

to distribute the heat as uniformly as possible along the
bushing. The thermocouple is separate and measures the
temperature in the middle of the tube.

All this makes the bushing reliable and suitable for materials
that are sensitive to friction and are difficult to inject.

Can be used in a single-cavity or multi cavity version, to-
gether with Heatlock standard manifolds or a custom made
conventional manifold that is ceramically insulated.

NPT3
Bussningen for direktintag dar endast den minimala intags-
resten blir synlig pa detaljen. Konstruktionen av buss-
ningens spets och utformningen av flytkanalens profil har
utformats sa att man astadkommer en maximal tempera-
turgverforing ned till intaget samtidigt som materialet utsatts
for s lite paverkan som mgjligt.
Bussningens spets ér tillverkad i ett material som har hog
hallfasthet for att tala en lang och hard anvandning med hog
tillforlitlighet. Materialet som har en mycket hdg varme-
ledningsférmaga gér att temperaturen vid intagspunkten
halls pa en hdg niva sa att intaget Iatt kan hallas dppet.
Intagsresten blir darigenom mycket minimal da mycket sma
intagsdiametrar kan anvéandas.
Den éar liksom alla vara andra bussningar helt isolerad fran
formen med vart speciella keramiska material som endast
har 7 % av stalets varmeledningférmaga. Det robusta
spiralelementet som har lang livslangd, ar olikformigt lindat
for att ge en sa jamn varmefdrdelning som mojligt langs
bussningen. Avkannaren ar separat och mater temperaturen
mitt pa roret.
Allt detta g6r bussningen tillforlitlig, lamplig &ven for friktions-
kénsliga och svarsprutade material.
Kan anvéndas i enfacks- eller i flerfacksutférande tillsam-
mans med en keramiskt isolerad varmkanalbalk.

more )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

S-NPT8

check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

Total volume

Part No.
»L” of feed
mm channel in
@56 8 . . .
Single-cav. | Multi-cav. mm?3
@25
09 46 NPT3046411 NPT3046412 4121
‘ 66 NPT3066411 NPT3066412 5393
‘ \ 86 NPT3086411 NPT3086412 6665
1 116 NPT3116411 NPT3116412 8572
Q]
| % 146 NPT3146411 NPT3146412 10480
J J é/ \ J 176 NPT3176411 NPT3176412 12387
& o ith O-ring 630
* wi -ring
8 ‘ | ‘ 27,4 o
(=} ‘ ‘ <
& ‘ N -
s S o Can be controlled with various types of temperature controllers intended for
9 hot runner systems with 220/240 V using thermocouple of type Fe-CuN:i.
-
O ) . )
Recommended for the following maximum shot weights:
Low-viscosity plastic (PS,PE,PP) 1000g
L Med.-viscosity plastic (ABS,SAN, PA,POM) 5009
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 300g
Length expansion at: *C="L"+X,xx
°C 46 66 86 116 146 176
200 0,11 0,15 0,20 0,27 0,34 0,40
250 0,13 0,19 0,25 0,33 0,42 0,51
300 0,16 0,23 0,30 0,40 0,50 0,61
350 0,19 0,27 0,35 0,47 0,59 0,71
To ensure minimum vestige on the part, measure the actual "L" measure-
ment on each bush, add the length expansion according to the table to get
@27 the hole depth ("L"+X,xx) to be drilled in the cavity plate.
m Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till
langdutvidgningen sa att bussningens spets ligger exakt vid intagspunkten i
uppvarmt tillstand.
I
o | N
|29 -
) =
] i @56 H7 +£
i 0
@30 =N
NN ! 3 ———— —
= X‘\75° R0,4 max g | N
N
N N R2
7/ R1
e19 K7
110°
[\,
AN

01,8-4
——————
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

NPT3

oB+8
2B

WLLU__U_I

ao;

C=5

Part No.

Watt

Polarity

B055020180

180

no t/c

When temperatures of 250-260°C and above are needed it may be advan-
tegous to install a band heater at the back end together with thermocouple
(TC00240000). This is also the case when shear sensitive materials are to be

molded.

Anvands nar en jamn temperatur langs hela bussningen efterstravas. Da tillsam-

mans med ett termoelement (TC00240000).

Slot for cable
Utgang for kabel

s}
o
Q‘
3
-
B1 B

C1

Part No. R A B1 B2 C1 c2
Bush 28 22 - - - -
B055020180 40 22 42 22 85 45

Haltagning for bussning med eller utan bandelement B055020180.

Cavity instructions for bushes with or without bandheater B055020180.

32

13

Part No.

Polarity

TC00240000

Black (red) +

Thermocouple used between bandheaters and sprue bush. Measures temperatures up to +400°C. The
blade is made of copper and can be contoured to various shapes.

Termogivare fér anvandning mellan bandelement och bussning. Méater temperaturer upp till +400°C.
Bladet ar gjort av koppar och kan bearbetas till olika former.

Prior to any assembly refer to our latest

assembly instruction, always available on our more )
web site www.heatlock.com
STEA )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor m check availability, stock is gradually decreased.
Spareﬁ I%available until at least end of 2007 (apart form NPT1 bodies)

Ceramic ring , Seal ring Coil heater Flange Front NPT3  Thermocouple Pipe Metal seal Screw,
/]
. Coil Thermo- _ Metal Ceramic Srew 4 Front
NPT3 Pipe Seal ring Flange -

heater couple seal ring pcs.- NPT3
NPT3046411 | SBBP304630 | C190550335 | TC00140200 | NPTP3SR000 - ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3046412 | SBBP304630 | C190550335 | TC00140200 | NPTP3SR000 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3066411 | SBBP306630 | C190750335 | TC00140210 | NPTP3SR000 - ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3066412 | SBBP306630 | C190750335 | TC00140210 | NPTP3SR000 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3086411 | SBBP308630 | C190950560 | TC00140210 | NPTP3SR000 - ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3086412 | SBBP308630 | C190950560 | TC00140210 | NPTP3SR000 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3116411 | SBBP311630 | C191250560 | TC00140220 | NPTP3SR000 - ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3116412 | SBBP311630 | C191250560 | TC00140220 | NPTP3SR000 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3146411 | SBBP314630 | C191550835 | TC00140230 | NPTP3SR000 - ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3146412 | SBBP314630 | C191550835 | TC00140230 | NPTP3SR000 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3176411 | SBBP317630 | C191850835 | TC00140250 | NPTP3SR000 - ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010
NPT3176412 | SBBP317630 | C191850835 | TC00140250 | NPTP3SR000 | ORING00630 | ESBP398210 | KEM05604408 | MC6S04X012 | NPTF300010

STEA )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock TOP2, Torpedo tip

TOP2

Features

+ Replaceable heater.

+ The torpedo is centered in the mould half. The tip is
always correctly positioned in the gate.

tip and the mould; this minimizes cooling of the tip.

Egenskaper
+ Varmepatronen &r utbytbar.

ger minsta méjliga avkylning av spetsen.

+ Den uppvarmda torpeden ar varmeisolerad fran den
kalla formen.

+ Torpeden &r centrerad i formhalvan. Spetsen far alltid
ratt 1age i forhallande till intaget.

28 L=26-136 +20

@50

Shot weights <80 g

+ The heated torpedo is thermally insulated from the mould.
+ There is no metal-to-metal contact between the torpedo

+ Ingen metallisk kontakt mellan torpedspets och formstal

TOP2

gives you possibilities with simple means build a mould for
direct gating. The gate is made in the cavity plate so it can
be used on surfaces that presented difficulties, ie. sloping
surfaces.

Since the torpedo body is centred in the mould half and
the melt flow is always along the torpedo length the tip will
always be centred in the gate.The internal heater, which

is replaceable, measures the temperature in the tip of the
heater in order to provide good control over the gate area
and give a minimal residue.

The torpedo is available with a special surface, TIN, for
injecting glass filled plastics.

Tested with materials like glass filled PC, Polyurethane and
ABS with flame resistance.

Can be used in single-cavity or multi-cavity applications, to-
gether with Heatlock standard manifolds or a custom made
conventional manifold that is ceramically insulated.

TOP2

ger dig méjlighet att pa ett enkelt sétt bygga ditt verktyg med
direkt intag. Eftersom intaget gors direkt i formplatttan kan
man spruta in pa stallen som normalt sett &r besvérliga att
placera ett intag pa. Intagsresten blir minimal.

Genom att valja en konstruktion dar torpedkroppen cen-
trerats i formplattan och materialflddet flyter Iangs torpe-
dens langdaxel &r Torpedspetsen alltid centrerad i intaget
samtidigt som man undviker fickor dar material blir staende.
Den invandiga varmepatronen som &r utbytbar, har avkan-
naren placerad i spetsen fér att kunna kontrollera intagets
temperatur s noga som mgjligt och darigenom minimera
intagsresten.

Torpeden kan levereras med en speciell ytbehandling, TIN
for t.ex. sprutning av glasfiber-fyllda plaster.

Provad med material som glasklar resp. glasfiberfylld PC,
Polyuretan och ABS med flamskyddsmedel.

Kan anvandas i enfacksmontering saval som flerfacksverk-
tyg, da antingen ihop med vart helt isolerade férdelarsys-
tem eller med en konventionell varmkanalbalk ocksa den
keramiskt isolerad..

Vi erbjuder en svensktillverkad kvalitetsprodukt till ett pris
som vi sékert tror Du skall finna intressant.

more p
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Befor
Spareqﬁ

iga check availability, stock is gradually decreased.
available until at least end of 2007 (apart form NPT1 bodies)

L Part No.
@30 mm
0184 Standard TIN-coated tip
. 1 2 Single cavity including end cap bandheater and ceramic ring
% ";ﬁg?‘g — - 30 TOP2030011 TOP2030031
i
e i 28 2 45 TOP2045011 TOP2045031
1 57 TOP2057011 TOP2057031
! 70 TOP2070011 TOP2070031
. \ @10 83 TOP2083011 TOP2083031
| 0
- Multi-cavity all with O-ring 630
R SP 30 TOP2030012 TOP2030032
45 TOP2045012 TOP2045032
57 TOP2057012 TOP2057032
70 TOP2070012 TOP2070032
83 TOP2083012 TOP2083032
|
‘ Can be controlled with various types of temperature controllers intended for
!a‘ hot runner systems with 220/240 V using thermocouple of type Fe-CuNi.
Recommended for the following maximum shot weights:
Low-viscosity plastic (PS,PE,PP) 80g
Med.-viscosity plastic (ABS,SAN, PA,POM) 40g
High-viscosity plastic (PC,PMMA, Noryl, Filled material) 30g
0125 Can be used with a gate diameter of @0.6-3.0 mm.
075
< @50H8
@28 oxdse ﬂ:v*zv~xv~zrj{~:‘zv%v~;n ‘ ~
| | ‘
© H - g
N A2 i ©
NANN ENANS H ]
Q N 22 yf
L ‘ — _ / v(! % | — 8
25 ;
oo} ' 7\ 7
/ g ! /
T . \ /-
\ 7
single-cavity 3 multi-cavity
0184
|
L 45
% - ~30°
] . _ A
| V 30° / \\ //
RO4 max 230H7 [+ 5 : R2 <\7 e Y Ro 130 /
@ =] \
<0186, % © N\ ! Y \ P
25 S| . 3 / o
K ; / \ / i
! i3 f oD © ?
o5 N @D
. -
&M "L"=30 "L"=45-83 more }
—
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare_parts will be available until at least end of 2007 (apart form NPT1 bodies)

TOP2

material blir harigenom mdjlig.

Insulating sleeve for torpedo

The insulating sleeve insulates the flow channel around the torpedo tip
from the mould plate, so that the flow gap around the torpedo increases.
This makes it possible to inject materials that requires a high mass tem-
perature, as well as filled materials.

The insulating sleeve is supplied as shown in fig. and fits torpedoes with
L=30-70 mm. Work the sleeve as described in the assembly instruction.

Isolerhylsa for Heatlock Torped TOP2
Isolerar flytkanalen runt torpedspetsen fran formplattan. Detta minskar
avkylningen av flytkanalen s att den flytbara spalten runt torpeden okar.
Formsprutning av material som kréver hdg massatemperatur, och fylida

Isolerhylsan levereras enligt fig, och passar till torpeder med
L=30-70mm. Bearbeta hylsan enligt monteringsanvisningen.

Part No.

Description

TOPPHO07230

Insulation sleeve

Prior to any assembly refer to our latest
assembly instruction, always available on our
web site www.heatlock.com

more )
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Befor iga check availability, stock is gradually decreased.
Spareqﬁ available until at least end of 2007 (apart form NPT1 bodies)

Cartridge  Insulation ring  Torpedo End cap
Torpedo tip heater torpedo assembly Metal seal torpedo Ceramic ring

Flexible
conduit

Torpedo (Torpedo assembled includes the 4 comp. below) Heater | Ceramic

TOP2 band -
assem. Cartridge h.| Flex. cond. | Torpedo tip | Assembly an ring

Metal (Insul. ring
seal torpedo

End cap
torpedo

TOP2030011 | TOPP203050 | T060300080 | TOPP060850 | TOPP203040 | TOPP296100 | B048020180 | KE05002708 | ORING00630 | TOPP296150

TOPPBH3048

TOP2030012 | TOPP203050 | T060300080 | TOPP060850 | TOPP203040 | TOPP296100 - - ORING00630 | TOPP296150

TOP2045011 | TOPP204550 | T060380120 | TOPP060850 | TOPP204540 | TOPP296100 | B048020180 | KE05002708 | ORING00630 | TOPP296150

TOPPBH3048

TOP2045012 | TOPP204550 | T060380120 | TOPP060850 | TOPP204540 | TOPP296100 - - ORING00630 | TOPP296150

TOP2057011 | TOPP205750 | T060500160 | TOPP060850 | TOPP205740 | TOPP296100 | B048020180 | KE05002708 | ORING00630 | TOPP296150

TOPPBH3048

TOP2057012 | TOPP205750 | T060500160 | TOPP060850 | TOPP205740 | TOPP296100 - - ORING00630 | TOPP296150

TOP2070011 | TOPP207050 | T060650200 | TOPP060850 | TOPP207040 | TOPP296100 | B048020180 | KE05002708 | ORING00630 | TOPP296150

TOPPBH3048

TOP2070012 | TOPP207050 | T060650200 | TOPP060850 | TOPP207040 | TOPP296100 = - ORING00630 | TOPP296150

TOP2083011 | TOPP208350 | T060750250 | TOPP060850 | TOPP208340 | TOPP296100 | B048020180 | KE05002708 | ORING00630 | TOPP296150

TOPPBH3048

TOP2083012 | TOPP208350 | T060750250 | TOPP060850 | TOPP208340 | TOPP296100 - - ORING00630 | TOPP296150

2.12.4 ‘Q\&.EA'I'I.OCK(@

Date: 031002, © LKM Heatlock Co Ltd




This Heat
Before yo
Spare pa

tly being replaced by the A1-series of nozzles.
%T&E‘Lﬁly decreased.

Cartridge’

Seatiock’

Working temperature max. 300°C.

Uriir at icast ©Iu Ul 2UUT (apdalt TUTTITINTT T T DUUITS )

High Efficiency Cartridge
Heaters.

Completely flexible cables. Cable length
305-1000 mm. Casing of stainless steel. For
temperatures up to 760 °C. Calibrated outer
casing for maximal heat transfer. Voltage,
unless otherwise stated : 240V. Tolerance on
diameter -0,03, -0,13.
Dimensions in stock. Other sizes and effi-
ciencies can be supplied to order.

High efficiency heating
cartridges with differen-
tial winding of the resis-
tance wire.

Completely flexible cables, cable length 610
mm. Differential winding of resistance wire
on cartridges over 3" gives most even tem-
perature along its length. Calibrated outer
casing for maximal heat transfer.

Voltage unless otherwise specified: 240V
Tolerances on diameter: -0,025, -0,127. Spe-
cially for hot runner plates.

Dimensions in stock. Other sizes and effi-
ciencies can be supplied to order.

Working temperature max. 300°C.

Art. nr. Dimension Watt
HOB60500175 1/4x50mm 175W
HO060750200 1/4x75mm 200w
HO61000300 1/4x100mm 300W
H061250305 1/4x125mm 305W
HO90380150 3/8x38mm 150W
HO90500150 3/8x50mm 150W
H090500250 3/8x50mm 250W
HO90750260 3/8x75mm 260W
HO90750400 3/8X75mm 400W
H091000350 3/8x100mm 350W
H091000500 3/8x100mm 500W
H091250500 3/8x125mm 500W
H091500600 3/8x150mm 600W
H091750600 3/8x175mm 600W
H120500400 1/2X50mm 400W
H120650500 1/2x65mm 500W
H120750535 1/2x75mm 535W
H121500735 1/2x150mm 735W
H121751000 1/2x175mm 1000W
H122001000 1/2x200mm 1000W
H150500250 5/8x50mm 250W
H150750600 5/8Xx75mm 600W
H151000600 5/8x100mm 600W
H151250620 5/8x125mm 620W

Art. nr. Dimension Watt
S060380175 1/4x38 175w
S090850315 3/8X85 MM 315 W
S090950350 3/8X95 MM 350 W
S091150420 3/8x115mm 420W
S091400525 3/8x140mm 525W
S091500575 3/8x150mm 575W
S091650625 3/8x165mm 625W
S092000775 3/8x200mm 775W
S092500990 3/8x250mm 990W
S121000490 1/2x100mm 490W
S121150550 12.7x115mm  550W
S121250625 1/2x125mm 625W
S121400700 1/2x140mm 700W
S121500775 1/2x150mm 775W
S121650850 1/2x165mm 850W
S121750900 1/2x175mm 900w
S121900975 1/2x190mm 975W
S122151100 1/2x215mm 1100W
S122301175 1/2x230mm 1175W
S122401250 1/2x240mm 1250W
S122501325 1/2x250mm 1325W
S122651400 1/2x265mm 1400W
S122901525 1/2x290mm 1525W
S124302200 1/2x430mm 2200W
S163052000 5/8x305mms  2000W

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before ou design, check avallablllty stock is gradually decreased.

SpareYs

LOCK ———
—

2.50.2
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Cartridge Heaters

Heatin
Completely

a

eIt ere

OO L TOTTT

cartnd es with thermocouple

xible cables, cable length 915 mm. Differential winding of resistance wire on cartridges

over 3" gives most even temperature along its length. Calibrated outer casing for maximal heat transfer.

Voltage unless otherwise specified: 240V. Dimensions in inches.

Tolerances on diameter: -0,025, -0,127.
Working temperature max. 300°C.

Stocked dimensions. Other dimensions can be ordered.

Art. nr. Type Dimension Watt
T060280150 TJ14011 1/4x11/8 150W
T0B0300080 TJ14012 1/4x30mm 80W
T0B60380120 TJ14015 1/4x1 1/2 120W
TOB0380175 TJ14015 1/4x1 1/2 175W
T0B0500160 TJ14020 1/4x2 160W
T0B60500200 TJ14020 1/4x2 200W
T060650200 TJ14025 1/4x2 1/2 200W
T060750250 TJ14030 1/4x3 250W
T060750300 TJ14030 1/4x3 300W
T061000400 TJ14040 1/4x4 400W
T0O90300175 TJ38012 3/8x1 1/4 175W
T090380150 TJ38015 3/8x1 1/2 150W
T090380200 TJ38015 3/8x1 1/2 200W
T090450200 TJ38017 3/8x1 3/4 200W
T090500150 TJ38020 3/8x50mm 150W
T090500250 TJ38020 3/8x2 250W
T090650250 TJ38025 3/8x2 1/2 250W
T090750260 TJ38030 3/8x3 260W
T090900320 TJ38035 3/8x3 1/2 320W
T091000370 TJ38040 3/8x4 370W
T091150420 TJ38045 3/8x4 1/2 420W
T091250470 TJ38050 3/8x5 470W
T091400525 TJ38055 3/8x5 1/2 525W
T091500575 TJ38060 3/8x6 575W
T091800675 TJ38070 3/8x7 675W
T092500990 TJ38100 3/8x10 990W
T120500250 TJ12020 1/2x2 250W
T120650280 TJ12025 1/2x2 1/2 280W
T120750600 TJ12030 1/2x3 600W
T120900420 TJ12035 1/2x31/2 420W
T121150550 TJ12045 1/2x4 1/2 550W
T121250625 TJ12050 1/2x5 625W
T121400700 TJ12055 1/2x5 1/2 700W
T121500675 TJ12060 1/2x6 675W
T121800900 TJ12070 1/2x7 900w
T121900975 TJ12075 1/2x7 1/2 975W
T122501325 TJ12100 1/2x250mm 1325W
T124202200 TJ12165 1/2x16 1/2 2200W
T124952875 TJ12195 1/2x191/2 2875W

Glass fibre hose, tape
(FOR PROTECTION OF ELECTRIC CABLES)

Art. nr. Dimension

GLAS924400 @ 4x0.8 mm Hose
GLAS924410 @ 5X0.38 mm Hose
GLAS927999 1/2"x20m Tape

Date: 031002, © LKM Heatlock Co Ltd



This Heatl saiigs. below,ds currently being replaced by the A1-series of nozzles.
Before yo imatelmy stock is gradually decreased.

Spare PAITS™WIT DT avanapic Oritl at ledot g U5 Z00 T (apait o e T ooares)

Seatiock’

Coilheater / Spiralelement

Coilheater

Unevenly wound to give a more even heat supply
along the bushings length. Without built-in thermo-
couple. Voltage 240 V. Each heater is separately
tested when produced to ensure high quality. The
dimension of the resitance wire is made so it will
not be damaged even if the heater is used with
maximum power constantly.

The length can be adjusted if needed by pulling
the heater.

Spiralelement

Utformad med olikformig lindning for jamnare
varmefordelning.

Utan inbyggd avkannare, 240 V. Langden kan
dras ut vid behov.

Part No. .9 Length wattage | To Bush L=
C080330125 8.5 33 125 26(+10)-S1
C080430125 8.5 43 125 36(+10)-S1
C080530180 8.5 53 180 46(+10)-S1
C080930240 8.5 93 240 86(+10)-S1
C081130280 8.5 113 280 116(+10)-S1
C120360200 12.7 36 200 26(+20)-S2
C120560315 12.7 56 315 46(+20)-S2
C120760400 12.7 76 400 66(+20)-S2
C120960400 12.7 96 400 86(+20)-S2
C121160500 12.7 116 500 106(+20)-S2
C121460500 12.7 146 500 136(+20)-S2
C190550335 19.4 55 335 46(+20)-S3
C190750335 19.4 75 335 66(+20)-S3
C190950560 19.4 95 560 86(+20)-S3
C191250560 19.4 125 560 116(+20)-S3
C191550835 19.4 155 835 146(+20)-S3
C191850835 19.4 185 630 176(+20)-S3
C250800630 25.4 80 630 75(+20)-S4
C251050630 25.4 105 630 100(+20)-S4
C251300790 25.4 130 790 125(+20)-S4
C251550790 25.4 155 790 150(+20)-S4
C251800950 25.4 180 950 175(+20)-S4
C252050950 25.4 205 950 200(+20)-S4
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before ou design, check availability, stock is gradually decreased. Band heaters

H L] J.I l.l L 2l £ YaVatwd L L RII-\TA L H
Spare N EATLOCKo-avarest emtirattensi-ond-oiRo0T-(apariomm-T-sodies)

Bandheaters: Length of wires 950 mm. Voltage 230 V.

B048020180 - B055020180 - B060020180 B028013180 - B047015315 - B0O60015315
© // \3
AN S
c S 8
145
< | C__ ==
Part No. Dimension  Wattage A B C Part No. Dimension = Wattage A B C
B048020180 48x18 mm  180W 18 48 43 B028013180 28x13mm  180W 13 28 -
B055020180 55x18 mm  180W 18 55 55 B047015315 47x15mm  315W 15 47 -
B060020180 60x18 mm  180W 18 60 55 B060015315 60x15mm  315W 15 60 -
10, 80 B048020180
J/ 5xR10
N 10 Jﬁ’% B028013180
K R32.5 mri f
Utgang for kabel K rozs
%0 Slot for cable \ 2 -
Q — . Utgang for kabel
@ Al @ 50 <4xmo Slot for cable
2 20 30 2 Kabelnut
© " ©
g B055020180 g
N 10, 30 B
= - = 047015315
C c ~
g < e g
5 - 5 <
(o)) K o of 1
C c 3
= = R32.5 t
m m
90
<20 30 B060020180 30 B060015315
5xR10 | 5XH1O
\\ R38.5 l k R38.5
90

B030018100 with thermocouple, Black + (Red)

Utgang for kabel

&a 30 Slot for cable
Qo Kabelnut
©
0]
<
= A
c K P
3 . 5
— ‘ R22,5
@) _ k - ol 1
e ()
(@] I
£ '
S
AL @
- - 50 4xR10
Part No. Dimension = Wattage A B C

B030018100 30x17 mm  100W 17 30 25
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Themocouples for accurate measuring of temperature in moulds for injection moulding. All thermocouples
are of J-Type and have grounded junctions.
Lead wires are protected by a rugged stainless steel braided cover. Length of cables 900 mm.

Connect:

—Black (Red) to the positive pole (+)

—White (Black)to the negative pole )

Used between bandheaters and sprue bush or in Used to measure temperatures on i.e. manifolds.

applications where space will not permit any round  Measures the temperature in the tip of the tube.
type of thermocouple. Measures temperatures up (400°C)

to 400°C. The blade is made of copper and can be  Dirill the hole for the thermocouple 1 mm shorter
contoured to various shapes.

13

than the L-measurment to insure good contact at
the measuring point.

32 Sy 4
) A
m
I
Q4 |
8 8
<
cot }
Part No. L
Part No. TC00240000 TC00040180 12

TC00040185 20

Thin thermocouple used to measure the temperature on our Heatlock bushes. The thermocouple is
protected by a capton tube. It measures in the tip of the tube. The tube can be bent with an radius of min.
3mm. Measures temperatures up to 800°C. The 4 mm @-base can withstand temperatures up to max.

260°C.
L Part No.
45 TC00140195
55 TC00140200
75 TC00140210
100 TC00140220
110 TC00140230
160 TC00140250
210 TC00140270
260 TC00140290

o4

1
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforeyyou design, check availability, stock is gradually decreased.
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O-rings of stainless steel

To seal the joints of hot runner systems. The O-ring is made of a stainless steel pipe and gives when

built in according to the instructions a seal proof joint. A hole on the inside diameter of the tubular ring
increases the internal pressure of the O-ring, when the plastic flow channel is filled with melted plastic
material. This helps to increase the O-rings sealing capacity.

Part No. 1. mm 0.9 mm
ORING00500 9,56 12,70
ORING00608 11,10 14,27
ORING00610 14,27 17,45
ORING00615 15,90 19,05
ORING00620 17.45 20,65
ORING00630 19,05 22,23
ORING00640 23,80 26,97
ORING00645 25,43 28,58
ORING00650 26,97 30,18

Boring instructions for O-rings.

0,8 ~
30° N
",
1 ‘7 b -
E:j 0,38 R max
c
A
Part No. A el C
ORING00500 12,83 8,89
ORING00608 14,40 10,46
ORING00610 17,59 13,65
ORING00615 19,18 15,24
ORING00620 20,76 16,83
ORING00630 22,35 18,42
ORING00640 27,15 23,16
ORING00645 28,70 24,76
ORING00650 30,29 26,35

Date: 031002, © LKM Heatlock Co Ltd



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Ceramic

SeEaTLOCK

Save Money
-Ceramics

The diagram shows the different heat losses
of the manifold to the mould of in one case
supported by 4 iron spacers and in the other
with 4 ceramic spacers of same dimensions .
In our case the contact surface of the spa-
cers was 450 mm?2,

The result shows a difference of 0,33Wh/
mm? between steel and ceramics. Ceramics
save 0,33Wh for every mm? of contact sur-
face as respects to steel each working hour.

Example:

our ceramic spacers KE0200305 (sur-
face=490 mm?) save approx. 160 Wh when
compared with steel.

Summerising:

¢ remarkable energy saving.

less heat loss in mould means less work
for your chiller.

Spara pengar med
keramik

Diagrammet visar skillnader i varmefdrlust
fran varmkanalbalk till fastplatta. Jamférelsen
bygger p4, i ena fallet 4 stodkutsar i stal och
i andra fallet 4 stédkutsar i keramik i samma
dimensioner.

Kontaktytan var 450 mm?2.

Resultatet visar en skillnad av 0,33 Wh/mm?
mellan stal och keramik, dar keramiken alltsa
sparar 0,33 Wh for varje mm? av kontaktytan
jamfort med stal.

Ett exempel:
Var KE0200305 (kontaktyta=490 mm?) sparar
ungeféar 160 Wh jamfort med stal.

Summering:

e Pataglig energibesparing

Mindre varmeforlust till verktyget kraver
mindre kylning.

170

BETWEEN IRON - CERAMICS

160
150
140
130

Steel

120
110
100
90
80
70
60
50
40
30

|
|
|
|
|
|
|
|
|
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15 30 45 60 75 90 105 120
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before ou design, check availability, stock is gradually decreased.
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Micro Ceramic with to-
lerances within
+=2,5 pm

The new “Micro” series are all supplied
with a build up tolerance within +2,5 ym.
This makes them suitable for the high
cavitation market where tight tolerances
are needed in order to make the hot run-
ner systems leak free. This new series
also makes the ceramic insulator ex-
changeable in multi cavity moulds.

Heat transfer capacity is around 2-3 of a
certain value where titanium is 14-15 and
stainless steel is 22-24.

Since temperature is kept within the heat-
ed parts, the energy-losses from hot-run-
ner to the mould are reduced. Tests done
comparing the energy losses between
steel spacers and ceramic spacers show
an energy saving of 0,33 Wh/sgmm con-
tact surface.

3.1.2
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Micro Keramik med
tolerans av =2,5 ym

Var nya serie "Micro" keramik dar inbygg-
nadshojden pa samtliga artiklar ligger en
tolerans av +/- 2,5 (my)m

Detta gér dom speciellt anvéndbara till
varmkanalverktyg med manga buss-
ningar, dar kraven pa inbyggnaden for att
verktyget skall vara l&ckage fritt &r mycket
hoéga. Den snava toleranser gér ocksa att
keramiken &r utbytbar i flerfack-verktyg.

Kvalitén ar val beprévad, den har en
tryckhallfasthet pa 2100 N7sgmm och
tal temperaturer pa upp till 1400 gr C.
Varmeledningsférmagan ar omkring
2-3 av ett speciellt varde. Jamférande
siffror for rostfritt material ligger pa
22-23 och for titan 14-15. Dessa 6ver-
lagsna isolations egenskaper gér dem
mycket anvandbara for just att isolera
varmkanalsystem.

Date: 031002, © LKM Heatlock Co Ltd



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.
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Art Nr: KEM03001017 Art Nr: DSP0353010
Centre location spacer
@30 g6
@10,5 +0.3 08506
g
Q LN o8l @
o ) 2
b= Y EATLOC E_v> ~ ]
E KEM03001017
06,5
Art Nr: KEM03002308
g 230 18
S @23 H8
% . C This Micro Ceramic ring fits:
STeanock’
KEM03002308 ESB1, PPB1, NPT1 Bushings
Denna Micro keramik ring passar:
Art Nr: KEM030023081 ESB1, PPB1, NPT1 Bussningar
C
Te]
g
S @30 8
hi) 023 H8
w 1
KEMO(;*OOS:OM
Art Nr: KEM05002708 This Micro Ceramic ring fits:
0 @50 f8 ESB2, PPB2, NPT2 Bushings
§ @27 H8 LN
=] C > Denna Micro keramik ring passar:
& , I
Searjock’ ESB2, PPB2, NPT2 Bussningar
KEM05002708
Art Nr: KEM05604408 This Micro Ceramic ring fits:
o 056 18 ESB3, PPB3, NPT3 Bushings
) Q44 Hs
8 E_h> Denna Micro keramik ring passar:
5 —
.,u " ESB3, PPB3, NPT3 Bussningar
Ké;\/IOS 04408
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforeyou design check availability, stock is gradually decreased.
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Ceramic insulation
parts

Ceramic parts specially designed for the
plastic industry. Forms a barrier between
the hot and cold parts resulting in reduc-
tion in heat losses. The main benefit from
this is that it will be easier to control and
to get even heat on the heated parts. They
are produced of an material which has
only 7% of the heat conducting capacity
of steel.

The ceramic compression strength is 2100
N/mm?2, and it is capable of withstanding
temperatures of about 1400°C. Special
design made upon request.

L~a~a- ) v

Detaljer av keramik

Materialet har endast c:a 7% av stélets var-
meledningsférmaga varfor det med fordel
kan anvandas for att isolera kalla och varma
detaljer fran varandra. Varmeforlusterna
minskar harigenom betydligt och det blir
lattare att styra vdrmen i den uppvédrmda
detaljen.

Materialet har en tryckhallfasthet pa 2100N/
mm? och en temperaturbestandighet pa
1400 °C.

Detaljer med egna matt levereras mot for-
fragan.

283
° 6
Ceramic back support
oAT KE02500305
@ DH7 8
7 9
! w
g
25 — S
w | i e
0,5x45°(2X) ©
‘ 0.5x45°(2X)
0.5x45°(2X)
788
Back spacer
DSP0300306 /
11-14 GAS 15 DSP0300312
g DH8
@30
1 |
A 8 i g I J ‘
;\;\ o 7 [{e] 1
+ A i
e L i og o3
i i Q3 —
0.3x45°(2X) O A-0,5 ©
~
N
No Part No. Description OA oD E
2 | KE02001015 Bottom spacer 20 10,5| 15
3 | KE02001020 Bottom spacer 20 10,5| 20
6 | KE02500305 Back support 25 3,2 5
7 |DSP0300306 Back spacer 30 3 6
8 |DSP0300312 Back spacer 30 3 12
9 |KE03502304 | Insulation ring rear Topless 35 23 4
11 | KEO4002708 [nsulation ring 40 27 8
14 | KEO6003908 Insulation ring ESB4 62 39 8
15 |KE02201603 | Insul. ring rear Mini Topless 22 16 3

3.1.4
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)
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Heatlock - Setting manifold
standards, for manifold
design and & application

Standard Manifolds IXEIXO

Heatlock - En ny standard
for varmkanalbalkar ocksa
nar det galler konstruktion

och inbyggnad

We where the first to introduce ceramic insulation as a stan-
dard on hot-runner systems at K83, now do we introduce
a new range of manifolds where you are able to choose
from up to 300 different manifold executions. All finished
to you’re requirements making your needs our “STANDARD”.
Making manifold design not more difficult than designing
the pillars and bushes into a mould.

The range compromises I-, H-, X- & X-X-con-
figurations. You can choose between

6 different flow channels, 6-16mm.
Heights of the manifolds are 36,

46 & 56mm. All defined with an
individual item number, shown in

our catalogue, 2D/3D CAD-library

and pricelist. Once you determi-

ned which item to use, do you

only have to specify the spacing
between the drops and place the
order. All are “custom made” from
standard designs and delivered to

you within 3 weeks. Faster LE-ti-

mes, a “MANIFOLD-EXPRESS” service

is also available.

All manifolds are produced in a

P20 type of steel according to
Heatlock’s “Q&F” concept; —quality
and fast. A concept, which defines all
details from order through production until the
manifold, is delivered, ensuring quality.

With the manifold system, when delivered, follows a project
book, which describes the systeminfull. Itincludes drawings
of the actual system, wiring instructions, spare parts list for
the complete system including the nozzles and assembly
instructions in printing or in digital format. Each system
is also given an individual project number, this number is
of course on the cover of the book and also engraved on
the manifold so it can easily be traced if any details at later
stage is required.

Parts used forthis manifold systemis standard parts available
from stock, ensuring spare part supply if ever needed.

Vi var dom férsta som introducerade keramisk isolation for
varmkanalsystem i varlden, 1982. Nu introducerar vi ett helt
nytt satt att tdnka nar det galler balkar. | vart standardbalk
sortiment har Du upp till 300 olika varianter att valja pa! Alla
blir dom tillverkade efter Dina 6nskemal nér det galler matt,
vilket gor att Ditt 6nskemal blir var standard. Det ar inte
svarare att rita in ett varmkanalsystem fran Heatlock an dom
pelare och bussningar Du bestammer Dig for.

Sortimentet omfattar, I-, H-, X & X-X balkar. Du kan vélja
flytkanal fran 6mm up till 16mm. Hojden pa balken ar
36, 46 eller 56mm beroende pa vilken flytkanal
Du behéver. Alla utférande har ett eget arti-
kelnummer, som Du hittar i var katalog,
2D- eller 3D-bibliotek eller prislistor.
Allt detta utan att Du behover fraga
oss om nagot - Din konstruktion gar
snabbare. Nar Du faststallt vilken
balk Du behéver specificerar Du det
centrum avstand Du behéver mellan
bussningarna. Vitillverkar dabalken
utifran vart moduluppbyggda stan-
dard sortiment for att passa exakt
till Dina matt i verktyget. Leveran-
sen sker blixtsnabbt, pa 3 veckor,
till pris av en standard balk! En
snabbare "MANIFOLD-EXPRESS”
service finns ocksa om det skall ga
undan vérre.

Med leveransen av systemetfarduen

bok som innehéller fullstandig specifika-

tion, for installation och framtida sparbarhet.

Hela systemet finns beskrivet, ritning med detalj-

lista, generell installationsritning med inkopplingsschema,

reservdelslista for systemet ocksa fér dom bussningar som

systemet innehdller. Pa papper och i digitalt format. Varje

balk har sitt projekt nummer ingraverat pa balkens ovan-

sida, sa fort Du lyft bort fastplattan kan Du hitta ratt vilket

projekt det ar. Har inte Du tililgang till historiken har vi det
at Dig i minst fem ar.

Samtligaingadende delar ar standard komponenter fér snabb

leverans fran lager, om det mot férmodan skulle behévas.

41.2
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Heatlock - QaF-standard, every detail
counted for!

Heatlock’s “QaF” concept; —quality and fast. A concept
that defines all details from order through production until
the manifold is in your hands.

We have simply paid attention to details, a simple rule for
success in business. We have looked through every detail
from the stage where we get the inquiry from you, quote
is made, order is received, order is confirmed, manifold
is produced, manifold is delivered all the way for several
years of use. No chain is weaker than it’s weakest part. We
created the chain on paper, wrote manuals for everything
step ensuring everyone in the chain act quickly and cor-
rect without loosing the Q-touch. Result is we delivered
a complete custom built manifold within 3 weeks from our
Heatlock manifold “standard”.

Heatlock - QaF-standard, dar alla
detaljer har betydelse!

HEATLOCK QaF-standard; kvalité och snabbhet. Ett koncept
viutvecklat sominnefattar allt fran att Du placerar Din bestall-
ning hos oss tills Du har leveransen hos Dig och lite till!

Vi har helt enkelt forsokt tanka pa allt, fran smatt till stort.
Verkligen pa allt som kan handa, aven pa det inte far hdnda
och pasadantsomskallhdndaoch dafort. Varjetimme rédknas
for att fa fram leveransen snabbt med dom héga kvalitets
krav vi staller pa vara produkter. Alla detaljer fran offert,
order, orderbekraftelse, ritningsunderlag och godkannande,
produktion av balken, kvalitetskontroll och leverans till Dig
har vi haft under lupp ett antal ar. Inge lank ar starkare an
sin svagaste sa allt som vi under aren funnit vara viktigt att
tanka pafinns nedtecknatien ”QaF” manual. Vikan padetta
sétt vara snabba utan att férlora var ”QaF”- kvalitetskansla.
Resultatet ar att Du far en balk tillverkad efter Dina 6nskemal
med var "standard” pa 3 veckor efter order.

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
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Heatlock Toolkit HXI{}K \/_

e Design a hot-runner system in a flash

e Easy navigation system

e Available in all common file formats

e Catalogue in PDF format having bookmarks

Heatlock CAD Library

Our CAD Library is available both on CD-Rom and on Internet. We have made a menu
system that makes it very easy to get the drawing You need.

If You work from our CD-Rom, just insert the CD in your computer and You will be gui-
ded through the steps to get the drawing You prefer. Our Internet solution is exactly the
same, for Your convenience.

Vart CAD Library finns tillgangligt bade pa CD-Rom och pa Internet. Vi har utvecklat ett
enkelt menysystem som gér det mycket enkelt att finna ritningen Du behéver.

Om du jobbar fran CD:n, stoppa helt enkelt in den i datorn och du vagleds genom alla
steg. Pa Internet kommer Du att kdnna igen menysytemet fran CD:n, det ar precis lika-
dant.

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock Toolkit IXHXz

Heatlock Toolkit

IXHX]I

2

Heatlock 2D CADLibrary

Above is an example of how the drawing of a manifold will
be presented when you run your CAD application. All dra-
wings in .dwg format. All drawings in the CADkit are
in 1st angle projection.

Ovan ses ett exempel pa hur vara ritningar visas nar du
kor ditt CAD program. Alla ritningar ar i .dwg format. Alla
vara ritningar aterges i ”1st angle projection”.

TearLock

L)

Includes:
72D & 3D-CATIA

0 2D & 3D-1GES

1 2D & 3D-IDEAS

7 2D & 3D-PARA SOLIDS
a A

TOOLXIT

Heatlock 3D CADLibrary

Our 3D CAD Library is delivered in three different versions,
depending on Your choise of file format. Available in
IGES, STEP and PARASOLIDS.

Vart 3D CAD Library levereras i tre olika versioner, bero-
ende av vilket filformat Du féredrar. Finns tillgdngligt i
IGES, STEP och PARASOLIDS.

Part No. Description Content
HEATLOCK-IGS 2D-DWG / 3D-IGES On CD-ROM
HEATLOCK-STP 2D-DWG / 3D-STEP On CD-ROM
HEATLOCK-XMT 2D-DWG / 3D-PARASOLIDS On CD-ROM

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
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HEATMANDOC - the full
documentation of your system.

With the manifold system, when delivered, follows a project
book, which describes the systemin full. Itincludes drawings
of the actual system, wiring instructions, spare parts list for
the complete system including the nozzles and assembly
instructions in printing or in digital format.

Each system is also given an individual project number, this
number is of course on the cover of the project book and
also engraved on the manifold so it can easily be traced if
any details at later stage is required. If you can’t track it,
do we, at least keep track of it for five years. Just contact
us with the number engraved on the manifold.

HEATMANDOC - fullstandig
dokumentation av Ditt system

Med leveransen av systemet far du en bok som innehaller
fullstéandig specifikation, for installation och framtida spar-
barhet. Hela systemet finns beskrivet, ritning med detalj-
lista, generell installationsritning med inkopplings-schema,
reservdelslista for systemet ocksa fér dom bussningar som
systemet innehdller. Monteringsanvisning allt pa papper
och i digitalt format.

Varje balk har sitt projekt nummer ingraverat pa balkens
ovansida, sa fort Du lyft bort fastplattan kan Du hitta ratt
vilket projekt det ar. Har inte Du tiligang till historiken har
vi det at Dig, i minst fem ar.

41.6
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatman Doc HXHXZ

Heatman Doc Overview / Oversikt Heatman Doc

IXHX]]

List of Heatman Doc

The documentation comprises:

-Part list

-Part drawing

-Project drawing

-Information regarding Bushing (3 pages)
-Spare patrt list of bushing

-Assembly instruction (2 pages)

-Digital information; drawings in .dwg

-Heatlock catalogue in PDF

Heatman Doc
Dokumentationen omfattar:
-Stycklista

-Styckritning
-Projektritning

-Information om ingadende bussning (3
sid.)

-Reservdelslista fér bussning
-Monteringsanvisning (2 sidor)

-Digital information; ritningar i .dwg for-
mat

-Heatlock katalogen i PDF format

N
S
MANIFOLD SYSTEM

© Heatlock AB

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before : i availability, stock is gradually decreased. _
Spare p\%s e Manifold Tnserts and'Plugs and seals

2,

Plugs or inserts-Your choise!

The modular manifold insert enables the manifold design
to be more complex compared with conventional plugs
and seals. It also ensures flow channels that are smooth-
ly shaped where the flow path changes, and eliminates
sharp corners and hang-ups. The inserts are also desig-
ned to suit the higher demand on manifold systems for
high-pressure moulding, using pressures up to and above
2000 bar.

The manifold inserts are an option on all of Heatlock’s
standard range, which consists of up to 300 standard
designs.

Delivery time for manifolds is 3-4 weeks using this new
insert. For conventional plugs the lead time is slightly
shorter.

Pluggar eller Inserts-Ditt val!

Den modulerbara insatsen tillater en mera komplex
konstruktion av balken jamfért med konventionell
pluggning och tatning. Insatsen sakerstéller ocksa att
flytkanalen 16per jamt vid 6vergangarna. Insatsen ar
konstruerad att klara formsprutning med héga tryck (2000
bar).

Insatsen finns som tillval for alla Heatlock standardbalkar,
vilka omfattar upp till 300 utféranden.

Leveranstiden fér balkar med insatser ar 3-4 veckor
medan de konventionella balkarna med pluggar och
tatningar levereras nagot snabbare.

4.1.8 ‘@EATI.OCK(@
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before i availability, stock is gradually decreased.
Spare PG P - ‘Heatlock Manifold Design’

Heatlock Manifold design / Heatlock dversikt balk HXH{}K:

Feedbush
DSP4503008

\ Ceramic back support
KE02500305

Back spacer

DSP0300306

Purge guard

Thermocouples
TC00040180 / TC00040185

Manifold

Tubular heater

\ Bush

Ceramic centre spacer
KEMO03001017

I Centre location spacer
DSP0353010

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before i availability, stock is gradually decreased.
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Assembly Overview / Monteringsoversikt IX%IX 2_
E 232
K \
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E 27, .
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15 min free space all around
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies) Manifold assembly I E:H
£

Assembly Instruction / Monteringsanvisning HXI{}K\
Check the following before the manifold is finally assembled (see Kontrollera féljande innan varmkanalsbalken monteras slutgiltigt (se
overview on the left side): oversikten pa vanster sida):

1. Adjust all the ceramics, insulation for each bushing so that they 1. Justera in all keramik , isolering fér varje bussning s att samtliga
are all at the same level as Plan "B”. ligger p& samma niva som Plan ”B”.

2. Put in the bushings and check that the bushings / torpedoes rear 2. Satt dit bussningarna och kontrollera att bussningarna / torpeder-
plane is at the same height, 0,01 mm, according to the measure- nas bakre plan ligger inom samma hdjd, 0,01 mm, enligt matvar-
ment level “C”. Use three measuring points in each bushing. desnivé “C”. Anvand tre métpukter pa respektive bussning.

3. Assemble the ceramic KEM03001017 with the support 3. Satt ihop keramiken KEM03001017 med stédet DSP0353010, méat
DSP0353010, measure the total height (approx.24mm). Measure upp totalhéjden, (ca.24mm). M&t upp och minska denna héjd med
and reduce this height by the pre-bored depth of the ceramic in det férborrade djupet fér keramiken i varmkanalbalken, ( ca. 2
the manifold, (approx. 2 mm) and the measured distance between mm) samt det uppmétta méttet mellan plan “C” och plan “B” (ca.
plane “C” and plane “B” (approx. 23 or 28 mm depending on 23 eller 28 mm beroende pa bussning), aterstaende ca 7 eller 2
the bushing), the remaining 7 or 2 mm is countersunk in the form mm férsénkes i formplattan. Viktigt ar att varmkanalbalken ligger i
plate. It is important that the manifold is at the same level as the samma niv& som bussningarna och inte glappar eller “rullar” un-
bushings and don’t have too much play or “roll” under the central der centrumstédet.
support. 4. Om varmkanalbalken skall bultas fast kontrollera da att halbilden i

4. If the manifold is to be bolted check that the shape of the hole in balken éverenstammer med héalbilden i formplattan.
the manifold matches the hole shape in the cavity plate. 5. Satt ihop det bakre keramiken KE02500305 med stodet

5. Assemble the back support KE02500305 with the support DSP0300306 / DSP0300312, forsakra Dig om att keramiken bott-
DSP0300306 / DSP0300312, make sure that the ceramic reaches nar i stodet. Mat upp och kontrollera héjden pa samtliga enheter.
the bottom of the support. Measure and check the height of all the Om eventuell avikelse férekommer , slipa in samtliga till samma
units. If there are any discrepancies, adjust all to the same height héjd, inom 0.005mm, slipa pé stédets undersida. Fixera sedan
within 0.005 mm, work with the underside of the support. Fix this denna enhet med stift DW03X12 i de forborrade halen i balken.
with dowel DW03X12 in the pre-bored holes in the manifold. Cor- Korrigera aven har luftspalten som skall rada i kallt tillstand som
rect here for the air gap which there shall be in cold condition to krévs for varmeexpandering i enlighet med tabell 1. Plan “D”.
allow for heat expansion according to table 1. plane “D”. 6. Lagg varmkanalbalken pé ingétsbussningarna, som centreras i

6. Put the manifold on the bushings, which is centred using the ce- centrumstédet KEM03001017. Vridfixeringen gérs med hjalp av en
ramic center support KEM03001017. Torsion fixing is done with Cylindrisk Pinne som placeras i det forfrasta sparet i balken. Detta
the help of dowels which are placed in the pre-milled slot in the gors utan att O-ringarna &r monterade.
manifold. This is done without the O-rings mounted. 7. Skruva fast varmkanalbalken med avsedda skruvar om balken

7. Tighten the manifold with the screws provided if the manifold is to skall bultas fast, kontrollera &ven att samtliga kablar ar fria.
be bolted, check that all the cables are free. 8. Kontrollera har nivan pa de bakre stédens ovansida -plan “D”,

8. Check the level of the upper part of the rear support plane “D”, samtliga skall nu ligga inom 0.005 mm.
they shall all be within 0.005 mm. 9. Ta av balken montera samtliga O-ringar, atermontera och kontrol-

9. Take off the manifold, assemble all the O-rings, re-assemble and lera att det inte finns nagra ledningar i klam eller som ligger an mot
check that there are no trapped cables or cables laying against varmkanalbalken.
the manifold. 10. Kontrollera att varmkanalbalken &r tillbaka till ratt niva / hojd fran

10. Check that the manifold is back at the right level/height from the matvérdesniva “D”. Om varmkanalbalken inte &r fastskruvad mon-
measurement level “D”. If the manifold isn’t fixed the fixing plate teras fastplattan och dras fast s att O-ringarna pressas samman
is mounted and tightened so that the O-rings are pressed together innan denna kontroll genomfors. Varm upp systemet till drifttem-
before the control is carried out. Heat up to running temperature peratur innan féstplattan tas bort fér den sista kontrollen.
before the clamp plate is removed for the final check.

Bankprovet ar viktigt. Det visar om de elektriska komponen-

Bench testing is important. It proves the electrics and wi- terna och ledningsdragningen fungerar. Ju fler delar du vet

ring. The more areas that you know are working 100% the fungerar till 100 %, desto béttre.

better.

Table 1 / tabell 1
31 1 HEATMANPROOF Proof of drawing in order to start
30 1 HEATMANDOC Documentation of the Hot-Runner System Heat expansion
20 2 ESB2046102 Sprue Bush, Series 2, L=46 mm
15 1 DW08X40 Dowell @8x40 °C T=36 T=46 T=56
14 1 TC00040180 Thermocouple, L=12 200 0.08 0.10 0.13
13 14 MF6S08X008 Screw M5x8
12 2 DW03X12 Dowell @3x12 250 0.10 0.13 0.16
1 2 DSP0300306 Back Spacer 300 0.12 0.16 0.20
10 2 KE02500305 Ceramic Back Support 350 0.14 0.18 0.23
9 1 CS06020 Screw M6x20
8 1 DSP0353010 Center Location spacer
7 1 KEM03001017 Ceramic Center Spacer
6 1 DSPP503107 Purge Guard
5 1 DSP4503008 Feedbush
4 4 MHWIRE050 Wire
3 4 MHCONNO001 Ceramic Connector
2 2 MHI02400 Tubular Heater
1 1 MI2400004608 Standard Manifold, CC=240mm, Feed=08 mm
Item Qty Art. Nr. Description

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before
Spare

i availability, stock is gradually decreased.
pﬁrts ill \%
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Check list / Checklista

Check the following before the manifold is finally assembled (see
overview on 4.1.8):

Kontrollera féljande innan varmkanalsbalken monteras slutgiltigt
(se oversikten pa 4.1.8):

IXHX]

|

1. Adjust all the ceramics, insulation for each bushing so that
they are all at the same level as Plan "B”.

1. Justera in all keramik , isolering for varje bussning sa att samt-
liga ligger p4 samma niva som Plan "B”.

[l

2. Put in the bushings and check that the bushings / torpedoes
rear plane is at the same height, 0,01 mm, according to the
measurement level “C”. Use three measuring points in each
bushing.

2. Satt dit bussningarna och kontrollera att bussningarna / tor-
pedernas bakre plan ligger inom samma héjd, 0,01 mm, enligt
matvardesniva “C”. Anvand tre matpukter pa respektive buss-
ning.

3. Assemble the ceramic KEM03001017 with the support
DSP0353010, measure the total height (approx.24mm). Meas-
ure and reduce this height by the pre-bored depth of the
ceramic in the manifold, (approx. 2 mm) and the measured
distance between plane “C” and plane “B” (approx. 23 or 28
mm depending on the bushing), the remaining 7 or 2 mm is
countersunk in the form plate. It is important that the manifold
is at the same level as the bushings and don’t have too much
play or “roll” under the central support.

3. Satt ihop keramiken KEM03001017 med stédet DSP0353010,
mat upp totalhéjden, (ca.24mm). Mét upp och minska denna
héjd med det forborrade djupet fér keramiken i varmkanalbal-
ken, ( ca. 2 mm) samt det uppmatta mattet mellan plan “C”
och plan “B” (ca. 23 eller 28 mm beroende pa bussning), ater-
staende ca 7 eller 2 mm forsankes i formplattan. Viktigt ar att
varmkanalbalken ligger i samma niva som bussningarna och
inte glappar eller “rullar” under centrumstédet.

4. If the manifold is to be bolted check that the shape of the hole
in the manifold matches the hole shape in the cavity plate.

1|0

4. Om varmkanalbalken skall bultas fast kontrollera da att halbil-
den i balken 6verenstammer med halbilden i formplattan.

1|0

5. Assemble the back support KE02500305 with the support
DSP0300306 / DSP0300312, make sure that the ceramic
reaches the bottom of the support. Measure and check the
height of all the units. If there are any discrepancies, adjust all
to the same height within 0.005 mm, work with the underside
of the support. Fix this with dowel DW03X12 in the pre-bored
holes in the manifold. Correct here for the air gap which there
shall be in cold condition to allow for heat expansion accord-
ing to table 1. plane “D”.

5. Satt ihop det bakre keramiken KE02500305 med stodet
DSP0300306 / DSP0300312, forsakra Dig om att keramiken
bottnar i stédet. Mat upp och kontrollera hojden pa samtliga
enheter. Om eventuell avikelse forekommer , slipa in samtliga
till samma hojd, inom 0.005mm, slipa pa stodets undersida.
Fixera sedan denna enhet med stift DW03X12 i de férborrade
halen i balken. Korrigera aven har luftspalten som skall rada i
kallt tillstand som kravs for varmeexpandering i enlighet med
tabell 1. Plan “D”.

6. Put the manifold on the bushings, which is centred using the
ceramic center support KEM03001017. Torsion fixing is done
with the help of dowels which are placed in the pre-milled slot
in the manifold. This is done without the O-rings mounted.

6. Lagg varmkanalbalken pa ingétsbussningarna, som centreras
i centrumstédet KEM03001017. Vridfixeringen gérs med hjalp
av en Cylindrisk Pinne som placeras i det forfrasta sparet i bal-
ken. Detta gors utan att O-ringarna ar monterade.

7. Tighten the manifold with the screws provided if the manifold
is to be bolted, check that all the cables are free.

7. Skruva fast varmkanalbalken med avsedda skruvar om balken
skall bultas fast, kontrollera dven att samtliga kablar ar fria.

8. Check the level of the upper part of the rear support plane “D”,
they shall all be within 0.005 mm.

8. Kontrollera har nivan pa de bakre stédens ovansida -plan “D”,
samtliga skall nu ligga inom 0.005 mm.

9. Take off the manifold, assemble all the O-rings, re-assemble
and check that there are no trapped cables or cables laying
against the manifold.

[ | | |

9. Ta av balken montera samtliga O-ringar, atermontera och kon-
trollera att det inte finns nagra ledningar i klam eller som ligger
an mot varmkanalbalken.

[ | | |

10. Check that the manifold is back at the right level/height from
the measurement level “D”. If the manifold isn’t fixed the fixing

plate is mounted and tightened so that the O-rings are pressed

together before the control is carried out. Heat up to running
temperature before the clamp plate is removed for the final
check.

[

10. Kontrollera att varmkanalbalken &r tillbaka till ratt niva / hojd
fran matvardesniva “D”. Om varmkanalbalken inte ar fast-
skruvad monteras fastplattan och dras fast sa att O-ringarna
pressas samman innan denna kontroll genomférs. Varm upp
systemet till drifttemperatur innan fastplattan tas bort fér den
sista kontrollen.

[

Bench testing is important. It proves the electrics and wiring. The

more areas that you know are working 100% the better.

Bankprovet ar viktigt. Det visar om de elektriska komponenterna
och ledningsdragningen fungerar. Ju fler delar du vet fungerar till
100 %, desto battre.

Controlled by / kontrollerad av:

Company / Féretag:

Name / Namn:

Address / Adress:

Date / Datum:

Project No. / Projektnr.

At eventual complaint, this form shall be filled in
and signed. Attach this form to the complaint.

Vid eventuell reklamation skall denna sida vara
ifylld och signerad samt bifogad till oss.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock Standard Manifold

Before you design check availability, stock is gradually decreased. H

Heatlock Standard Manifold / Heatlock standardbalk

Our range of Standard Manifolds in I-types are very
comprehensive. They are available in a wide range of
lenghts and feed sizes to suite your needs.

Sizes of the cc-dimensions from 80 to 280 mm and feed
diameters of 6, 8, 10, 12, 14 and 16 mm are at your
choise. The height of the manifolds are 36, 46 or 56 mm,
with tolerances within 0,02 mm.

Our manifolds are made of 1.2311/P20/N20, which is
suitable for every common plastic. In regards of further
technical qualities we refer to our QF-quality standard
including our MI_STD.

The manifolds are of type "floated”, centered at the
middle with our yellow ceramic, insulated with back sup-
ports, also made of ceramic, against the clamping plate.
All this is made to keep the heat where it belongs. The
ceramic has only 7% of ther conductivity of steel, suita-
ble to insulate between cold and hot components.

For complete location of the manifold, only one additio-
nal cylindrical pin is required, which minimize the heat
loss. To achieve a even heat within the manifold we use
tubular heaters, one at each side.

All Heatlock Standard Manifolds are delivered to you
within 3 weeks. If you need manifolds not included in our
standard range we have the possibility to make custom
made manifolds, also within 3 weeks.

Var serie standardbalkar i | -utforande ar mycket bred.
De finns i en méangd olika langder och med olika flytka-
nalsstorlekar for att passa Ditt behov.

Storlekarna varierar med ett centrumavstand mellan
bussningarna pa 80 till 280mm,dar Du valjer en flytka-
nalsstorlek som passar, finns i steg om 6, 8, 10, 12, 14
och 16 mm. Hojden pa balkarna for dessa flytkanalsstor-
lekar ligger pa 36, 46 och 56 mm, och haller en tolerans
inom 0,02mm.

Balkarna ar gjorda i material 1.2311/P20/N20 som val
tacker kravet for att passa de flesta plaster, for dvrigt vad
galler den tekniska kvaliten hanvisar vi till vart QF dar
var MI_STD ingar.

Balkarna ar av typen ” flytande ”, centrerade i mitten
med var Gula Keramik, isolerade med Bakre stod mot
fastplattan, aven dessa naturligtvis gjorda utav Keramik
enkom for att behalla varmen dar den hor hemma. Kera-
miken har endast 7 % av stalets varmeledningsformaga
varfor det med fordel anvands for att isolera kalla och
varma detaljer fran varandra.

Balkarna vridfixeras med hjalp utav en cylindrisk pinne,
allt for att minimera varmeoverforing. For att erhalla en
jamn varme odver hela balken anvander vi oss utav runda
ipressade element, ett pa var sida.

Balkarna levereras komplett fardiga inom 3 veckor, och
skulle nagon av dessa balkar inte passa just ditt projekt,
tar vi fram en specialbalk for ditt andamal aven denna
inom 3 veckor.

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.
Before yoEjesign check availability, stock is gradually decreased.

spare paty wil 'Heatiock Standard Manifold! bocs)

Recommendation

To avoid any leakage, we recommend you to increase the
number of bolts, according to the drawing to the left. The
bolts should be placed over the centre of every nozzle.

Rekommendation

For att forhindra eventuella lackage kan man med fordel
placera extra bultar enligt riningen till vanster. Dessa bor pla-
ceras mitt for bussningarnas respektive centrum.

Tightening torque Nm,
distribution of applied
torque + - 5%.
Quality 12.9
Size Torque Nm
M8 40
M10 79
M12 136
M16 333
M20 649
Explanation of measure abbreviations
Abb Explanation
clc X Distance between
drops in x-ledge
clcY Distance between
drops in y-ledge
T Thickness of manifold
Feed Feed channel
L Lenght
\Y Total Volume of feed
channels
w Wattage
CL Centre line
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased. H

Spare parts will be available until at least end of 2007 (apart form NPTF@éd) 6 Heatlock Standard Manifold

L
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6 (Feed)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. cleX | T Feed L V (mm?) Note: cc X and cc Y |§ max. distances betvs{een every
drop. Specify your dim’s and moulded material, below. We

MI00600003606 60 36 6 130 1837 will adjust manifold dim’s accordingly. Default moulding

MI00800003606 80 36 6 150 3250 temp. 200°C if nothing else noted.

MI01000003606 100 36 6 170 2967 .

MI01200003606 120 36 6 190 3533 Obs: cc X och cc Y anger max. avstand mellan varje drop.

MI01400003606 140 36 6 210 2098 Ange onskade matot och materlal som skall sprutas. Vi

MIO 1800003606 160 s 5 230 2603 justerar balkens matt enligt dess temp. Om ingen temp.
anges anvander vi 200°C som standard.

MI02000003606 200 36 6 270 5793

MI02400003606 240 36 6 310 6924

MI02800003606 280 36 6 350 8054

Customer Notes / Noteringar av kund

When ordering, fill in dimensions and fax your local distributor.

Manitold Part No. temp. °C/Mat. Vid bestallning, fyll i matt och faxa in din bestalning till oss.

Inserts

/ [:] Plugs
A-A ¢ Company

% ‘ Name

- NWV‘L l\\\‘& Address
%%¥+ -
N
I:I Phone
d

Fax

E-mail

®
T EA
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Spare pa

Before yoEjesign check availability, stock is gradually decreased.

vil hFeed: 8 Heatlock > Standard Manifold

55

Manufactured only when c/cX >120

L
c/lc X
A x ‘
4.5
- . ) 2
e 1t Vo =
77 2 ot

@8 (Feed)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta dbnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. cleX |T Feed L V (mm?3)
MI00600004608 60 46 8 130 4421
MI00800004608 80 46 8 150 6381
MI01000004608 100 46 8 170 7385
MI01200004608 120 46 8 190 8390
MI01400004608 140 46 8 210 9395
MI01600004608 160 46 8 230 10399
MI02000004608 200 46 8 270 12409
MI02400004608 240 46 8 310 14419
MI02800004608 280 46 8 350 16428

Note: cc X and cc Y is max. distances between every
drop. Specify your dim’s and moulded material, below. We
will adjust manifold dim’s accordingly. Default moulding
temp. 200°C if nothing else noted.

Obs: cc X och cc Y anger max. avstand mellan varje drop.
Ange dnskade matt och material som skall sprutas. Vi
justerar balkens matt enligt dess temp. Om ingen temp.
anges anvander vi 200°C som standard.

Customer Notes / Noteringar av kund

Manifold Part No.

temp. °C / Mat.

/

¢

N

NN
‘%%

N

u '\\i%%

[ ]

d

Inserts

[::] Plugs

When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Company

Name

Address

Phone

Fax

E-mail

424
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased. H

Spare parts will be available until at least end of 2007 (apart form NFeaaded 0 Heatlock Standard Manifold

L
c/c X
A A F =
4.5
Manufactured only when c/cX >120

77 7/
5 L e s

Gt 2 fat

@10 (Feed)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. cleX | T Feed L V (mm?) Note: cc X and cc Y |§ max. distances betvs{een every
drop. Specify your dim’s and moulded material, below. We

MI00600004610 60 46 10 130 8164 will adjust manifold dim’s accordingly. Default moulding

MI00800004610 80 46 10 150 9734 temp. 200°C if nothing else noted.

MI01000004610 100 46 10 170 11304 .

MI01200004610 120 46 10 190 12874 Obs: ce X och cc Y anger max. avstand mellan varje d.rop.

MI01400004610 140 26 10 210 14444 Ange onskade matot och materlal som skall sprutas. Vi

MI01800004610 160 5 0 230 p— justerar balkens matt enligt dess temp. Om ingen temp.
anges anvander vi 200°C som standard.

MI02000004610 200 46 10 270 19154

MI02400004610 240 46 10 310 22294

MI02800004610 280 46 10 350 25434

Customer Notes / Noteringar av kund

When ordering, fill in dimensions and fax your local distributor.

Manitold Part No. temp. °C/Mat. Vid bestallning, fyll i matt och faxa in din bestalining till oss.

Inserts

/ [:] Plugs
A-A ¢ Company

; | Name

- NWV‘L l\\\‘& Address
f%%yé* .
N
I:I Phone
d

Fax

E-mail

®
T EA
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Before yoliifdesign check availability, stock is gradually decreased.
spare paty il LFeed: 12 Heatlock Standard Manifold

@12 (Feed)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta dbnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. ceX | T Feed L V (mm?) Note: cc X and cc Y is max. distances betvs{een every
drop. Specify your dim’s and moulded material, below. We

MI00800005612 80 56 12 170 15373 will adjust manifold dim’s accordingly. Default moulding

MI01000005612 100 56 12 190 17634 temp 200°C if nothing else noted.

MI01200005612 120 56 12 210 19895

MI01400005612 140 56 12 230 22155 Obs: cc X och cc Y anger max. avstand mellan varje drop.

MI01600005612 160 56 12 250 24417 Ange dnskade matt och material som skall sprutas. Vi

MI02000005612 200 56 12 590 28938 justerar balkens m_étt enligt dess temp. Om ingen temp.

MI02400005612 240 56 2 330 33460 anges anvander vi 200°C som standard.

MI02800005612 280 56 12 370 37981

Customer Notes / Noteringar av kund

When ordering, fill in dimensions and fax your local distributor.

Manifold Part No. temp. °C/ Mat. Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Inserts

/ D Plugs
A-A ¢ Company

; | Name

T{% &w i‘él 7 l\\“&é\ Address
I:I Phone

d Fax
L L]

E-mail

®
TEA
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NFeaade14 Heatlock Standard Manifold H

D14 (Feed)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. cleX [T Feed L V (mm?)
MI00800005614 80 56 14 170 20463
MI01000005614 100 56 14 190 23541
MI01200005614 120 56 14 210 26618
MI01400005614 140 56 14 230 29695
MI01600005614 160 56 14 250 32772
MI02000005614 200 56 14 290 38927
MI02400005614 240 56 14 330 45081
MI02800005614 280 56 14 370 51235

Note: cc X and cc Y is max. distances between every
drop. Specify your dim’s and moulded material, below. We
will adjust manifold dim’s accordingly. Default moulding
temp. 200°C if nothing else noted.

Obs: cc X och cc Y anger max. avstand mellan varje drop.
Ange dnskade matt och material som skall sprutas. Vi
justerar balkens matt enligt dess temp. Om ingen temp.
anges anvander vi 200°C som standard.

Customer Notes / Noteringar av kund

Manifold Part No.

temp. °C / Mat.

/

€

SN\

N ap—

NN
A{%%

=N
S

]

-

When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Inserts

[:] Plugs

Company

Name

Address

Phone

Fax

E-mail
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Before yoliifdesign check availability, stock is gradually decreased.
spare paty il LiFeed: 16 Heatlock Standard Manifold

@16 (Feed)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta dbnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. ceX | T Feed L V (mm?) Note: cc X and cc Y is max. distances betvs{een every
drop. Specify your dim’s and moulded material, below. We

MI00800005616 80 56 16 170 [ 26125 will adjust manifold dim’s accordingly. Default moulding

MI01000005616 100 56 16 190 30144 temp 200°C if nothing else noted.

MI01200005616 120 56 16 210 34163

MI01400005616 140 56 16 230 38182 Obs: cc X och cc Y anger max. avstand mellan varje drop.

MI01600005616 160 56 16 250 42201 Ange dnskade matt och material som skall sprutas. Vi

MI02000005616 200 56 16 590 50240 justerar balkens m_étt enligt dess temp. Om ingen temp.

MI02400005616 240 56 P 330 58278 anges anvander vi 200°C som standard.

MI02800005616 280 56 16 370 66317

Customer Notes / Noteringar av kund

When ordering, fill in dimensions and fax your local distributor.

Manifold Part No. temp. °C/ Mat. Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Inserts

/ D Plugs
A-A ¢ Company

; | Name

T{% &w i‘él 7 l\\“&é\ Address
I:I Phone

d Fax
L L]

E-mail

®
TEA
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock Standard Manifold H

Heatlock Standard Manifold / Heatlock standardbalk

Our range of Standard Manifolds in H-types are very
comprehensive. They are available in a wide range of
lenghts and feed sizes to suite your needs.

Sizes of the cc-dimensions from 80 to 280 mm and feed
diameters of 6, 8, 10, 12, 14 and 16 mm are at your
choise. The height of the manifolds are 36, 46 or 56 mm,
with tolerances within 0,02 mm.

Our manifolds are made of 1.2311/P20/N20, which is
suitable for every common plastic. In regards of further
technical qualities we refer to our QF-quality standard
including our MI_STD.

The manifolds are of type "floated”, centered at the
middle with our yellow ceramic, insulated with back sup-
ports, also made of ceramic, against the clamping plate.
All this is made to keep the heat where it belongs. The
ceramic has only 7% of ther conductivity of steel, suita-
ble to insulate between cold and hot components.

For complete location of the manifold, only one additio-
nal cylindrical pin is required, which minimize the heat
loss. To achieve a even heat within the manifold we use
tubular heaters at each side.

All Heatlock Standard Manifolds are delivered to you
within 3 weeks. If you need manifolds not included in our
standard range we have the possibility to make custom
made manifolds, also within 3 weeks.

Var serie standardbalkar i H -utforande ar mycket bred.
De finns i en méangd olika langder och med olika flytka-
nalsstorlekar for att passa Ditt behov.

Storlekarna varierar med ett centrumavstand mellan
bussningarna pa 80 till 280mm,dar Du valjer en flytka-
nalsstorlek som passar, finns i steg om 6, 8, 10, 12, 14
och 16 mm. Hojden pa balkarna for dessa flytkanalsstor-
lekar ligger pa 36, 46 och 56 mm, och haller en tolerans
inom 0,02mm.

Balkarna ar gjorda i material 1.2311/P20/N20 som val
tacker kravet for att passa de flesta plaster, for dvrigt vad
galler den tekniska kvaliten hanvisar vi till vart QF dar
var MI_STD ingar.

Balkarna ar av typen ” flytande ”, centrerade i mitten
med var Gula Keramik, isolerade med Bakre stod mot
fastplattan, aven dessa naturligtvis gjorda utav Keramik
enkom for att behalla varmen dar den hor hemma. Kera-
miken har endast 7 % av stalets varmeledningsformaga
varfor det med fordel anvands for att isolera kalla och
varma detaljer fran varandra.

Balkarna vridfixeras med hjalp utav en cylindrisk pinne,
allt for att minimera varmeoverforing. For att erhalla en
jamn varme odver hela balken anvander vi oss utav runda
ipressade element pa varje sida.

Balkarna levereras komplett fardiga inom 3 veckor, och
skulle nagon av dessa balkar inte passa just ditt projekt,
tar vi fram en specialbalk for ditt andamal aven denna
inom 3 veckor.

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Spare p

Before E%sign check availability, stock is gradually decreased.

I *Heatlock Standard Manifold' v

Recommendation

80 (clc Y)

To avoid any leakage, we recommend you to increase the

number of bolts, according to the drawing to the left. The

54

bolts should be placed over the centre of every nozzle, as

close as possible to the manifold (leave a space of 15 mm).

Rekommendation

100 (c/c Y)

For att forhindra eventuella lackage kan man med fordel

placera extra bultar enligt riningen till vanster. Dessa bor
placeras mitt for bussningarnas respektive centrum, sa nara

balken som mijligt (lamna 15 mm runt om).

Tightening torque Nm,
distribution of applied

torque + - 5%.

Quality 12.9
Size Torque Nm

64

M8 40

M10 79

M12 136

M16 333

M20 649

Explanation of measure abbreviations

Abb Explanation

o)

\§é>\ clc X Distance between

120 (c/c Y)

drops in x-ledge
i clcY Distance between

drops in y-ledge

74

i

T Thickness of manifold
Feed Feed channel

L Lenght

\Y Total Volume of feed
channels

w Wattage

CL Centre line

At c/c Y120 mm:
Delivered with band heater BO30018100

Vid c¢/c 120 mm:
Levereras med varmeband B030018100

140 (c/c Y)

26,35

At c/c Y140 mm and above:
Delivered with band heater
‘ B030018100, cartridges T0603080

&)
?N‘% Vid c¢/c Y140 mm och storre:
— Levereras med varmeband

B030018100,varmepatroner T0603080

4.3.2

STEATLOCK
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NP TR eseiel) 6 Heatlock Standard Manifold H

L ‘ 36 (T
clc X @6 (Feed)

Manufactured only when c/cX >120

B / 777777777 T — QSLB |

‘/IJVW

4@.
U
| @ oo
: 0 :
Customer Notes / Noteringar av kund Technical Data / Teknisk data
Note: cc X and cc Y is max. distances between every Our manifolds are made in material 1.2311/P20/N20. The manifolds are all
drop. Specify your dim’s and moulded material, below. We finished to your exact specifications using our pre-configured Heatlock stan-
will adjust manifold dim’s accordingly. Default moulding dard. Latest news always available at www.heatlock.com
temp. 200°C if nothing else noted.
Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas
Obs: cc X och cc Y anger max. avstand mellan varje drop. efter dina exakta dnskemal och foljer var Heatlock standard. For ytterligare
Ange dnskade matt och material som skall sprutas. Vi information, vanligen kontakta oss. Senaste information finner du alltid pa
justerar balkens matt enligt dess temp. Om ingen temp. www.heatlock.com
anges anvander vi 200°C som standard.
Manifold Part No. Part No. ccX|cleY| T | Feed L | V(imm?)
| | MH00800803606 80 80 36 6 150 13424
A-A o MH01000803606 100 80 36 6 170 15684
B-B temp. °C / Mat. / MH01200803606 120 80 36 6 190 17945
| | | MH01400803606 140 80 36 6 210 20206
\%\ﬂ.& \ \]&k MH01600803606 160 80 36 6 230 22466
1% % e b mpp— Jr , (0 MH02000803606 200 80 36 6 270 26988
% ! i ! MH02400803606 240 80 36 6 310 31509
\\ MH02800803606 280 80 36 6 350 36031
(‘I:_ I—I MH01001003606 100 100 36 6 170 16250
} MH01201003606 120 100 36 6 190 18510
; MH01401003606 140 100 36 6 210 20771
A-A | | | | | MH01601003606 160 100 36 6 230 23031
| | : | | D Inserts MH02001003606 200 100 36 6 270 27553
B-B I D Plugs MH02401003606 240 100 36 6 310 32075
MH02801003606 280 100 36 6 350 36597
Company MH01201203606 120 120 36 6 190 19076
Name MH01401203606 140 120 36 6 210 21336
MH01601203606 160 120 36 6 230 23597
Address MH02001203606 200 120 36 6 270 28119
MH02401203606 240 120 36 6 310 32640
MH02801203606 280 120 36 6 350 37162
MH01401403606 140 140 36 6 210 21902
Phone MHO01601403606 160 140 36 6 230 24162
Fax MH02001403606 200 140 36 6 270 28685
E-mail MH02401403606 240 140 36 6 310 33206
MH02801403606 280 140 36 6 350 37727

®
T EA
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Before

u dé&sign check availability, stock is gradually decreased. .
spare =il bFeed: 8 Heatlock-Standard Manifold

B

Customer Notes / Noteringar av kund

Technical Data / Teknisk data

Note: cc X and cc Y is max. distances between every
drop. Specify your dim’s and moulded material, below. We
will adjust manifold dim’s accordingly. Default moulding
temp. 200°C if nothing else noted.

Obs: cc X och cc Y anger max. avstand mellan varje drop.
Ange dnskade matt och material som skall sprutas. Vi
justerar balkens matt enligt dess temp. Om ingen temp.
anges anvander vi 200°C som standard.

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all
finished to your exact specifications using our pre-configured Heatlock stan-
dard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas
efter dina exakta bnskemal och foljer var Heatlock standard. For ytterligare
information, vanligen kontakta oss. Senaste information finner du alltid pa
www.heatlock.com

Manifold Part No. Part No. ccX|ckcY| T | Feed L | Vimmd)
A-A | | MH00800804608 80 80 46 8 150 24869
B-B tomp. °C/ Mat. ; MHO01000804608 | 100 80 46 8 170 28888
| | | MHO01200804608 | 120 80 46 8 190 32907
MHO01400804608 | 140 80 46 8 210 36926
\a{\% \ &k MHO01600804608 | 160 80 46 8 230 40945
A(ﬁ [ b RE——h 77577 B MHO02000804608 | 200 80 46 8 270 48984
‘ \ ‘ MHO02400804608 | 240 80 46 8 310 57022
j MHO02800804608 | 280 80 46 8 350 65061
Q MHO1001004608 | 100 | 100 46 8 170 29893
| MHO01201004608 | 120 | 100 46 8 190 33912
ALA | | ‘ | | MHO1401004608 | 140 | 100 46 8 210 37931
‘ MHO1601004608 | 160 | 100 46 8 230 41950
B-B | | l | | [ isers MH02001004608 200 100 46 8 270 49989
: [ prugs MHO02401004608 | 240 | 100 46 8 310 58027
MHO02801004608 | 280 | 100 46 8 350 66066
Company MHO1201204608 | 120 | 120 46 8 190 34917
Name MHO1401204608 | 140 | 120 46 8 210 38936
MHO1601204608 | 160 | 120 46 8 230 42955
Address MHO02001204608 | 200 | 120 46 8 270 50994
MHO02401204608 | 240 | 120 46 8 310 59032
MHO02801204608 | 280 | 120 46 8 350 67070
MHO1401404608 | 140 | 140 46 8 210 39941
Phone MHO1601404608 160 | 140 46 8 230 43960
Fax MHO02001404608 | 200 | 140 46 8 270 51998
E-mail MHO02401404608 | 240 | 140 46 8 310 60037
MHO02801404608 | 280 | 140 46 8 350 68075

4.3.4
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NFeaaded 0 Heatlock Standard Manifold

L | 46 (T)
@10 (Feed)
5
A Sl
i
+§
N\\J
Z) r 1] ,QJ, \ B
S LP Manufactured only when c/cX >120 . ‘
B |
— \ § ‘ N
N |
Customer Notes / Noteringar av kund Technical Data / Teknisk data
Note: cc X and cc Y is max. distances between every Our manifolds are made in material 1.2311/P20/N20. The manifolds are all
drop. Specify your dim’s and moulded material, below. We finished to your exact specifications using our pre-configured Heatlock stan-
will adjust manifold dim’s accordingly. Default moulding dard. Latest news always available at www.heatlock.com

temp. 200°C if nothing else noted.
Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas

Obs: cc X och cc Y anger max. avstand mellan varje drop. efter dina exakta dnskemal och foljer var Heatlock standard. For ytterligare
Ange bnskade métt och material som skall sprutas. Vi information, vanligen kontakta oss. Senaste information finner du alltid pa
justerar balkens matt enligt dess temp. Om ingen temp. www.heatlock.com
anges anvander vi 200°C som standard.
Manifold Part No. Part No. ccX|ckcY| T | Feed L | Vvimmd)
A-A | | MH00800804610 80 80 46 10 150 38465
B-B temp. °C / Mat. / MH01000804610 100 80 46 10 170 44745
‘ : : MH01200804610 120 80 46 10 190 51025
MH01400804610 140 80 46 10 210 57305
7 \N \ \qlk MH01600804610 160 80 46 10 230 63585
A(ﬁ e — T MH02000804610 200 80 46 10 270 76145
| \ | MH02400804610 240 80 46 10 310 88705
! MH02800804610 280 80 46 10 350 101265
(E MH01001004610 100 100 46 10 170 52595
; MH01201004610 120 100 46 10 190 58875
A-A | | i | | MH01401004610 140 100 46 10 210 65155
[ MH01601004610 160 100 46 10 230 77715
B-B | | l | | [ isers MH02001004610 200 100 46 10 270 90275
‘ D Plugs MH02401004610 240 100 46 10 310 102835
MH02801004610 280 100 46 10 350 105975
Company MH01201204610 120 120 46 10 190 54165
Name MH01401204610 140 120 46 10 210 60445
MH01601204610 160 120 46 10 230 66725
Address MH02001204610 | 200 | 120 46 10 270 79285
MH02401204610 240 120 46 10 310 91845
MH02801204610 280 120 46 10 350 104405
MH01401404610 140 140 46 10 210 62015
Phone MHO01601404610 | 160 | 140 46 10 230 68295
Fax MH02001404610 200 140 46 10 270 80855
E-mail MH02401404610 240 140 46 10 310 93415
MH02801404610 280 140 46 10 350 105975

®
T EA
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.
Before E%sign check availability, stock is gradually decreased.

spare )| LReedk 12 Heatlock Standardbalics)

>
g Manufactured only when c/cX>120 | [\ L
B B
Customer Notes / Noteringar av kund Technical Data / Teknisk data
Note: cc X and cc Y is max. distances between every Our manifolds are made in material 1.2311/P20/N20. The manifolds are all
drop. Specify your dim’s and moulded material, below. We finished to your exact specifications using our pre-configured Heatlock stan-
will adjust manifold dim’s accordingly. Default moulding dard. Latest news always available at www.heatlock.com

temp. 200°C if nothing else noted.
Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas

Obs: cc X och cc Y anger max. avstand mellan varje drop. efter dina exakta dnskemal och foljer var Heatlock standard. For ytterligare
Ange dnskade matt och material som skall sprutas. Vi information, vanligen kontakta oss. Senaste information finner du alltid pa
justerar balkens matt enligt dess temp. Om ingen temp. www.heatlock.com
anges anvander vi 200°C som standard.
Manifold Part No. Part No. ccX|ckcY| T | Feed L | Vvimmd)
A-A | | MHO00800805612 80 80 56 12 170 57650
B-B temp. °C / Mat. / MH01000805612 100 80 56 12 190 66694
‘ : MH01200805612 120 80 56 12 210 75737
MH01400805612 140 80 56 12 230 84780
K\N \ \qlk MH01600805612 160 80 56 12 250 93823
A(ﬁ T — T MH02000805612 200 80 56 12 290 111910
| \ | MH02400805612 240 80 56 12 330 129996
! MH02800805612 280 80 56 12 370 148082
(E MHO01001005612 100 100 56 12 190 66694
; MH01201005612 120 100 56 12 210 75737
A-A | | i | | MH01401005612 140 100 56 12 230 84780
[ MH01601005612 160 100 56 12 250 93823
B-B | | l | | [ isers MH02001005612 200 100 56 12 290 111910
‘ D Plugs MH02401005612 240 100 56 12 330 129996
MH02801005612 280 100 56 12 370 148082
Company MH01201205612 120 120 56 12 210 77998
Name MH01401205612 140 120 56 12 230 87041
MH01601205612 160 120 56 12 250 96084
Address MH02001205612 | 200 | 120 56 12 290 114170
MH02401205612 240 120 56 12 330 132256
MH02801205612 280 120 56 12 370 150343
MH01401405612 140 140 56 12 230 91562
Phone MHO01601405612 | 160 | 140 56 12 250 100606
Fax MH02001405612 200 140 56 12 290 118692
E-mail MH02401405612 240 140 56 12 330 136778
MH02801405612 280 140 56 12 370 154865
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodi@eed 14 Heatlock Standardbalk

L 56 (T)
clc X 14 (I;eed)
8 5

>

7

Manufactured only when c/cX >120 | | ,%

B

Customer Notes / Noteringar av kund Technical Data / Teknisk data
Note: cc X and cc Y is max. distances between every Our manifolds are made in material 1.2311/P20/N20. The manifolds are all
drop. Specify your dim’s and moulded material, below. We finished to your exact specifications using our pre-configured Heatlock stan-
will adjust manifold dim’s accordingly. Default moulding dard. Latest news always available at www.heatlock.com

temp. 200°C if nothing else noted.
Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas

Obs: cc X och cc Y anger max. avstand mellan varje drop. efter dina exakta dnskemal och foljer var Heatlock standard. For ytterligare
Ange bnskade métt och material som skall sprutas. Vi information, vanligen kontakta oss. Senaste information finner du alltid pa
justerar balkens matt enligt dess temp. Om ingen temp. www.heatlock.com
anges anvander vi 200°C som standard.
Manifold Part No. Part No. ccX|cleY| T | Feed L | V(imm?)
A-A | | MH00800805614 80 80 56 14 170 77699
B-B temp. °C / Mat. / MH01000805614 100 80 56 14 190 90008
‘ : : MH01200805614 120 80 56 14 210 102317
MH01400805614 140 80 56 14 230 114626
" % \ &k MH01600805614 160 80 56 14 250 126934
| : J[; - # - T MH02000805614 200 80 56 14 290 151552
fé\« | \ | MH02400805614 240 80 56 14 330 176169
I MH02800805614 280 80 56 14 370 200787
(E MH01001005614 100 100 56 14 190 93085
i MH01201005614 120 100 56 14 210 105394
A-A | | : | | MH01401005614 140 100 56 14 230 117703
[ MH01601005614 160 100 56 14 250 130012
B-B | | } | | [ isers MH02001005614 200 100 56 14 290 154629
‘ I:I Plugs MH02401005614 240 100 56 14 330 179247
MH02801005614 280 100 56 14 370 203865
Company MH01201205614 120 120 56 14 210 108471
Name MH01401205614 140 120 56 14 230 120780
MH01601205614 160 120 56 14 250 133089
Address MH02001205614 200 120 56 14 290 157706
MH02401205614 240 120 56 14 330 182324
MH02801205614 280 120 56 14 370 206942
MH01401405614 140 140 56 14 230 123857
Phone MHO01601405614 160 140 56 14 250 136166
Fax MH02001405614 200 140 56 14 290 160784
E-mail MH02401405614 240 140 56 14 330 185401
MH02801405614 280 140 56 14 370 210019

®
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Before

u dé&sign check availability, stock is gradually decreased.
soare i) | - Feed: 16 Heatlock Standard Manifold

L | 56 (T)
clc X @16 (Feed)
8 5

>
2718
p—
G’

clcY

B

Customer Notes / Noteringar av kund

Technical Data / Teknisk data

Note: cc X and cc Y is max. distances between every
drop. Specify your dim’s and moulded material, below. We
will adjust manifold dim’s accordingly. Default moulding
temp. 200°C if nothing else noted.

Obs: cc X och cc Y anger max. avstand mellan varje drop.
Ange dnskade matt och material som skall sprutas. Vi
justerar balkens matt enligt dess temp. Om ingen temp.
anges anvander vi 200°C som standard.

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all
finished to your exact specifications using our pre-configured Heatlock stan-
dard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas
efter dina exakta bnskemal och foljer var Heatlock standard. For ytterligare
information, vanligen kontakta oss. Senaste information finner du alltid pa
www.heatlock.com

Manifold Part No. Part No. clcX|clkcY| T | Feed L V (mmd)
A-A | | MHO00800805616 80 80 56 16 170 100480
B-B tomp. °C/ Mat, ; MHO01000805616 100 80 56 16 190 116557
| | | MHO1200805616 120 80 56 16 210 132634
MHO1400805616 140 80 56 16 230 148710
\j{\% \ &k MHO01600805616 160 80 56 16 250 164787
| — — O — TV r MH02000805616 200 80 56 16 290 196941
‘% | \ | MH02400805616 240 80 56 16 330 229094
\ MH02800805616 280 80 56 16 370 261248
¢ MHO01001005616 100 100 56 16 190 116559
i MHO01201005616 120 100 56 16 210 132634
ALA | |1 | MHO01401005616 | 140 | 100 | 56 16 230 | 148710
i MHO01601005616 160 100 56 16 250 164787
B.B | | | | | [ inserss MH02001005616 200 100 56 16 290 196941
‘ S MH02401005616 240 100 56 16 330 229094
MH02801005616 280 100 56 16 370 261248
Company MHO01201205616 120 120 56 16 210 136653
Name MHO01401205616 140 120 56 16 230 152727
MHO01601205616 160 120 56 16 250 168806
Address MH02001205616 200 120 56 16 290 200960
MH02401205616 240 120 56 16 330 233114
MH02801205616 280 120 56 16 370 265267
MHO01401405616 140 140 56 16 230 160768
Phone MH01601405616 160 140 56 16 250 176845
Fax MH02001405616 200 140 56 16 290 208995
E-mail MH02401405616 240 140 56 16 330 241152
MH02801405616 280 140 56 16 370 273306

4.3.8

®
YTEA
§ [ | TLOCK Date: 031002, © LKM Heatlock Co Ltd



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock Standard Manifold X

Heatlock Standard Manifold / Heatlock standardbalk

Our range of Standard Manifolds in X-types are very
comprehensive. They are available in a wide range of
lenghts and feed sizes to suite your needs.

Sizes of the cc-dimensions from 60 to 240 mm and feed
diameters of 6, 8, 10, 12, 14 and 16 mm are at your
choise. The height of the manifolds are 36, 46 or 56 mm,
with tolerances within 0,02 mm.

Our manifolds are made of 1.2311/P20/N20, which is
suitable for every common plastic. In regards of further
technical qualities we refer to our QF-quality standard
including our MI_STD.

The manifolds are of type "floated”, centered at the
middle with our yellow ceramic, insulated with back sup-
ports, also made of ceramic, against the clamping plate.
All this is made to keep the heat where it belongs. The
ceramic has only 7% of ther conductivity of steel, suita-
ble to insulate between cold and hot components.

For complete location of the manifold, only one additio-
nal cylindrical pin is required, which minimize the heat
loss. To achieve a even heat within the manifold we use
tubular heaters, one at each side.

All Heatlock Standard Manifolds are delivered to you
within 3 weeks. If you need manifolds not included in our
standard range we have the possibility to make custom
made manifolds, also within 3 weeks.

Var serie standardbalkar i X-utforande ar mycket bred.
De finns i en méangd olika langder och med olika flytka-
nalsstorlekar for att passa Ditt behov.

Storlekarna varierar med ett centrumavstand mellan
bussningarna pa 60 till 240mm,dar Du valjer en flytka-
nalsstorlek som passar, finns i steg om 6, 8, 10, 12, 14
och 16 mm. Hojden pa balkarna for dessa flytkanalsstor-
lekar ligger pa 36, 46 och 56 mm, och haller en tolerans
inom 0,02mm.

Balkarna ar gjorda i material 1.2311/P20/N20 som val
tacker kravet for att passa de flesta plaster, for dvrigt vad
galler den tekniska kvaliten hanvisar vi till vart QF dar
var MI_STD ingar.

Balkarna ar av typen "flytande”, centrerade i mitten

med var Gula Keramik, isolerade med Bakre stod mot
fastplattan, aven dessa naturligtvis gjorda utav Keramik
enkom for att behalla varmen dar den hor hemma. Kera-
miken har endast 7 % av stalets varmeledningsformaga
varfor det med fordel anvands for att isolera kalla och
varma detaljer fran varandra.

Balkarna vridfixeras med hjalp utav en cylindrisk pinne,
allt for att minimera varmeoverforing. For att erhalla en
jamn varme over hela balken anvander vi oss utav runda
ipressade element, ett pa var sida.

Balkarna levereras komplett fardiga inom 3 veckor, och
skulle nagon av dessa balkar inte passa just ditt projekt,
tar vi fram en specialbalk for ditt andamal aven denna
inom 3 veckor.

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.
Before Ksign check availability, stock is gradually decreased.

spare vl iHeatlock Standard Manifold! bodcs)

Recommendation
To avoid any leakage, we recommend you to increase the

Design of the following sizes: number of bolts, according to the drawing to the left. The
Utforande i foljande storlekar: bolts should be placed over the centre of every nozzle, as
MX0060...-MX0100... feed @6 - 10 close as possible to the manifold (leave a space of 15 mm).

Rekommendation

For att forhindra eventuella lackage kan man med fordel
placera extra bultar enligt riningen till vanster. Dessa bor
placeras mitt for bussningarnas respektive centrum, sa nara
balken som mijligt (lamna 15 mm runt om).

Tightening torque Nm,
distribution of applied
torque + - 5%.
Quality 12.9
Size Torque Nm
M8 40
M10 79
M12 136
M16 333
M20 649

Explanation of measure abbreviations

Design of the following sizes: Abb Explanation
Utforande i foljande storlekar: clc X Distance between
MX0120...-MX0240... feed @06 - 12 drops in x-ledge
clcY Distance between
drops in y-ledge
T Thickness of manifold
Feed Feed channel
L Lenght
\Y Total Volume of feed
channels
W Wattage
CL Centre line

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NP TR eseiel) 6 Heatlock Standard Manifold
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ccY
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36 (Feed)
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Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Note: cc X and cc Y is max. distances between

Part No. clcX |clcY T Feed L V (mm?) . o .
5 5 2 6359 every drop. Specify your dim’s and moulded materi-
MX00600603606 60 60 3 S 5 al, below. We will adjust manifold dim’s accordingly.
MX00800803606 80 80 36 6 145 7489 Default moulding temp. 200°C if nothing else noted.
MX01001003606 100 100 36 6 165 8619
MX01201203606 120 120 36 6 185 9750 Obs: cc X och cc Y anger max. avstand mellan
MX01401403606 140 140 36 6 205 10880 varje drop. Ange dnskade matt och material som
MX01601603606 160 160 36 6 205 13141 skall srguta_s. Vi tJusterar balkens Inztt enlllgg goeés
MX02002003606 | 200 | 200 36 6 265 15402 | (eMP- Omingen temp. anges anvander vi
som standard.
MX02402403606 240 240 36 6 305 17663
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
) Vid bestallning, fyll i matt och faxa in din bestallning till oss.
Manifold Part No. temp. °C / Mat.
/ D Inserts
D Plugs company
o Name
L — & Address
: N R U
e s it —ra
ST
| 'l
= = = Phone
] Fax
| | | ] | d E-mail
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Before

iige
Spare pagewil biE@ed:e 8

sign check availability, stock is gradually decreased.

Heatlock:Standard Manifold
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Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta dbnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No cleX | cleY T Feed L V (mmd) Note: cc X and cc Y is max. distances between
. 0 00 6 p 2 12309 every drop. Specify your dim’s and moulded materi-
MX00600604608 6 5 al, below. We will adjust manifold dim’s accordingly.
MX00800804608 80 80 46 8 145 14318 Default moulding temp. 200°C if nothing else noted.
MX01001004608 100 100 46 8 165 16328
MX01201204608 120 120 46 8 185 18338 Obs: cc X och cc Y anger max. avstand mellan
MX01401404608 140 140 46 8 205 20347 varje drop. Ange dnskade matt och material som
MX01601604608 160 160 26 8 205 24366 skall sprutas. Vi justerar balkens matt enligt dess
MX02002004608 200 200 16 8 265 28386 temp. Om ingen temp. anges anvander vi 200°C
som standard.
MX02402404608 240 240 46 8 305 32405
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
Manifold Part N ‘ °C / Mat Vid bestallning, fyll i matt och faxa in din bestallning till oss.
anifold Part No. emp. at.
/ D Inserts
D Plugs company
¢ Name
: — |-
U —t—J U Address
A
e e SO
! |
T 1 Phone
[ ] Fax
d -
| | || | E-mail
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NFeaaded 0 Heatlock Standard Manifold
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Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Note: cc X and cc Y is max. distances between

Part No. clcX |clcY T Feed L V (mm?) . - .
5 0 2 18840 every drop. Specify your dim’s and moulded materi-
MX00600604610 60 60 4 5 al, below. We will adjust manifold dim’s accordingly.
MX00800804610 80 80 46 10 145 21980 Default moulding temp. 200°C if nothing else noted.
MX01001004610 100 100 46 10 165 25120
MX01201204610 120 120 46 10 185 28260 Obs: cc X och cc Y anger max. avstand mellan
MX01401404610 140 140 46 10 205 31400 varje drop. Ange dnskade matt och material som
MX01601604610 160 160 26 10 205 37680 skall srguta_s. Vi tJusterar balkens Inztt enlllgg goeés
MX02002004610 | 200 | 200 46 10 265 43060 | temP. Om ingen temp. anges anvander vi
som standard.
MX02402404610 240 240 46 10 305 50240
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
. Vid bestallning, fyll i matt och faxa in din bestallning till oss.
Manifold Part No. temp. °C / Mat.
/ D Inserts
D Plugs company
¢ Name
| S — |-
i T H Address
_ : T e
(M———— )
HOF === 0
il il
—— = Phone
] Fax
| | || | d E-mail
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Sl Feed 12 Heatlock Stafidard Manifold
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Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. clecX | clcY T Feed L \V/ (mm3) Note: cc X and cc Y is max. distances between every drop. Spe-
MX01201205612 120 120 56 12 205 38434 cify your dim’s and moulded material, below. We will adjust ma-
nifold dim’s accordingly. Default moulding temp. 200°C if nothing
MX01401405612 140 140 56 12 225 42955 alse noted.
MX01601605612 160 160 56 12 245 47477 Obs: cc X och cc Y anger max. avstand mellan varje drop. Ange
MX02002005612 200 200 56 12 285 56520 dnskade matt och material som skall sprutas. Vi justerar balkens
MX02402405612 240 240 56 12 325 65563 matt enligt dess temp. Om ingen temp. anges anvander vi 200°C

som standard.

Customer Notes / Noteringar av kund

When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Manifold Part No. temp. °C / Mat.
D Inserts
! [Jrws | Company
¢ Name
i — ;1; Address
b
HoH == == 0
[l | \
L — L Phone
] Fax
| || ] | d E-mail

®
TEA
4.4.6 § " TI-OCK Date: 031002, © LKM Heatlock Co Ltd



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased. -
Sparoparis sl bo sualable unil o loact end o 2007 tanact o \Fi@€M. 14 Heatlock Standard Manifold X
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Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. clecX | clcY T Feed L \V/ (mm3) Note: cc X and cc Y is max. distances between every drop. Spe-

MX01201205614 120 120 56 14 205 51543 ci.fy you.r dim’s and.moulded material, l?elow. We will adiust m.a—
nifold dim’s accordingly. Default moulding temp. 200°C if nothing

MX01401405614 140 140 56 14 225 57698 alse noted
MX01601605614 160 160 56 14 245 63852 Obs: cc X och cc Y anger max. avstand mellan varje drop. Ange
MX02002005614 200 200 56 14 285 76161 dnskade matt och material som skall sprutas. Vi justerar balkens
MX02402405614 240 240 56 14 325 88470 matt enligt dess temp. Om ingen temp. anges anvander vi 200°C
som standard.
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestalining till oss.
Manifold Part No. temp. °C / Mat. 9 8
/ D Inserts
D Plugs company
¢ Name
& h ffﬂ - Address
‘ b j
~ jf;**j — ==
ST
1 5 Phone
] Fax
| || ] | d E-mail
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.
, stock is gradually decreased.

Before

sign check availabilit

Spare pa%vﬁill rFeed: 16
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Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. clcX | clcY T Feed L V (mm?3) | Note: cc X and cc Y is max. distances between every drop. Spe-
MX01201205616 120 120 56 16 205 66317 cify your dim’s and moulded material, below. We will adjust ma-
MX01401405616 140 140 56 16 205 74355 nifold dim’s accordingly. Default moulding temp. 200°C if nothing

| ted.
MX01601605616 | 160 | 160 56 16 245 82394 | oo ] .
Obs: cc X och cc Y anger max. avstand mellan varje drop. Ange
MX02002005616 200 200 56 16 285 98470 onskade matt och material som skall sprutas. Vi justerar balkens
MX02402405616 240 240 56 16 325 114547 matt enligt dess temp. Om ingen temp. anges anvander vi 200°C
som standard.
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
. Vid bestallning, fyll i matt och faxa in din bestalining till oss.
Manifold Part No. temp. °C / Mat. 9 g
/ D Inserts
D Plugs company
¢ Name
‘ — -
i — 1 i Address
— ST 1 ~—
(n———— — -
O = O
il il
== = = Phone
[ ] Fax
| | d E-mail
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock Standard Manifold X 2

Heatlock Standard Manifold / Heatlock standardbalk

Our range of Standard Manifolds in X2-types, double
X-manifolds, are very comprehensive. They are avai-
lable in a wide range of lenghts and feed sizes to suite
your needs.

Sizes of the cc-dimensions from 60 to 240 mm and feed
diameters of 6, 8, 10, 12, 14 and 16 mm are at your
choise. The height of the manifolds are 36, 46 or 56 mm,
with tolerances within 0,02 mm.

Our manifolds are made of 1.2311/P20/N20, which is
suitable for every common plastic. In regards of further
technical qualities we refer to our QF-quality standard
including our MI_STD.

The manifolds are of type "floated”, centered at the
middle with our yellow ceramic, insulated with back sup-
ports, also made of ceramic, against the clamping plate.
All this is made to keep the heat where it belongs. The
ceramic has only 7% of ther conductivity of steel, suita-
ble to insulate between cold and hot components.

For complete location of the manifold, only one additio-
nal cylindrical pin is required, which minimize the heat
loss. To achieve a even heat within the manifold we use
tubular heaters at each side.

All Heatlock Standard Manifolds are delivered to you
within 3 weeks. If you need manifolds not included in our
standard range we have the possibility to make custom
made manifolds, also within 3 weeks.

2

Var serie standardbalkar i X2 -utforande, dubbla X-bal-
kar ar mycket bred. De finns i en mangd olika storlekar
och med olika flytkanalsstorlekar for att

passa Ditt behov.

Storlekarna varierar med ett centrumavstand mellan
bussningarna pa 60 till 240mm,dar Du valjer en flytka-
nalsstorlek som passar, finns i steg om 6, 8, 10, 12, 14
och 16 mm. Hojden pa balkarna for dessa flytkanalsstor-
lekar ligger pa 36, 46 och 56 mm, och haller en tolerans
inom 0,02mm.

Balkarna ar gjorda i material 1.2311/P20/N20 som val
tacker kravet for att passa de flesta plaster, for odvrigt vad
galler den tekniska kvaliten hanvisar vi till vart QF dar
var MI_STD ingar.

Balkarna ar av typen "flytande”, centrerade i mitten

med var Gula Keramik, isolerade med Bakre stod mot
fastplattan, aven dessa naturligtvis gjorda utav Keramik
enkom for att behalla varmen dar den hor hemma. Kera-
miken har endast 7 % av stalets varmeledningsformaga
varfor det med fordel anvands for att isolera kalla och
varma detaljer fran varandra.

Balkarna vridfixeras med hjalp utav en cylindrisk pinne,
allt for att minimera varmeoverforing. For att erhalla en
jamn varme over hela balken anvander vi oss utav runda
ipressade element pa bada sidor.

Balkarna levereras komplett fardiga inom 3 veckor, och
skulle nagon av dessa balkar inte passa just ditt projekt,
tar vi fram en specialbalk for ditt andamal aven denna
inom 3 veckor.

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.
Before%sign check availability, stock is gradually decreased.

Spareipa W%H@h‘lﬂh@ktw Manifold oo

Design of the following sizes: Recommendation
Utférande i foljande storlekar: To avoid any leakage, we recommend you to increase the
MXX060...-MXX100... feed @6 - 10 number of bolts, according to the drawing below. The bolts

should be placed over the centre of every nozzle, as close
as possible to the manifold (leave a space of 15 mm).

Rekommendation

For att forhindra eventuella lackage kan man med fordel pla-
cera extra bultar enligt riningen nedan. Dessa bor placeras
mitt for bussningarnas respektive centrum, sa nara balken
som mijligt (lamna 15 mm runt om).

Tightening torque Nm,
distribution of applied
torque + - 5%.
Quality 12.9
Size Torque Nm
M8 40
M10 79
M12 136
M16 333
M20 649
Explanation of measure abbreviations
Abb Explanation
c/lc X Distance between
drops in x-ledge
clcY Distance between
drops in y-ledge
T Thickness of manifold
Feed Feed channel
L Lenght
\Y% Total Volume of feed
channels
W Wattage
CL Centre line
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPTF@éd) 6 Heatlock Standard Manifold

* Dimensions is valid at (c/cX max)

Mattangivelser galler vid (c/cXmax)

A

6 (T)

t

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. c/lcX|clcY T Feed L V (mm?3) w
MXX0600603606 60 60 36 6 260 18714 125
MXX0800803606 80 80 36 6 306 22985 145
MXX1001003606 100 100 36 6 365 27004 165
MXX1201203606 120 120 36 6 425 31274 185
MXX1401403606 140 140 36 6 485 35545 205
MXX1601603606 160 160 36 6 545 42076 225
MXX2002003606 200 200 36 6 665 50617 265
MXX2402403606 240 240 36 6 785 59158 305

Note: cc X and cc Y is max. distances between
every drop. Specify your dim’s and moulded
material, below. We will adjust manifold dim’s ac-
cordingly. Default moulding temp. 200°C if nothing
else noted.

Obs: cc X och cc Y anger max. avstand mellan
varje drop. Ange dnskade matt och material som
skall sprutas. Vi justerar balkens matt enligt dess
temp. Om ingen temp. anges anvander vi 200°C
som standard.

Customer Notes / Noteringar av kund

Manifold Part No

temp. °C / Mat.

M

/ D Inserts
D Plugs
| q\:_1 | |
i | i C
RO e = )

When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Company

Name

Address

Phone

Fax

E-mail

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.
Before%sign check availability, stock is gradually decreased.

wiﬁeﬁeede&tﬂeaihckzmandwwmﬁold

Spare pa

* Dimensions is valid at (c/cX max)
Mattangivelser galler vid (c/cXmax)

1
)
i
\
)
N
I

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No cleX | eleY T Feed L \Y; (mm3) w Note: cc X and cc Y is max. distances between
every drop. Specify your dim’s and moulded
MXX0600604608 60 60 46 8 260 33525 125 material, below. We will adjust manifold dim’s ac-
MXX0800804608 80 80 46 8 306 40684 145 cordingly. Default moulding temp. 200°C if nothing
MXX1001004608 100 100 46 8 365 47451 165 else noted.
MXX1201204608 120 120 46 8 425 54610 185 Obs: cc X och cc Y anger max. avstand mellan
MXX1401404608 140 140 46 8 485 61770 205 varje drop. Ange dnskade métt och material som
MXX1601604608 160 160 46 8 545 72948 225 skall sprutas. Vi justerar balkens matt enligt dess
MXX2002004608 | 200 | 200 46 8 665 87266 265 temp. Om ingen temp. anges anvander vi 200°C
tandard.

MXX2402404608 | 240 | 240 46 8 785 101585 305 som standar

Customer Notes / Noteringar av kund

When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Manifold Part No. temp. °C / Mat.
/ D Inserts
D Plugs company
€4 Name
| - | ]
il if = Address
B U ! ju B L
(~ ————t———— T
7@ == H@@
! | || |
== = 41 Phone
|:| Fax
| | || | d E-mail
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NFeaaded 0 Heatlock Standard Manifold

* Dimensions is valid at (c/cX max)
Mattangivelser galler vid (c/cXmax)

46 (T)

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No cleX | eleY T Feed L Vv (mm;;) w Note: cc X and cc Y is max. distances between
. every drop. Specify your dim’s and moulded
MXX0600604610 60 60 46 10 290 50549 125 ) - . -,
material, below. We will adjust manifold dim’s ac-
MXX0800804610 80 80 46 10 330 61349 145 cordingly. Default moulding temp. 200°C if nothing
MXX1001004610 100 100 46 10 370 71584 165 else noted.
MXX1201204610 120 120 46 10 425 82384 185 Obs: cc X och cc Y anger max. avstand mellan
MXX1401404610 140 140 46 10 485 93184 205 varje drop. Ange dnskade matt och material som
MXX1601604610 160 160 46 10 545 110264 225 skall sprutas. Vi justerar balkens matt enligt dess
MXX2002004610 | 200 | 200 46 10 665 131864 265 temp'to’;‘ ngen temp. anges anvander vi 200°C
sSom stanaara.
MXX2402404610 240 240 46 10 785 153464 305
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestalining till oss.
Manifold Part No. temp. °C / Mat. e 8
/ D Inserts
D Plugs company
| ¢ ‘ | Name
@ | w ] Address
/@:F,:,: ::@ T
S I
S |
== = Phone
[ ] Fax
| | || | d E-mail
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Pl FAA TR HEMAEK S, Manifold

S

60-240*

L

* Dimensions is valid at (c/cX max)
Mattangivelser galler vid (c/cXmax)

56 (T)

R vy NI A A SIS YN AT

ol

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Note: cc X and cc Y is max. distances between

every drop. Specify your dim’s and moulded

3
Part No. ccX|cleY T Feed L v (mm ) w material, below. We will adjust manifold dim’s ac-
MXX1201205612 120 120 56 12 445 120157 205 cordingly. Default moulding temp. 200°C if nothing
MXX1401405612 140 140 56 12 505 135360 225 else noted.
MXX1601605612 160 160 56 12 565 159607 245 Obs: cc X och cc Y anger max. avstand mellan
MXX2002005612 200 200 56 12 685 190013 285 varje drop. Ange dnskade matt och material som
MXX2402405612 240 240 56 12 805 550419 305 skall sprutas. Vi justerar balkens matt enligt dess
temp. Om ingen temp. anges anvander vi 200°C
som standard.
Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.
Manifold Part No. temp. °C / Mat. e g
/ D Inserts
D Plugs company
| ¢ ‘ | Name
@ J Lﬁ ] Address
v ptlinle Pl i s /20 Y S
O ===
! 1l - \
= Phone
[ ] Fax
| | || | d E-mail
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design

oot b it ot ot it anet i 2007 ey @€, 14 Heatlock Standard Manifold X

* Dimensions is valid at (c/cX max)
Mattangivelser galler vid (c/cXmax)

I fl
I N Ny 1l

7 7 T T

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com
Note: cc X and cc Y is max. distances between

Part No cleX | elecY T Feed L Vv (mm3) w every drop. Specify your dim’s and moulded
= material, below. We will adjust manifold dim’s ac-
MXX1201205614 120 120 56 14 445 160250 205 cordingly. Default moulding temp. 200°C if nothing
MXX1401405614 140 140 56 14 505 180598 225 else noted.
MXX1601605614 160 160 56 14 565 213256 245 Obs: cc X och cc Y anger max. avstand mellan
MXX2002005614 200 200 56 14 685 253954 285 varje drop. Ange dnskade matt och material som
MXX2402405614 240 240 56 14 805 294651 305 skall sprutas. Vi justerar balkens matt enligt dess

temp. Om ingen temp. anges anvander vi 200°C
som standard.

Customer Notes / Noteringar av kund
When ordering, fill in dimensions and fax your local distributor.
Manifold Part No temp. °C / Mat Vid bestallning, fyll i matt och faxa in din bestallning till oss.
/ D Inserts
D Plugs company
Name
— —
il i i ress
U | jJ e
e e e SRERV S/
7@??77;::;5 ' H@@
e
‘ |
= Ll Phone
|:| Fax
| | | | d E-mail
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This Heatlock-series, below, is currently being replaced by the A1-series of nozzles.

Before esign check availability, stock is gradually decreased.
Spare pa wigzbelieede 16 Heatlock Standard Manifold
9

* Dimensions is valid at (c/cX max)
Mattangivelser galler vid (c/cXmax)

I

56 (T)

|

Ml
{1

WAL

Technical Data / Teknisk data

Our manifolds are made in material 1.2311/P20/N20. The manifolds are all finished to your exact specifications using our pre-con-
figured Heatlock standard. Latest news always available at www.heatlock.com

Vara balkar ar tillverkade i material 1.2311/P20/N20. Balkarna tillverkas efter dina exakta bnskemal och foljer var Heatlock stan-
dard. For ytterligare information, vanligen kontakta oss. Senaste information finner du alltid pa www.heatlock.com

Part No. clcX | clY T Feed L V (mm?) w
MXX1201205616 120 120 56 16 445 192931 205
MXX1401405616 140 140 56 16 505 217048 225
MXX1601605616 160 160 56 16 565 257241 245
MXX2002005616 200 200 56 16 685 305475 285
MXX2402405616 240 240 56 16 805 353708 325

Note: cc X and cc Y is max. distances between
every drop. Specify your dim’s and moulded
material, below. We will adjust manifold dim’s ac-
cordingly. Default moulding temp. 200°C if nothing
else noted.

Obs: cc X och cc Y anger max. avstand mellan
varje drop. Ange dnskade matt och material som
skall sprutas. Vi justerar balkens matt enligt dess
temp. Om ingen temp. anges anvander vi 200°C
som standard.

Customer Notes / Noteringar av kund

Manifold Part No. temp. °C / Mat.

/ D Inserts

| (':1 | |
U N
===
n | ] )|

[ 1]

| | | | d

When ordering, fill in dimensions and fax your local distributor.
Vid bestallning, fyll i matt och faxa in din bestallning till oss.

Company

Name

Address

Phone

Fax

E-mail
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Heatlock Custom Manifold

Heatlock Custom Manifold / Heatlock kundanpassad balk

Our manifolds are made of 1.2311/P20/N20, which
is suitable for every common plastic. In regards of
further technical qualities we refer to our QF-quality
standard including our MI_STD.

The manifolds are of type "floated”, centered at the
middle with our yellow ceramic, insulated with back
supports, also made of ceramic, against the clamping
plate. All this is made to keep the heat where it be-
longs. The ceramic has only 7% of the conductivity of
steel, suitable to insulate between cold and hot com-
ponents.

For complete location of the manifold, only one ad-
ditional cylindrical pin is required, which minimize the
heat loss. To achieve a even heat within the manifold
we use tubular heaters, one at each side.

All Heatlock Custom Manifolds are delivered to you
within 3 weeks. If you need manifolds not included in
our standard range we have the possibility to make
custom made manifolds, also within 3 weeks.

Balkarna &r gjorda i material 1.2311/P20/N20 som vl
tacker kravet for att passa de flesta plaster, fér 6vrigt
vad galler den tekniska kvalitén hanvisar vi till vart QF
dar var MI_STD ingar.

Balkarna ar av typen ” flytande ”, centrerade i mitten
med var Gula Keramik, isolerade med Bakre stéd mot
fastplattan, &ven dessa naturligtvis gjorda utav Kera-
mik enkom for att behéalla varmen dar den hér hemma.
Keramiken har endast 7 % av stalets varmelednings-
féormaga varfér det med férdel anvands for att isolera
kalla och varma detaljer fran varandra.

Balkarna vridfixeras med hjalp utav en cylindrisk
pinne, allt fér att minimera varmedverféring. For att er-
halla en jamn varme 6ver hela balken anvander vi oss
utav runda ipressade element, ett pa var sida.

Balkarna levereras komplett fardiga inom 3 veckor,
och skulle nagon av dessa balkar inte passa just ditt
projekt, tar vi fram en specialbalk for ditt &ndamal
aven denna inom 3 veckor.

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Sprarceatiock CastomyManifoldrart form NPT1 bodies)

Custom Manifold

If not any of our standard manifolds suit
your need, we can easily make one ac-
cording to your specifications. With our
design of standard manifolds its very easy
for us to modify existing design to your
need. Actually custom made or standard
made is really the same word for us today.

To make it simple, both for you as a custo-
mer and for us, all you have to do is to
specify the sheets on those pages and
send it to us. You can use fax or email.
This information is the foundation to our
common design work, that we will pro-
ceed with.

Kundanpassad Varmkanalbalk.

Om inte nagon utav vara standardbalkar
skulle passa ditt behov tar vi lika enkelt
fram en for dig specifik balk for just Ditt
projekt. Med var standardisering pa hur
en varmkanalsbalk skall goras, allt ifran
borrning utav flytkanaler till pluggning ja
till det den yttre form som balken skall ha,
elimineras ordet standard for oss, stan-
dard-balk eller kundanpassad balk ar foér
oss detsamma.

For att underlatta det bade for Dig som
kund och for oss, fyller du endast i ett par
enkla fragor pa foljande sidor, som Du
faxar eller mailar oss. Dessa bildar grun-
den fér var gemensamma diskussion och
fortsamma arbete i Ditt nya projekt.

Give us Your specifications
Ge oss Dina specifikationer

1. Moulding material / Material som
formsprutas: 00000 s

2. Mould temp. / Verktygstemp.

2. Shot weight / Skottvikt::

3. Gate type / Intagstyp: [0 cold runner / kallkanal

[] direct gating / direktintag
4. Number of cavities / Antal formrum: ........ccceeeiiiicicirinnnnns

5. Diameter of manifold flow channel /
Diameter balkens flytkanal: .,

6. Diameter down to drop /
Diameter ned till bussning:

7. Type of nozzle ESB 1 2 3 4
mark your type PPB 1 2 3
NPT 1 2
TOP 2

8. Other information / Ovrig information

(70T 13T 071 1 |

o [ =Y 1RO

L7 1

(00T 11
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies) Heatlock custom Manifold

Place your desired design / Placera ut dina intagspunkter

y

::lrop X y Example / exempel

2 ?rop -1)(:0 130

3 1
4 4 100 |-100

5 AR x
: e
Z A
9

10

11

12

13

14

15

16

®
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

srerjeatiock Custom”Manifold Exampledics)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Copprigh: Hastack 48
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- \— s /E% /ﬂ% % = Measure of Manifold
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Spare parts will be available until at least end of 2007 (apart form NPT1 bodies | @eatlock Custom Manifold Example
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

MANIFOLD
COMPONENTS

Ceramics * Tubular Heaters * Ancillaries




This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before i availability, stock is gradually decreased.
Spare P\E”S Ilfeipvatetle uHeatiock Manifold Ceramics etc
)

2

Heatlock Standard Accessories / Tillbehor

Feedbush

DSP4503008

32

45

220
M30x1,5

DSP-Vario
@30

—

a

[

I

C

@22
M30x1,5

A=(35-100)mm
B=(8-18)mm
C=(8-18)mm

munstycksbussning

A/F27

AIF 27

Bandheater with thermocouple

Bandelement med termogivare
B030018100

Ceramic centre spacer

Centerring
KEMO03001017

@30 g6

Part No. Dimension = Wattage A B C

B030018100 30x17 mm  180W 17 30 25

Boring instruction for B0O30018100
inbyggnadsanvisning for BO30018100

Utgang for kabel
Slot for cable
30 Kabelnut
\k )
N~
[s2]
! R22,5
/‘ﬁ g
|
50 4xR10
Purge Guard
Lackageskydd
DSPP503105 H=5 mm
DSPP503107 H=7 mm
DSPP803107 H=7 mm

I\ J\ % @31
[Te)
50/80 50/80

©10,540,3 0,5x45°(2x)

Centre location spacer

Centreringshylsa
DSP0353010

3596

+0
702

06,5

Ceramic back support

Bakre stod
KE02500305

@25 g6 @25 g6

Backspacer

Centrerring bakre
DSP0300306
DSP0300312

@30

6/12
o ]

2/8%

0,01
Q

o
(&)

Ceramic bottom spacer

Undre distans
KE02001015
KE02001020

A=15 mm
A=20 mm

020755

210,528 0,5x45°(2x)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 matlock Manifold Heaters H >§ H %
2,

Tubular Heater / Element — MHI H - H y

21

R10

34.5
0N

e

8.5

If you need to bend the heater 180°, make sure to use a
pipe as support of minimum radius 10 mm. This will pre-
vent the heater to be damaged.

For further information, get in contact with your local dist-
ributor of Heatlock. Latest information always available at
www.heatlock.com

Additional bending of
existing one

Eventuell fortsattning
av befintlig bdjning

Om Du behover en 180° vinkel, se till att anvanda ett

ror med min. radie 10 mm for att inte riskera att knacka
elementet.

For ytterligare information, vanligen kontakta oss. Senas-
te information finner du alltid pa www.heatlock.com

Part No. cc L Watt
MHI0600400 60 336 400
MHI0800480 80 365 480
MHI1000540 100 405 540
MHI1200600 120 445 600
MHI1400660 140 485 660
MHI1600720 160 525 720
MHI2000805 200 607 805
MHI2400925 240 687 925
MHI2801045 280 767 1045

®
TEA
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before i availability, stock is gradually decreased.
Soere prOU ik 6ok ‘Heatlock Manifold Héatér
2,

Tubular Heater / Element — MHX : 7]
XiXp

Part No. cc L Watt
MHX0600660 60 511 660
ce MHX0800830 80 624 830
) MHX1001000 100 737 1000
For manifolds upp to cc = 100 mm
For balkar upp till cc <100 mm MHX1201140 120 835 1140
MHX1401310 140 948 1310
MHX1601480 160 1062 1480
MHX2001820 200 1288 1820
MHX2401820 240 1514 1820

Additional bending of
existing one

Eventuell fortsattning
av befintlig bdjning

If you need to bend the heater 180°, make sure to use a
pipe as support of minimum radius 10 mm. This will pre-
vent the heater to be damaged.

For further information, get in contact with your local dist-
ributor of Heatlock. Latest information always available at
www.heatlock.com

cC

Om Du behbdver en 180° vinkel, se till att anvanda ett

ror med min. radie 10 mm for att inte riskera att knacka
elementet.

For ytterligare information, vanligen kontakta oss. Senas-
te information finner du alltid pa www.heatlock.com

For manifolds upp to cc < 240 mm
For balkar upp till cc <240 mm

®
TEA
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bH'@atlock Manifold Heater

IXHX]

Straight Tubular Heater / Rakt element — RH

IXHX]]

8.5
A

Y

N
L

R10 k

Part No. L Watt
RH8503360400 336 400
RH8503650480 365 480
RH8504050540 405 540
RH8504450600 445 600
RH8504850660 485 660
RH8504950660 495 660
RH8505110660 511 660
RH8505250720 525 720
RH8506070805 607 805
RH8506060830 606 830
RH8506240830 624 830
RH8506870925 687 925
RH8507211000 721 1000
RH8507371000 737 1000
RH8507671045 767 1045
RH8508121140 812 1140
RH8508351140 835 1140
RH8509261310 926 1310
RH8509481310 948 1310
RH8510451480 1045 1480
RH8510621480 1062 1480
RH8512681820 1268 1820
RH8512881820 1288 1820
RH8514871820 1487 1820
RH8515141820 1514 1820

Bending Instruction: The tube cladding must not be damaged by
impact from hammers or damaged by scars. Once a tubular heater has
been bent, it must not be bent back on the same spot.

Instruktion for bojning: Den skyddande ytan pa elementet far inte ska-
das genom hammarslag eller behandlas sa att sprickbildning uppstar. Nar
elementet en gang bojts far det inte bojas tillbaka pa samma punkt.

Date: 031113, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before i availability, stock is gradually decreased.
Spare p\E'ts ill valfable uﬂmmf@msmrm NPT1 bodies)
)

2

Cable

Item Qty Description Standard

1 1 Cable clip J 4mm

2 1 Cable 1,5mm?2
Part No. L
MHWIREO050 500
MHWIRE100 1000
MHWIRE200 2000
MHWIRE300 3000

Cable for tubular heater used in manifolds.

Kabel for anslutning till element i varmkanalbalkar.

Ceramic connector / Keramisk kopplingsplint

20

Art. Nr.

Ampere

16

10

MHCONNOO1

15

4.50.6
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bOdi‘Heatlock Thermocouples HXI%HX/)
2,

Thermocouples / Termoelement

Themocouples for accurate measuring of temperature
in moulds for injection moulding. All thermocouples are
of J-Type and have grounded junctions.

Lead wires are protected by a rugged stainless steel
braided cover. Length of cables 900 mm.

Termoelement for exakt méatning av temperaturen i plas-
formar. Samtliga termoelement ar av J-typ (FeCuNi) och
isolerade.

Ytterholje av flatad rostfri trad.

Kabellangd 900 mm

Connect: Koppla:
Black (Red) to the positive pole (+) Svart (rod) till pluspol (+)
White (Black)to the negative pole (=) Vit (svart) till minuspol (-)

Used between bandheaters and sprue bush or in app-
lications where space will not permit any round type of
thermocouple. Measures temperatures up to 400°C. The
blade is made of copper and can be contoured to various
shapes.

For instickning under t. ex. ringelement. Mater tempera-
turer upp till 400°C. Plattan ar gjord av koppar och kan
formas till dnskad form.

32 0
Lr)— I T
13 _
-
o i
4
8 8
Art. nr TC00240000 <
o O
6
Art. nr L

Used to measure temperatures on i.e. manifolds. Measu-
res the temperature in the tip of the tube. (400°C)

Drill the hole for the thermocouple 1 mm shorter than the
L-measurment to ensure good contact at the measuring
point.

For matning av temperaturen pa t. ex. varmkanalplattor.
Matpunkten ligger langst fram i spetsen. Gor halet for
givaren 1 mm kortare an L-mattet sa att givaren sakert
ligger i botten pa halet.

TC00040180 12
TC00040185 20

Date: 031113, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before i availability, stock is gradually decreased.
Spare ;ﬁ)rt ill rl:-%

y a%ﬂéhtl%%deﬁﬁifﬁdoPéﬂ@Odies)

Seal / Bricka — MS

A m6 E}

OA .
oB 15 Notice:
Those parts are included in all com-
n M plete manifolds.
’ . B Observera:
Varje balk levereras med dessa kom-
ponenter.
Part No. A B
MS06 10 6
MS08 14 8
MS10 18 10
MS12 22 12
MS14 22 14
MS16 22 16
MS18 22 18
TWITY T
Plug / Plugg — MP IXHX.
oB L
OA g6 Notice:
M . C Those parts are included in all com-
plete manifolds.
Observera:
Varje balk levereras med dessa kom-
ponenter.
Part No. A B Cc M L
MP06080 6 10 3 M3 80
MP08080 8 14 3 M4 80
MP10080 10 17 3 M5 80
MP12080 12 22 5 M6 80
MP14080 14 22 5 M6 80
MP16080 16 22 5 M6 80
MP18080 18 22 5 M6 80
- TSI T
Dowell / Stift - DW LA JHX B!
B Notice:

Those parts are included in all com-
plete manifolds.

Observera:

Varje balk levereras med dessa kom-

ponenter.
Part No. A B
DWO03X12 3 12
DWO08X40 8 40

S eaTLOCK
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart formpaatléek Plugs and connectors

Insatser hane / Insert male, pin

Part No. forklaring description
MASKINHA06 Stiftinsats 6-polig Insert male, 6-pin
MASKINHA10 Stiftinsats 10-polig Insert male, 10-pin
MASKINHA16 Stiftinsats 16-polig Insert male, 16-pin
MASKINHA24 Stiftinsats 24-polig Insert male, 24-pin

Insatser hona/ Insert female

Part No. forklaring description
MASKINHO06 Hylsinsats 6-polig Insert female, 6-pin
MASKINHO10 Hylsinsats 10-polig Insert female, 10-pin
MASKINHO16 Hylsinsats 16-polig Insert female, 16-pin
MASKINHO24 Hylsinsats 24-polig Insert female, 24-pin

Kapsling med flans (kabelintag underifran) /
Housing mould, flange

Part No. forklaring description
MASKKAFL06 Kapsling, flans 6-polig Housing mould, flange 6-pin
MASKKAFL10 Kapsling, flans 10-polig Housing mould, flange 10-pin
MASKKAFL16 Kapsling, flans 16-polig Housing mould, flange 16-pin
MASKKAFL24 Kapsling, flans 24-polig Housing mould, flange 24-pin

Kapsling med sidintag / Housing mould, side exit

Part No. forklaring description
MASKKASDO06 Kapsling sidintag 6-polig Housing mould, side exit 6-pin
MASKKASD10 Kapsling sidintag 10-polig Housing mould, side exit 10-pin
MASKKASD16 Kapsling sidintag 16-polig Housing mould, side exit 16-pin
MASKKASD24 Kapsling sidintag 24-polig Housing mould, side exit 24-pin

Kapsling for montering pa kabel: (Kabelintag pa sidan) / Hood loom, side exit

Part No. forklaring description
MASKKAKS06 Kapsling, kabel sid. 6-polig Hood loom, side exit 6-pin
MASKKAKS10 Kapsling, kabel sid.10-polig Hood loom, side exit 10-pin
MASKKAKS16 Kapsling, kabel sid.16-polig Hood loom, side exit 16-pin
MASKKAKS24 Kapsling, kabel sid. 24-polig Hood loom, side exit 24-pin

Kapsling for montering pa kabel: (Kabelintag pa toppen) / Hood loom, top exit

IXHX]

Part No. forklaring description
MASKKAKTO06 Kapsling kabel topp. 6-polig Hood loom, top exit 6-pin
MASKKAKT10 Kapsling kabel topp10-polig Hood loom, top exit 10-pin
MASKKAKT16 Kapsling kabel topp16-polig Hood loom, top exit 16-pin
MASKKAKT24 Kapsling, kabel topp 24-polig Hood loom, top exit 24-pin
e
o . . under / sida/ -
Haltagning / boring a b below: ¢ | side: ¢ d e
6—polig 52 70 32 40 35 M4 o| ©
10-polig 65 83 32 40 35 M4
16—polig 86 102 32 45 35 M4
24—-polig 112 130.0 32 45 35 M4
H 7. '
Date: 031113, © LKM Heatlock Co Ltd N, TI-OCK 4.50.9



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.
)
DIGITAL CONTROLLERS

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies

SeEaTLOCK

s

e

HLDC - Digital Controllers

Heatlock Digital Controllers comprise:

HLDC-1/06 one zone 6 amps, including loom & loom connector.
HLDC-2/10 two zones 10 amps, including loom & loom connector.
HLDC-4/10 four zones 10 amps, including loom & loom connector.

Genera
The HLDC is a precision microprocessor controller with many
advanced features such as:

* |oad recognising self tuning.
e soft start heater protection and error messages.

The control program is more advanced than conventional

PID systems and offers the speed of response and super ac-
curacy, today required by demanding thermoplastic materials
and cycle times.

In Use

For closed loop operation just select "Auto" with the switch
and dial in the set temperature. When the dial is moved the
4 digit display shows the new set point selection and after a
few seconds reverts back to the actual temperature reading.
For open loop operation (when there is a faulty or no
thermocouple) select "Man" with the switch and dial in the
percentage power setting. The display will show the setting
accurately.

Faults

In addition to the two LEDs for fuse (indicates the power out-
put fuse has blown) and load (flashes are directly related to
% power output), the display will also indicate the following
faults:

-ERR!=reversed t/c.

-TC!=open circuit thermocouple.

The fuse is located in the rear panel.

The control program

The super accurate and self tuning control program is shared
with the most sophisticated systems designed by a World le-
ader in hot runner control. On start up the power is increased
gradually to dry out the heater. The program

then runs a "load test" and self tunes so that probe, nozzle
or manifold zones are controlled at the correct speed. The
program then makes constant adjustments to achieve set
points; just like a heat seeking missile chasing a moving
target. The result is that set point is reached safely and
quickly with negligible overshoot. Response to cyclic changes
is exeptional and straight line control is achievable even on
difficult applications.

Date: 031002, © LKM Heatlock Co Ltd 5.1.1



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforeyyou design check availability, stock is gradually decreased.
pihi' :

DIGITAL CONTROLLERS

Spare@ LOCK ———————————————————————————————————————
HRS Controller Fuses
Model [tem no Output Fuse ltem no Supply Fuse
HIL DC
1 zone 6A HI DCOPO63FFE |6.3A FF 20mm | HI DCIPO63QF | 6.3A Quick Blow 20 mm
2 zone 6A HI DCOPO63FE |6.3A FE 20mm | HI DCIP120QF | 12A Quick Blow 1.25"
4 zone 6A HI DCOPO63EE |6.3A FF 20mm | HI DCIP160QF | 16A Quick Blow 1.25"
Dimensions Length Diameter
2 zone 10A | HI DCOP100FF |10A FE 1.25" HIL DCIP120QF | 12A Quick Blow 1.25" 20mm 20mm 5mm
4 zone 10A | HLDCOP100FF |10A FF 1.25" HLDCIP160QF | 16A Quick Blow 1.25" 1.25" 1.25" 0.25"
CONNECTORS
MASKINHAO6 | male
MASKINHOO06 | female
MASKKAFLO6 |housing
MASKKAKTO6 | hood
MASKINHA10 | male
MASKINHO10 | female
MASKKAFL10 |housing
MASKKAKT10 | hood
MASKINHA16 | male Wiring for HLDC4
MASKINHO16 | female
MASKKAFL16 |housing
MASKKAKT16 | hood
9 (0] (@) 1
TC + VI %
g
10 o OV 2
- TC —
Wiring for HLDC2
1| O O |s
Tc + Vv P
]
6 (@] (o] 1 12| O o |4
- c *t \Y ® TC_— \Y
Wiring for HLDCH 5
7| O O |2 13| O O |s
TC — Vv Tc + \' °
]
4 o |1 s| O O |s 14| O O |8
c + v o c + \ Py TC_ — \
5 (@) (@) 2 9 (o) (0] 4 5] O (o) 7
© - Vv c —| V c I V3
c
o
N
6 (@) o 3 10 (o] (@) 5 16 o) OV 8
TC C_—
HLDCI1 HLDC2 HLDC4
screwhole @4.4 screwhole @4.4 screwhole @4.4
9 = [5) & o o
8|18 382 882
? s o o} o o)
70 83 103
80 93 113

5.1.2 Date: 031002, © LKM Heatlock Co Ltd
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HLDC User Guide

General Description

The HLDC can have 1, 2, or 4 control zones.

The front of the HLDC has a control panel which consists of a display, control knob, mode switch, and 2 LED indicators for each

Zone.

Display-

Control knob-
Load LED-
Fuse LED-
Mode switch-

This is a "star burst'4 character display. This will display one of the following:
1) Actual temperature of the zone (in Auto mode).
2) Set temperature (when in Auto mode and the control knob is moved).
3) Percentage power (in Manual mode).
4) An error message (see Error list).
This is used to set the required temperature in auto mode or percentage power in manual mode.
This LED is lit when power is supplied to the zone.
This LED is lit if the controller detects a blown fuse.
This is used to select the mode of the zone. To the left selects Auto (closed loop) control. To the right
selects Manual (open loop) control.

Error Messages

When in Auto (closed loop) mode, instead of the actual temperature a flashing error message may be displayed.

T/C The thermocouple has been detected as open circuit.
ERR! No temperature rise. Thermocouple reversed, thermocouple pinched, faulty heater or faulty wiring.
Specifications

The following are general specifications. The actual controller supplied may differ in specified options.

Supply Voltage:
Supply Amps:
Voltage Output:
Control Method:
Triac rating:
Zone rating:

Overload protection:
T/C input:

Control range:
Scale:

Display:

Case:

208v - 240v single phase 50/60 Hz.

13 amps total. (7 amps on HLDC-1).

Burst fired, zero crossover.

Open or closed loop.

15 amps at 240v AC.

Maximum of 6 amps per zone (total not to exceed 13
amps).

High speed semiconductor fuse links.

Iron Constantine FE/Con type "J'.

0 - 400 Centigrade (Celcius).

Centigrade (Celsius).

4 character “star burst'.

Metal case, size dependent on cofiguration.

Auto - Closed Loop Control

Select Auto on the Mode selection switch (switch in the left position).
Use the control knob to the required temperature. While the knob is being
turned the display will show an arrow and the set temperature.

Man - Open Loop Control

Select Man on the Mode selection switch (switch in the right position).
Use the control knob to set the required percentage power

Date: 031002, © LKM Heatlock Co Ltd

Notices:
These controllers are designed primarily for use
within the plastic injection moulding industry and
should not for any other purpose without fist consul-
ting a senior engineer from Heatlock.

The controller should be used in dry environment
only.

The controller must not be used in an explosive
atmosphere.

When in use this device does not emit noise in ex-
cess of 10dB(A).

Refer to the serial plate attached to the controller for
confirmation of supply requirements etc.

Warning!
Always re-fit High Rupture Current load fuses in the
event of fuse rupture. Failure to do so will cause da-
mage to the cotroller on subsequent fuse failures.

This guide is intended for use with the HLDC range
of controllers. The actual model designation de-
pends on the number of zones wired. E.g. A HLDC
with 4 zones wired would have a model designation
of HLDC-4.

513



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

%q.‘EATLOCK@ Filter Nozzles

Filter Nozzle
A filter nozzle helps by removing metal shavings and 60/80/150
impurities in the plastic material. In this way you avoid
blockages in your hot runner system which could force w
a production stop for cleaning.

Moreover the plastic material is mixed better before it is
injected into the form, which helps you to keep an even
and high quality in the production.

By using the filter nozzle you will save both time and
money.

[98)

e M1 has a toothed surface on the filter which gives it 6080150
very good mixing properties.

w
* M2 is the simplest to clean since it has a smooth -

surface on the filter.

(98

e M3, which is provided with a needle point, is capable

of limiting the build up of threading. In the use of a pin- A
point intake nozzle together with, for example crystal-
line plastic this is very desirable.

All models are produced in SKD-61 and are also TIN- 60/80/150
treated.

The body is made in a number of standard forms and
can also be ordered in a special design.

Date: 031002, © LKM Heatlock Co Ltd 6.1.1



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforeyyou design, check availability, stock is gradually decreased.
B H i

Filter Nozzles

N40

For shot weight < 1000 g. Corresponds
to a machine size up to approx. 400 ton.

When ordering:

Fill out the form below and specify your
nozzle. This form also available as PDF at
www.heatlock.com

Fax this sheet to us:

Band héater (included)

+46 511 172 85 22,5
B040045250 i
Your address .
Company \ 4 AJ = r
| LT —pAE
Address w l J{ e
26 60 16 D
Phone 102 £
Fax "Filter type" means the size of the body fol-
Email lowed by the size of the nozzle. for example
Qty N40M21
Notes by Heatlock i .
State the following when ordering:
A B C D E F Filter type
60
M1 W,
M11 | M12 | M13 | M14| M15
H 1 1 2 15 |2 gy
W 08 |1 1 15 115 Al \I o
Flow area 130 | 150 | 300 | 270 | 360 N
60
M2 "
M21 | M22 | M23 | M24 | M25| M26 | M27 | M28 T
H 02 1 03 (04 05 106 | 08 | 1 1,5
W 50 50 50 50 |50 50 50 50 — 3
Flow area 60 90 120 | 150 | 180 | 240 | 300 | 450 N
60
M3 v
M31 | M32 | M33 | M34 | M35
H 1 1 2 1512 | Ky
W 08 | 1 1 1,5 115 Q
Flow area 130 | 150 | 300 | 270 | 360 N

6.1.2
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NS0

For shot weight <5000 g. Corresponds
to a machine size from 400 to 1000 ton

When ordering:

Fill out the form below and specify your
nozzle. This form also available as PDF at
www.heatlock.com

Fax this sheet to your local distributor of
Heatlock.

30

Band heater (included)

B050060420 =

Your address

Company \ 4 A“ - .
Name 3 FW /e B <§ al o
Address o J{ &
26 100 16 D
142 E
Phone
FaX nE; n 1
i Filter type" means the size of the body fol-
Email lowed by the size of the nozzle. for example
Qty N50M21
Notes by Heatlock
State the following when ordering:
A B C D E R F Filter type
80
M1 W
M11 | M12 | M13 | M14| M15| M16
H 1 1 2 15 |2 2 Q n
W 08 | 1 1 15 |15 | 2 N \ \ aaay - o
Flow area 224 | 280 | 560 | 504 | 672 | 704 % ®
80
M2 .
M21 | M22 | M23 | M24 | M25 | M26 | M27 | T
H 02 103 (04 05 /06 [ 08 |1
w 70 70 70 70 |70 70 |70 — < < NNSANNN A 3
Flow area 112 | 168 | 224 | 280 | 336 | 448 | 560 N
80
M3 v
M31 | M32 | M33 | M34| M35| M36 | T
H 1 1 2 15 |2
w 08 | 1 1 15 |15 S
Flow area 224 | 250 | 560 | 504 | 672 | 704

Date: 031002, © LKM Heatlock Co Ltd 6.1.3



s AT 4 L 1

This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforeyou design check availability, stock is gradually decreased.
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Pressure drop analysis of PA6 (Nylon) during using Filter

Nozzle
item Pressure drop percentage of Temperature
nozzle MPa pressure drop, % increase, °C
(No screen inside)
Material: PAG (nylon) 0,11 0 0,03
Bayer (Durethan-B-30-9S) Screen with
Injection Pressure: 120 MPA W=1,5H=1,5 1,53 1,42 1,5
Injection time: 0,5 sec. Screen with
NOZZle Temp.: 270 oC W=24 H=0,8 1 ,63 1 ,52 1 ,63
Screen with W=1,5 H=1,5 Screen with W=24 H=0,8
(Flow) Average Temperature (Flow) Average Temperature
Temperture analysis Temperture analysis
during material flow in during material flow in
screen. screen.

Pressure drop of screen with W=1,5H=1,5

Pressure drop of screen with W=24 H=0,8

5,00

Pressure
drop of

4,00

PAG

3,00

1,00

—

2,00

| ——

0,00

0,10

0,20 0,30

0,40

0,50
Injection time (sec)

6.1.4

5,00
Pressure
drop of

4,00

PAG

3,00

—

0,00

l—

0,00

0,10 0,20 0,30

0,40 0,50

Injection time (sec)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased. R
Spare pamm e avata e ot et as e o2007 GISCLUSLISLLIEN e UUUiUb} ‘%?EATI.DCK

Pressure drop analysis of PP during using Filter Nozzle

item Pressure drop percentage of Temperature
nozzle MPa pressure drop, % increase, °C
(No screen inside)
Material: PP 0,86 0 0,13
Pro-Fax (7633) Screen with
Injection Pressure: 120 MPA W=1,5H=15 3,87 3,01 1.3
Injection time: 0,5 sec. Screen with
Nozzle Temp.: 200 °C W=24H=0,8 4,07 3,21 1.5
Screen with W=1,5 H=1,5 Screen with W=24 H=0,8
(Flow) Average Temperature (Flow) Average Temperature
Temperture analysis Temperture analysis
during material flow in during material flow in
screen. screen.
Pressure drop of screen with W=1,5 H=1,5 Pressure drop of screen with W=24 H=0,8
5,00 5,00
Pressure Pressure
drop of 4,00 drop of 400
PP PP
3,00 3,00 /
2,00 2,00
1,00 L — 1,00 //
0,00 / 0,00
000 010 020 030 040 0,50 0,00 0,10 0,20 0,30 0,40 0,50
Injection time (sec) Injection time (sec)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforeyou design check availability, stock is gradually decreased.
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Pressure drop analysis of ABS during using Filter Nozzle

item Pressure drop percentage of Temperature
nozzle MPa pressure drop, % increase, °C
(No screen inside)
Material: ABS 0,99 0 0,3
Chi-Mei (PA707) Screen with
Injection Pressure: 120 MPA W=1,5H=15 4,68 3,69 3n
Injection time: 0,5 sec. Screen with
NOZZle Temp 230 oC W=24 H=0,8 4,96 3,97 3,43
Screen with W=1,5 H=1,5 Screen with W=24 H=0,8
(Flow) Average Temperature (Flow) Average Temperature
Temperture analysis Temperture analysis
during material flow in during material flow in
screen. screen.
Pressure drop of screen with W=1,5 H=1,5 Pressure drop of screen with W=24 H=0,8
5,00 5,00
Pressure Pressure
dropof 400 K drop of 4,00
ABS ABS
3,00 3,00
2,00 2,00
1,00 / 1,00 /
W, J
2,00 0,00
0,00 0,10 020 030 040 0,50 0,00 0,10 020 030 040 0,50
Injection time (sec) Injection time (sec)

Date: 031002, © LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Content Appendix:

ESB1/PPB1
ESB2

ESB3

ESB4

PPB2

PPB3
NPT1/NPT1-Xtnd
NPT2

NPT3

TOP2

© LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Kontrollera foljande innan varmkanalsbalken monteras slutgiltigt (se Gversikten pa vanster sida):

1. Justera in all keramik , isolering for varje bussning sa att samtliga ligger pa samma niva som Plan *B”.

2. Sétt dit bussningarna och kontrollera att bussningarna / torpedernas bakre plan ligger inom samm hdjd, 0,01
mm, enligt matvérdesniva “C”. Anvand tre métpukter pa respektive bussning.

3. Satt ihop keramiken KEM03001017 med stédet DSP0353010, mat upp totalhdjden, (ca.24mm). Mét upp
och minska denna hdjd med det forborrade djupet for keramiken i varmkanalbalken, ( ca. 2 mm) samt det
uppmétta mattet mellan plan “C” och plan “B” (ca. 15,5 eller 20 mm beroende pa bussning), aterstaende ca
6,5 eller 2 mm forsénkes i formplattan. Viktigt &r att varmkanalbalken ligger i samma niva som bussningarna
och inte glappar eller “rullar” under centrumstddet.

4. Om varmkanalbalken skall bultas fast kontrollera dd att halbilden i balken dverenstimmer med halbilden i
formplattan.

5. Satt ihop det bakre keramiken KE02500305 med stodet DSP0300306 / DSP0300312, forsakra Dig om att
keramiken bottnar i stodet. Mat upp och kontrollera hojden pa samtliga enheter. Om eventuell avikelse fore-
kommer , slipa in samtliga till samma hdjd, inom 0.005mm, slipa pa stodets undersida. Fixera sedan denna
enhet med stift DWO3X12 i de forborrade hélen i balken. Korrigera dven hér luftspalten som skall rada i kallt
tillstand som kravs for varmeexpandering i enlighet med tabell 1. Plan “D”.

6. Ldgg varmkanalbalken pa ingdtsbussningarna, som centreras i centrumstodet KEM03001017. Vridfixeringen
gors med hjélp av en Cylindrisk Pinne som placeras i det forfrésta sparet i balken. Detta gors utan att O-ring-
arna &r monterade.

7. Skruva fast varmkanalbalken med avsedda skruvar om balken skall bultas fast, kontrollera dven att samtliga
kablar &r fria.

8. Kontrollera hédr nivan pa de bakre stodens ovansida -plan “D”, samtliga skall nu ligga inom 0.005 mm.

9. Taav balken montera samtliga O-ringar, &termontera och kontrollera att det inte finns nagra ledningar i klam
eller som ligger an mot varmkanalbalken.

10. Kontrollera att varmkanalbalken &r tillbaka till rétt niva / hojd fran métvardesniva “D”. Om varmkanalbalken
inte &r fastskruvad monteras fastplattan och dras fast sa att O-ringarna pressas samman innan denna kontroll
genomfors. Varm upp systemet till drifttemperatur innan féstplattan tas bort for den sista kontrollen.

Bankprovet ar viktigt. Det visar om de elektriska komponenterna och ledningsdragningen fungerar. Ju fler
delar du vet fungerar till 100 %, desto battre.

Check the following before the manifold is finally assembled (see overview on the left side):

1. Adjust all the ceramics, insulation for each bushing so that they are all at the same level as Plan "B”".

2. Putin the bushings and check that the bushings / torpedoes rear plane is at the same height, 0,01 mm, according
to the measurement level “C”. Use three measuring points in each bushing.

3. Assemble the ceramic KEM03001017 with the support DSP0353010, measure the total height (approx.24mm).
Measure and reduce this height by the pre-bored depth of the ceramic in the manifold, (approx. 2 mm) and the
measured distance between plane “C” and plane “B” (approx. 15,5 or 20 mm depending on the bushing), the
remaining 6,5 or 2 mm is countersunk in the form plate. It is important that the manifold is at the same level as the
bushings and don’t have too much play or “roll” under the central support.

4. If the manifold is to be bolted check that the shape of the hole in the manifold matches the hole shape in the cavity
plate.

5. Assemble the back support KE02500305 with the support DSP0300306 / DSP0300312, make sure that the
ceramic reaches the bottom of the support. Measure and check the height of all the units. If there are any discrep-
ancies, adjust all to the same height within 0.005 mm, work with the underside of the support. Fix this with dowel
DWO03X12 in the pre-bored holes in the manifold. Correct here for the air gap which there shall be in cold condition
to allow for heat expansion according to table 1. plane “D”.

6. Put the manifold on the bushings, which is centred using the ceramic center support KEM03001017. Torsion fixing
is done with the help of dowels which are placed in the pre-milled slot in the manifold. This is done without the
0-rings mounted.

7. Tighten the manifold with the screws provided if the manifold is to be bolted, check that all the cables are free.

8. Check the level of the upper part of the rear support plane “D”, they shall all be within 0.005 mm.

9. Take off the manifold, assemble all the O-rings, re-assemble and check that there are no trapped cables or cables

laying against the manifold.

. Check that the manifold is back at the right level/height from the measurement level “D”. If the manifold isn't fixed

the fixing plate is mounted and tightened so that the 0-rings are pressed together before the control is carried out.
Heat up to running temperature before the clamp plate is removed for the final check.

o

Bench testing is important. It proves the electrics and wiring. The more areas that you know are working
100% the better.

Vor dem endgultigen Einbau der HeiBkanalplatte muss Folgendes beachtet werden
(siehe links):

1. Justieren Sie die keramische Zentrierung, die Isolierung jeder Diise so, dass samtliche auf der gleichen Ebene, wie
in der Abb. unter "B” angegeben, liegen.

2. Bringen Sie die Diisen an und kontrollieren Sie, dass der hintere Teil der Diisen/Torpedos innerhalb der gleichen
Hohe , 0,01 mm, laut Messwertstufe "C”, liegt. Bedienen Sie sich dreier Messpunkte an der entsprechenden Diise.

3. Einbau der keramischen Zentrierung KEM03001017 mit Zentrierhiilse DSP0353010 und Messen der Gesamthéhe
(ca 24 mm):

Messen und vermindern Sie die Hohe mit den vorgebohrten Durchgéngen fiir die keramische Zentrierhiilse an der
HeiBkanalplatte, (ca 2 mm) sowie den Messwert zwischen Stufe "C” und "B” (ca 15,5 oder 20 mm je nach Wahl
der Diise). Die verbleibenden ca 6,5 oder 2 mm werden in die Formplatte versenkt. Wichtig dabei ist, dass die
HeiBkanalplatte auf gleicher Ebene wie die Diisen liegt und nicht schleudern oder schlingern darf.

4. Wenn die HeiBkanalplatte verbolzt werden soll, ist darauf zu achten, dass die Durchgangs- und Gewindebohrungen
im Verteilerbalken mit der der Formplatte genau tibereinstimmen.

5. Verbinden Sie den hinteren keramischen Stiitzring KE02500305 mit der hinteren Hiilse DSP0300306/DSP0300312,
vergewissern Sie sich, dass Sie richtig eingesetzt ist. Vermessen und kontrollieren Sie die Hohen an samtlichen
Einheiten. Sollten eventuelle Abweichungen vorkommen, korriegieren Sie diese durch Abschleifen auf die gleiche
Hohe, innerhalb einer Toleranz von 0.005 mm, schieifen Sie die Unterseite der Hiilse. Fixieren Sie anschliebend
diese Einheit mit dem Stift DW03X12 in die vorgebohrten Durchgénge am Verteiler. Korrig-ieren Sie auch hier den
Luftspalt im kalten Zustand zum Zwecke der Warmeausdehnung. Vgl. Tabelle 1. "D".

6. Legen Sie die HeiBkanalplatte auf die Eingussdiisen, die in der keramischen Zentrierung KEM03001017 zentriert
werden. Die Drehfixierung geschieht mit Hilfe eines zylindrischen Stiftes, der an der vorgefrésten Nute am Verteiler
angebracht wird. Dieser Vorgang wird ohne das Vorhandensein von 0-Ringen durchgefiihrt.

7. Schrauben Sie den Verteilerbalken, falls die Platte verschraubt werden soll, mit den vorgesehenen Schrauben fest.
Uberpriifen Sie, dass samtliche Leitungen freigelegt sind.

8. Kontrollieren Sie die Werte der Oberseite der hinteren keramischen Stiitzscheibe (vgl. "D”). Die Toleranzgrenze von
0,005 mm darf nicht iiberschritten werden.

9. Nehmen Sie den Verteiler ab, legen Sie sémtliche 0-Ringe an, bringen Sie den Verteiler wieder an und versichern
Sie sich, dass keine Leitungen eingeklemmt sind oder an der HeiBkanalplatte anliegen.

10. Uberpriifen Sie, dass sich die HeiBkanalplatte, vom Ausgangswert “D” aus, wieder auf der richtigen Héhenstufe
befindet. Falls die HeiBkanalplatte noch nicht angeschraubt ist, wird die Befestigungsplatte montiert und fest ang-
ezogen, so dass die 0-Ringe zusammengepresst werden, bevor die Priifung durchgefiihrt wird. Erwérmen Sie das
System auf Betriebstemperatur, bevor die Befestigungsplatte zur letzten Kontrolle entfernt wird.

Eine Endabnahme ist notwendig und wichtig. Sie garantiert die Richtigkeit der Funktionen aller elektrischen
Komponenten und Leitungen. Je mehr Sie sich von der 100%ige Funktionstauglichkeit der Teile iiberzeugen,
desto erfolgreicher die Arbeit.

Art.
Art.

Nr: CAI-ESB1 Rev:01
Nr: CAI-PPB1 Rev:01

®
STEATLOCK =<t/ prs:

Table 1/ tabell 1/ Tabelle 1

®

“Air gap, look at Table 1

np

36146156

g

o

23287

g

Heat expansion
°C T=36 | T=46 | T=56
200 0.08 0.10 0.13
250 0.10 0.13 0.16
300 0.12 0.16 0.20
350 0.14 0.18 0.23
31 1 HEATMAN- Proof of drawing in order
PROOF 1o start i
30 1 HEATMANDOC Documentation of the Hot-
Runner System _
20 2 ESB2046102 Sprue Bush, Series 2,
L=46 mm
15 1 DWO08X40 Dowell @8x40
14 1 TC00040180 Thermocouple, L=12
13 14 MF6S08X008 Screw M5x8
12 2 DWO03X12 Dowell @3x12
1 2 DSP0300306 Back Spacer
10 2 KE02500305 Ceramic Back Support
9 1 CS06020 Screw M6x20
8 1 DSP0353010 Center Location spacer
7 1 KEM03001017 Ceramic Center Spacer
6 1 DSPP503107 Purge Guard
5 1 DSP4503008 Feedbush
4 4 MHWIRE050 Wire
3 4 MHCONNOO1 Ceramic Connector
2 2 MHI02400 Tubular Heater
Standard Manifold,
1 1 MI2400004608 | AT 0 e o
Item | Qty Art. Nr. Description

© LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Anvisning for inbyggnad.

Max. tillaten anlaggningskraft
fran maskinmunstycke: 40 kN

Instructions for installations.
Max permitted contact force

Einbauanleitungen

Hochstzulassige AnpreBkraft

from machine nozzle: 40 kN

der Maschinendise: 40 kN

Enfacksmontering Flerfacksmontering Enfacksmontering Flerfacksmontering
Single Cavity Assembly | Mulii Cavity Assembly | ESB1 Single Cavity Assembly | Multi Cavity Assembly | PPB1
Einzelfachausfuhrung Mehrfachausfuhrung Einzelfachausfuhrung Mehrfachausfuhrung
@30 8
@30 f8
@20
——
@20 o o4
w|_94 o
° |
0
5 o
o Q
& |
N
| b > .
| . , :
@ o —
© S 33 D Keramisk isolerring
S8 Keramisk isolerring - — 220 Ceramic Insulation
- - 920 Ceramic Insulation £ Keramischer Isolierung
Keramischer Isolierung 3 Termoalement
[ S -
Termoelement ﬂ Thermoqpuple
1 . Thermocouple 91.5 Thermofuhler
o Thermofuhler Spiralelement
LU Spiralelement < 28 h6 ﬁo!lhkgater
Coilheater eizkorper
< @8 hé o
. Heizkorper Ror
E C Pipe
* Ror
Pipe Rohr
Rohr
Haltagning i formen Haltagning i formen
Boring in the clamp plate @16 Boring in the clamp plate
Bohrung in der Befestigungsplatte ~ Bohrung in der Befestigungsplatte o
16

e .
w N
[t) R0.4 max 06
& A
A \I/ ) 25 ) R0.4 max 06
(e}
« 25
| % ‘\\I/ g |
- ‘
- . -~
N 3 ©
- D
N 3
‘ ‘ H7
024 — o8 | |@0.01 ‘ ‘
@8 H7
@24 T 1
@30 H7 9
|
» > 3 3 @30 H7
NN S
Intag pa fordelarkanal Y \\\7
eller pa ett lutande plan. i . Nf el
Gate onrunneroron ]! B@/ ol R=075
surface not per-pendicular | — oD
tobushing. ‘\ j N R3
AnguB am Verteilerkanal - Q(D+4) N
bzw. geneigter Flache. 0,25-0,50 S | ©0.8

10 (20)

Kabelnut

Utgang for kabel
Slot for cable

50

4xR10

Appendix - 4

37.5

Haltagning for bussning med eller utan ringelement

Boring in the clamp plate for the bush with or without

bandheater

Bohrung in der Befestigungsplatte fur Dusen mit oder

ohne Ringheizer

Art.Nr.

B028013180

© LKM Heatlock Co Ltd



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Vid bearbetningstemperaturer dver 250 -
260°C kan det vara fordelaktigt att montera
ett bakre ringelement pa munstycket. Detta
galler aven nar skarkraftskansliga material
skall bearbetas.

OBS! Detta element maste anslutas till
en manuell regulator och bor under inga
omstandigheter parallellkopplas med
spiralelementet och dess termoelement.
Fargmarkning pa termoelement.

Svart kabel + (jarn),vit kabel—.

Termoelementets kopplingshylsa har en
max. temperaturbestandighet pa 240°C.

When temperatures of 250-260 °C and
above are needed it may be advantageous to
install a heater band at the back end. This is
also the case when shearsensitive materials
are to be moulded.

NB This element must be connected to a
manual controller and should under no
circumstances be connected in parallel
with the coilheater and its thermocouple.

Colour code for thermocouple wires.
Black wire + (Iron) White wire —.

The connector sleeve of the thermocouple
has a max. temperature resistance of

240 °C.

Sind Temperaturen von 250-260° C oder
hoher erforderlich, ist die Anbringung eines
zusatzlichen Ringheizkdrpers am hinteren
HeiBkanalende zu empfehlen. Dies gilt auch
fur die Verarbeitung von scherkraftempfindli-
chen Kunststoffen.

ACHTUNG! Dieser Heizkorper ist an
seinen eigenen, handbetatigten Regler
anzuschlieBen. Er darf keinesfalls mit
dem Spiralheizkorper und dessen Tempe-
raturfuhler parallelgeschaltet werden.

Farbkennzeichnung des Temperaturfuhlers:
Schwarz Kabel + (Eisen), WeiB Kabel —

Die AnschluBhuise des Temperaturfuhlers ist
bis 240° C hitzebestandig.

Fore inbyggnad mat upp buss-
ningens nominella "L”-matt, lagg
darefter till langdutvidgningen sa att
bussningens spets ligger exakt vid
intagspunkten i uppvarmt tillstand.

To ensure minimum vestige on the
part.Measure the actual “L” mea-
surement on each bush, add the
length expansion according to the
adjacent table to get the hole depth
(“L”+X,xx) to be drilled in the cavity
plate

Vor dem Einbau NennmaB "L” der
Duse bestimmen und um den Wert
der Langenausdehnung erweitern,
damit die Dusenspitze im heiBen
Zustand genau am AnguBpunkt
liegt.

Length expansion at: *‘C="L"+X,xx
°C 26 36 46 86 106
200 0,03 0,04 0,05 0,10 0,12
250 0,04 0,05 0,06 0,12 0,15
300 0,04 0,06 0,08 0,14 0,18
350 0,05 0,07 0,09 0,17 0,21

ESB1:Intaget levereras med &1,5mm, som kan
brotchas upp till @ 3 mm vid behov.

PPB1:Intaget levereras med @0,8 mm, som kan
brotchas upp till @ 1,5 mm vid behov.

Diagrammet ger riktvarde pa den intags-diameter,
som behdvs for olika plaster och skottvikter.

OBS! En for liten intagsdiameter betyder bl.a. att
onodigt hog temperatur maste stallas in pa mun-
stycket for att intaget ej skall frysa mellan skotten.

1. Lagviskosa (PS, PE, PP)
2. Medelviskbsa (ABS, SAN, PA, POM)
3. Hogviskdsa (PC, PMMA, Noryl, fyllda material)

ESB1:Supplied with a gate @1,5mm wich can be
reamed up to @ 3 mm.

PPB1:Supplied with a gate @0,8mm wich can be
reamed up to @ 1,5 mm.

The diagram gives guideline figures for the gate
diameter needed for different plastics and shot
weights.

Note: If the gate diameter is too small, an unneces-
sarily high bushing temperature will have to be set
for the gate not to freeze between shots.

1. Low-viscosity material (PS, PE, PP)
2. Medium-viscosity material (ABS,SAN, PA, POM)
3. High-viscosity material (PC, PMMA, Noryl)

ESB1:Bei Lieferung betragt der AnguBdurchmes-
ser 1,5 mm. Fur hdhere SchuBgewichte kann der
AnguBdurchmesser bis auf 3 mm aufgerieben
werden.

PPB1:Bei Lieferung betragt der AnguBdurchmes-
ser 0,8 mm. Fur hdhere SchuBgewichte kann der
AnguBdurchmesser bis auf 1,5 mm aufgerieben
werden.

Das Diagramm gibt Richtwerte fur den bei unter-
schiedlichen Kunststoffen und SchuBgewichten
benbtigten AnguBdurchmesser an.

ACHTUNG! Zu geringer AnguBdurchmesser erfor-
dert eine unnbtig hohe Temperatur der Duse, damit
der AnguB zwischen den Schiissen nicht erstarrt.
Saubern der Duse, auswechseln von Spiralheiz-
korpen bzw. Temperaturfuhler.

1. Niederviskose Kunststoffe (PS, PE, PP)
2. Mittelviskose Kunststoffe (ABS, SAN, PA, POM)
3. Hochviskose Kunststoffe (PC, PMMA, Noryl)

Skottvikt per mun-
stycke
Shot-weight per
nozzle
SchuBgewicht je
Dise

9

2060 )
1000
7
R L
3
o // ////
100 7 /
20
n A
)
2
W ARV
Intagsdiameter
Gate diameter
AnguBdurchmesser
T 175 1.75 0 ar 47 5.4 LA
10 L5 2o 2% 10 55 7.2 mm
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Montera TC enligt figur.

Assemble the TC as in the
drawing.

Einbau von TC nach Ab-
bildung.

Satt pa clips for lasning av TC.
Kontrollera hojd enligt figur.

drawing.

fur TC an. Kontrollieren Sie die
Hohe gemab Abb.

Put on the clip for locking the TC.
Check the height according to the

Bringen Sie den Sicherungsring

@

Montera elementet genom
att forsiktigt "skruva” upp
spiralen nagot. Tra dver
elementet pa pipan och
slapp efter med verktyget.
Kontrollera att elementet
smiter at runt pipan och
bottnar mot skallen, samt
att elementet linjerar med
den fasade kanten vid
pipans spets.

Assemble the coilheater by
carefully "unscrewing” the
coil spring slightly. Thread
the heater over the pipe
and release using the tool.
Check that the coilheater
fits tightly around the pipe
and touches the head, and
that the coilheater is in line
with the chamfered edge at
the point of the pipe.

Montieren Sie den Heiz-
korper durch vorsichtiges
“nach oben schrauben” der
Spirale. Ziehen Sie den
Heizkorper uber das Rohr
und lockern Sie diesen mit
Hilfe eines Werkzeugs.
Vergewissern Sie sich,
dass der Heizkorper am
Rohr richtig anliegt und
am Kopf richtig ansitzt und
kontrollieren Sie, dass der
Heizkorper entlang der
abgeschragten Kante am
Ende des Rohrs verlauft.

(9

@
)
(9

Denna monteringsanvisning
baseras pa att du anvander vart
monteringskit EBPPNP1KIT.

This assembly instruction is based
on the use of our assembly kit
EBPPNP1KIT.

Diese Einbauanleitung geht von
der Benutzung unseres Einbaukit-
tes EBPPNP1KIT aus.

Heatlock AB © 041001. Notice: latest version always available on our website, www.heatlock.com5
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you deS|gn check avallablllty stock is gradually decreased

®
%'!‘EATLOCK
ESB? ..., ELECTRIC SPRUE BUSH

Instructions for installation. _
Max permitted contact force from

machine nozzle: 4Mp

Boring dimensions

25018
048
027
f-——
[}
98 —
=) —
‘o 210,4 3o
& R04 max 050 H7 &
2,5
o \/ \ /
3
o D Coramic. 28 g
- 24 ] . eramic  ring -
) Thermocouple s
§ Coil heater = ‘
©
\ Reflector R3
— . ]
@2
Q 4:7 '
+ ' \ 1 Taper of 212 H7
i \': Ethegate L | oo

'
g +-4 3 degrees “inc.”
@12h6

LARXE

Cc2

Boring in the clamp plate for the
bush with or without bandheater:

Slot for cable
\ Utgang f'ét kabel
K RS / Art. . R| A |[B1[B]|Cl|C2

// I - Bussning 28 | 20 - - - -
) g B0A7015315 | 36 | 22 | 15 | 22 | 45 | 45
= = B048020180 | 36 | 22 | 36 | 22 | 70 | 40

(9]

When designing the bushing heaters we took every possible step to make the heat
distribution along the bushing as even as possible. We have thus concentrated the wattage
at both ends in order to compensate for heat losses which are the result of metallic contact
between bushing and mould. The ceramic insulation is of course also highly important for
uniform temperature distribution in the bushing.

When temperatures of 250-260 YC and above are needed it may be
advantageous to install a heater band at the back end. This is also the case
when shearsensitive materials are to be moulded.

Note: This element must be connected to its own special manual controller and must not be
connected in parallel with the spiral element and its thermocouple.

Date: 050326, © Heatlock AB .
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Befor®garieseic’ check availability, stock is gradually decreased.
Spare, i nti - 5 e m-N

If the bushing is installed as shown in the diagram, all cables will be protected from plastic.
If possible there shall be no contact between the back end of the bushing and the guide ring
of the mould. Such contact will cause a heavy drop in temperature at the back end of the
bushing. If the force at which the machine nozzle is pressed against the sprue bushing is
greater then that caused by the injection force on the front area of the bushing, nothing is
needed to keep bushing in place axially. The bushing can then be installed as shown in the
diagram below.

Max permitted contact force from

77N

x

©

£ f
027 |

Wz machine nozzle: 4Mp
If a support is needed to fix the bushing
= axially the contact area must be as small
’PN as possible. The support area should

- preferably be as far as possible from the
centre of the bushing. (Not on the
o) flange.)
Preferably an insulation ring part No.
KEO5002708 shall be placed between
the back support and the surface of the

_m% bushing.

Single-cavity .Multi-cavity

1.5
N

~

Colour code for thermocouple wires.
N
Black (red) wire + (Iron)
White (blue) wire —.

The connector sleeve of the thermocouple has a
max. temperature resistance of 240 YC.

A

Fitting of the front end of the bushing. /\
|

A certain amount of cooling is needed at front end.

[t must remain at a temperature low enough to make the plastic solidify. Too much cooling will
however cause the plastic in the flow channel to be highly viscous further into the bushing.
The contact surface at the front end may therefore have to be trimmed depending on, for
example, temperature wanted and cycle time.

Length of contact at front end can usually be 2mm. For high temperature plastic and for long
cycle time a shorter length may be needed (down to about 0,75mm). The fit at the front end in
the mould also has an influence on the temperature at

that area. A hard fit gives more cooling then a loose

one.
On injection moulding with fast-injecting materials it !
may sometimes be necessary to have a length of TV
contact greater than 2 mm, so that sufficient heat can — pene
be carried away from the front face. This may mean =& L \
increasing the temperature of the bushing during © ) r\\
startup and reducing it in continuous operation. B=t

@D
An improved temperature zone separation in the front @D(D+4)

end of the bush will be achived if a groove is machined
as sketch to the right. Usefull when moulding at high
temperatures.

Date: 050326, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
1ilg ntil at leg a 00 =Ta¥> m

Length of the bushing.

SeaTock’

L26 approx

- o L , L46  approx

When fitting the bushing into the mould it is essential to L66  approx
bear in mind that its length increases when it get hot. L86 approx
Approx. elongation of bushing at 200 YC L106 approx
L136 approx

0,10 mm
0,177 mm
0,22 mm
0,27 mm
0,30 mm
0,39 mm

i .
T
— \j R .
< | L 1y 2 P LATE LT
\ i SSTULARN
p ! [ \ !
02505, DY ® X r\\
R=1
012 ob
——

Gate on surface not perpendicular to bush. Gate on runner OD(D+4)

measurment.
the gate. The wall thickness at the front end shall not be less then 2 mm.

A small front diameter of the sprue bushing gives:

along the bushing as a result.
- the force that will push the bushing out of the mould will be reduced.

Size of gate
St ” Eng
o A/
i} /
S A
S/ I VA
/x

37 4.7

o 53

5.4 74
7.2

1.75 2.25

1.0 5 20 2% 1,
Gate diameter

1. Low viscosity PS, PE, PP.
2. Medium viscosity ABS, SAN, PA, POM.
3. High viscosity PC, PMMA, Noryl, PUR, reinforced plastics.

necessary.

bushing temperature will have to be set for the gate not to freeze between shots.

The front surface of the bushing must not come into contact with the moving mould half.

Bushings with extra stock must be used when any kind of contour is needed at the front end.
This is how it should be done. It is not recommended to shorten the bushing below the "L”

Front diameter of the bushing may be reduced to be as small as possible considering size of

- less contact area between bushing and mould with a more even temperature

On delivery is the gate 2 mm. Outward cone is 1,5Y per side. It may be reamed out to 5 mm if

The diagram above gives a guideline figure for the gate diameter needed for different
plastics and shot weights. Note: If the gate diameter is too small, an unnecessarily high

© LKM Heatlock Co Ltd Date: 050326, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforw check avallablllty stock is gradually decreased

The suggested flgures are approxmate Gate imension may be influenced by the shape of
the article and the design of the mould etc.

The balance between shot weight, injection rate, tool temperature, temperature pattern
opposite gate, cooling around gate and injection pressure are all factors that affect gate
size.A small gate freezes quicker than a large gate.

On injection moulding with very short cycle times and short injection times, it may be
necessary to design gate cooling so that it does not overheat.

If the sprue bushing is feeding a runner which has a gate into a cavity, it may be suitable to
make bushing gate larger then actually necessary. This way pressure drop and shear will be
reduced.

If an electric sprue bushing is used to feeding a runner this means that length of flow in cold
steel has been reduced equivalent to bushing length. Due to this cross section of the runner
can be made smaller then usually. This may be important in order to get shortest possible
cycle time.

Begin with a smaller gate than indicated by the table.
Instructions for changing the coilheater or thermocouple.

Disassembly

Take off the reflector (aluminium tube)
Unscrew the screws at the rear end.
Take off the flange.

. Take of the lock ring at the front end.
Take off the spring that keeps thermocouple in place.

Take off the tape that keeps heater and thermocouple extensions
together.

7. Depending on how hard spiral heater fits the pipe it can either be pulled
of or "unscrewed”. Unscrewing works easily if you push on the spiral
heater extension which will open the spiral while at the same time opening
the spiral at the other end with a suitable tool. The thermocouple must not
follow if the spiral element is rotated or pulled off, since it may break.Treat
thermocouple with great care. The
tube is only 1 mm diameter.

OO AN

Assembly.

To be done in opposite order to disassembly.

If a new thermocouple is to be fitted it must be
bent to fit the bushing. The tip of the thermo-
couple must be located where the groove ends,
i.e. about half-way along the tube. Min. bending
radius 3 mm.

Tighten the element so that the heating spiral
makes contact with the tube.

If you have any questions about installing the bushing, please get in touch with us.

5

5

ESB2 3
® S

\ Box 236~ S-532 23 Skara Phone: +46 511-13200 =
\ I m K e-mail: hot.runner@heatlock.se Fax:  +46511-17285 %
\ [ | Homepage: http://www .heatlock.se %

(0]

I

Date: 050326, © Heatlock AB
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This Hea

Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Instructions for installation.

28

10.5| 9.5

D568
@55
_ @25
g* Q9 |
V\=|l_| —
© # ;t;‘
30

@32

|———

+20

O
O Ceramic _ring
Thermocouple
; g\Coil heater

Slot for cable
Utgang for kabel

®
%’-EA'".DCK ESB3 ..., ELECTRIC SPRUE BusH

Max permitted contact force from machine
nozzle: 4Mp

Boring dimensions

20

+0.01
20

2,5

8 +0.01

L [oo01 |

Boring in the clamp plate for the bush with or
without bandheater:

Part No.

A

B1

B2

C1

Cc2

B2

<

Bush

30

22

B055020180

40

22

42

22

85

45

B1

When designing the bushing heaters we took every possible step to make the heat distribution
along the bushing as even as possible. We have thus concentrated the wattage at both ends in
order to compensate for heat losses which are the result of metallic contact between bushing
and mould. The ceramic insulation is of course also highly important for uniform temperature dist-

ribution in the bushing.

When temperatures of 250-260 °C and above are needed it may be advantageous to in-
stall a heater band at the back end. This is also the case when shearsensitive materials

are to be moulded.

Note: This element must be connected to its own special manual controller and must not be con-
nected in parallel with the spiral element and its thermocouple.

© LKM Heatlock Co Ltd

Date: 050606, © Heatlock AB
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This Hemmj, below, is currently being replaced by the A1-series of nozzles.

Before you desi heck availability, stock js gradually decreased. . .
Soar ot TR e Bashing 1S installed as showi i thediagrams all cables will be protected from plastic.

If possible there shall be no contact between the back end of the bushing and the guide ring of
the mould. Such contact will cause a heavy drop in temperature at the back end of the bushing.
If the force at which the machine nozzle is pressed against the sprue bushing is greater then that
caused by the injection force on the front area of the bushing, nothing is needed to keep bushing
in place axially. The bushing can then be installed as shown in the diagram below.

Single-cavity Multi-cavity

A

=

Max permitted contact force from machine
nozzle: 4Mp

If a support is needed to fix the bushing
axially the contact area must be as small as
possible. The support area should preferably
be as far as possible from the centre of the
bushing. (Not on the flange.)

Preferably an insulation ring part No.
KE05604408 shall be placed between the
back support and the surface of the bushing.

Color code on Thermocouple

Black (red) wire + (Iron) \
White (blue) wire —.
The connector sleeve of the thermocouple has a max. temperature resistance of 240 °C.

Fitting of the front end of the bushing.

A certain amount of cooling is needed at front end.

It must remain at a temperature low enough to make
the plastic solidify. Too much cooling will however o p
cause the plastic in the flow channel to be highly
viscous further into the bushing.

The contact surface at the front end may therefore
have to be trimmed depending on, for example,
temperature wanted and cycle time.

Length of contact at front end can usually be 2mm. For high temperature plastic and for long
cycle time a shorter length may be needed (down to about 0,75mm). The fit at the front end in the
mould also has an influence on the temperature at that area. A hard fit gives more cooling then a
loose one.

On injection moulding with fast-injecting materials it may

sometimes be necessary to have a length of contact

greater than 2 mm, so that sufficient heat can be carried

away from the front face. This may mean increasing the =
temperature of the bushing during startup and reducing m i
it in continuous operation.An improved temperature zone N S7) N
separation in the front end of the bush will be achived if a N &\
groove is machined as sketch to the right. Usefull when A=t o)
moulding at high temperatures. =20+

Date: 050606, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles. SeaTLockK

Before
Spare f

arts wil| be available uniil at |east end of 2007 (apart form NPT1 bodies
Lengfh Stihée usI?mg. o :

ou design check availability, stock is gradually decreased.

Length expansion at: °C="L"+X,xx

When fitting the bushing into the mould it is essential | «¢ | 46 | 66 | 86 | 116 | 146 | 176
to bear in mind that its length increases when it get
hot. Approx. elongation of bushing at 200 °C 200 | o1 | 015 | 020 | 027 | 034 | 040

To ensure minimum vestige on the part, measure the actual
"L" measurement on each bush, add the length expansion

The front surface of the bUShing must not come into according to the table to get the hole depth ("L"+X,xx) to be
contact with the moving mould half. drilled in the cavity plate, (e.g. °C=300, L=46 » X,xx=0,16
Bushings with extra stock must be used when any L™

kind of contour is needed at the front end. This is

how it should be done. It is not recommended to

shorten the bushing below the ”"L” measurment.

Front diameter of the bushing may be reduced to be

as small as possible considering size of the gate. The wall thickness at the front end shall not be
less then 2 mm.

| - Y

?//%///); fo'25-0,5

Gate on surface not perpendicular to bush. Gate on runner

A small front diameter of the sprue bushing gives:

- less contact area between bushing and mould with a more even temperature along
the bushing as a result.

- the force that will push the bushing out of the mould will be reduced.

Size of gate.
On delivery is the gate 2 mm. Outward cone is 1,5° per side. It may be reamed out to 6 mm if
necessary.
pailili]
100 7
500 / / 3//
- ] b
Shot weight per /
nozzle grams 2
L}
b
I /AN Y
W 1.5 1.75 P an 47 5.4 A
1.0 .5 A1l 2% 40 55 7.2

Gate diameter

1. Low viscosity PS, PE, PP.
2. Medium viscosity ABS, SAN, PA, POM.
3. High viscosity PC, PMMA, Noryl, PUR, reinforced plastics.

The diagram above gives a guideline figure for the gate diameter needed for different plastics and
shot weights. Note: If the gate diameter is too small, an unnecessarily high bushing temperature
will have to be set for the gate not to freeze between shots.

The suggested figures are approximate. Gate dimension may be influenced by the shape of the
article and the design of the mould etc.

Date: 050606, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before Mgmﬁﬁeck avallablllty stock is gradually decreased
Spare pa .

The balance between shot We|ght |nJect|on rate, tool temperature, temperature pattern opposite
gate, cooling around gate and injection pressure are all factors that affect gate size.A small gate
freezes quicker than a large gate.

On injection moulding with very short cycle times and short injection times, it may be necessary to
design gate cooling so that it does not overheat.

If the sprue bushing is feeding a runner which has a gate into a cavity, it may be suitable to make
bushing gate larger then actually necessary. This way pressure drop and shear will be reduced.

If an electric sprue bushing is used to feeding a runner this means that length of flow in cold steel
has been reduced equivalent to bushing length. Due to this cross section of the runner can be
made smaller then usually. This may be important in order to get shortest possible cycle time.
Begin with a smaller gate than indicated by the table.

Instructions for changing the coilheater or thermocouple.

Disassembly

1. Take off the reflector (aluminium tube)

2. Unscrew the screws at the rear end.

3. Take off the flange.

4. Take of the lock ring at the front end.

5. Take off the spring that keeps thermocouple in place.

6. Take off the tape that keeps heater and thermocouple extensions together.

7. Depending on how hard spiral heater fits the pipe it can either be pulled of or
"unscrewed”. Unscrewing works easily if you push on the spiral heater exten-
sion which will open the spiral while at the same time opening the spiral at the
other end with a suitable tool. The thermocouple must not follow if the spiral

element is rotated or pulled off, since it may break.Treat thermocouple with
great care. The tube is only 1 mm diameter.

Assembly.

To be done in opposite order to disassembly.
If a new thermocouple is to be fitted it must
be bent to fit the bushing. The tip of the ther-
mo-couple must be located where the groove
ends, i.e. about half-way along the tube. Min.
bending radius 3 mm.

Tighten the element so that the heating spiral
makes contact with the tube.

®
Q Box 236 ~ S-532 23 Skara Phone: +46511-13200
\ [} e-mail: hot.runner@heatlock.se Fax: +46 511-17285

Homepage: http://www.heatlock.se

Appendix - 14 Date: 050606, © Heatlock AB © LKM Heatlock Co Ltd



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design ¢

®
MTMK ESBA4. .., ELECTRIC SPRUE BUSH

heck availability, stock is gradually decreased.
1ilg ntil at leg a 00 =Ta¥> m

nstructions for instsallation Max permitted contact force from machine

nozzle: 8 Mp..

Boring dimensions

=<

1.5

+0.01

20’

14 R04 max

@62H7

Ceramic insulation

2.
Thermocouple S

4

Coilheater

8 +0.01

4

O.

6‘5)/,

36
R3

10

V ORI L

+20

Boring in the clamp plate for the bush with or
without bandheater:

Slotn for qable
N oo Art. . R [A |Bl [B2Cl]|C2
e 7 8 Bushing 34 |20 | - - - -
- /Ty BO60020180 | 42 | 22 | 42 | 22 | 85 | 45

B1

R5

-

C1

When designing the bushing heaters we took every possible step to make the heat
distribution along the bushing as even as possible. We have thus concentrated the wattage
at both ends in order to compensate for heat losses which are the result of metallic contact
between bushing and mould. The ceramic insulation is of course also highly important for
uniform temperature distribution in the bushing.

When temperatures of 250-260 YC and above are needed it may be advantageous to install a
heater band at the back end. This is also the case when shearsensitive materials are to be
moulded.

Note: This element must be connected to its own special manual controller and must not be
connected in parallel with the spiral element and its thermocouple.

If the bushing is installed as shown in the diagram, all cables will be protected from plastic.
If possible there shall be no contact between the back end of the bushing and the guide ring
of the mould. Such contact will cause a heavy drop in temperature at the back end of the
bushing. If the force at which the machine nozzle is pressed against the sprue bushing is
greater then that caused by the injection force on the front area of the bushing, nothing is
needed to keep bushing in place axially. The bushing can then be installed as shown in the
diagram on the next page.

© LKM Heatlock Co Ltd

Date: 050326, © Heatlock AB .
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforgw check avallablllty stock is gradually decreased

Max perm|tted contact force from machme nozzle: 8 Mp.

If a support is needed to fix the bushing axially the contact area must be as small as possible.
The support area should preferably be as far as possible from the centre of the bushing. (Not on
the flange.) Preferably an insulation ring part No. KEO6003908 shall be placed between the back

support and the surface of the bushing.

Single-cavity Multi-cavity

Colour code for thermocouple wires.

Black (red) wire + (Iron)

White (blue) wire —.

The connector sleeve of the thermocouple
has a max. temperature resistance of

240 C.

Fitting of the front end of the bushing.

A certain amount of cooling is needed at front end. It must remain at a temperature low enough
to make the plastic solidify. Too much cooling will however cause the plastic in the flow channel
to be highly viscous further into the bushing.
The contact surface at the front end may therefore have
to be trimmed depending on, for example, temperature
wanted and cycle time.
Length of contact at front end can usually be 2mm. For
high temperature plastic and for long cycle time a
shorter length may be needed (down to about
0,75mm). The fit at the front end in the mould also has
an influence on the temperature at that area. A hard fit
gives more cooling then a loose one.
On injection moulding with fast-injecting materials it
may sometimes be necessary to have a length of
contact greater than 2 mm, so that sufficient heat can
be carried away from the
front face. This may mean
increasing the temperature
of the bushing during
startup and reducing it in
_OAH7 _ continuous operation.
Front diameter of the
bushing (A) may be
reduced to be as small as possible considering size of the gate. The wall thickness at the front
end shall not be less then 2,5 mm.
A small front diameter of the sprue bushing gives:

- less contact area between bushing and mould with a more even
temperature along the bushing as a result.

- the force that will push the bushing out of the mould will be reduced.

Length of the bushing.

L=75 approx 0,19 mm
L=100approx 0,24 mm
L=125approx 0,30 mm
L=150approx 0,35 mm

When fitting the bushing into the mould it is essential
to bear in mind that its length increases when it gets
hot. Approx. elongation of bushing at 200 YC

Date: 050326, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you deS|gn Check avallablllty stock is gradually decreased

SeaTLock’

Bushmgs W|th extra stock must be used when any kind of contour is needed at the front end.
This is how it should be
done.

Do not go below the L-
dimension of the bushing
when machining.

The front surface of the
bushing must not come into
contact with the moving
mould half. Gate on surface not perpendicular to bush Gate on runner

-~

[ 0
T ./—\ /

@D

f-——

R=1

@(D+4)
a2

R=0.38 max
Bushings for multi-cavity version %

e

If the rear end of the bushing is to be in contact with a
manifold, machine an O-ring groove in that part, as
shown on the right.

Art. number ORINGO0615

. +0.1
Size of gate. PECLELN

On delivery the gate is 3 mm. Outward cone is 1,5Y per side. It may be reamed out to 10 mm
if necessary.

2000
w00 5
ol 3
20 / L1 1
Shot weight per 100
nozzle in grams
o A1/
10 /
. / YV
2
L/ 4 i
//
n7s 1.2 175 225 37 47 54 79
1.8 5 2o 29 10 55 7.2 Gate diameter

1. Low viscosity (PS, PE, PP).
2. Medium viscosity (ABS, SAN, PA, POM).

3. High viscosity (PC, PMMA, Noryl, PUR, reinforced
plastics).

The diagram on the next page gives a guideline figure for the gate diameter needed for
different plastics and shot weights. Note: If the gate diameter is too small, an unnecessarily
high bushing temperature will have to be set for the gate not to freeze between shots.

The suggested figures are approximate. Gate dimensions may be influenced by the shape of
the article and the design of the mould etc.

The balance between shot weight, injection rate, tool temperature, temperature pattern
opposite gate, cooling around gate and injection pressure are all factors that affect gate size.
If the sprue bushing is feeding a runner which has a gate into a cavity, it may be suitable to
make bushing gate larger then actually necessary. This way pressure drop and shear will be
reduced.

If an electric sprue bushing is used to feeding a runner this means that length of flow in cold
steel has been reduced equivalent to bushing length. Due to this cross section of the runner
can be made smaller then usually. This may be important in order to get shortest possible
cycle time.

Begin with a smaller gate than indicated by the table.

© LKM Heatlock Co Ltd Date: 050326, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforgw check avallablllty stock is gradually decreased

odlflcoTlon of Icrge sprue bush for pin point gating.

1.Machine main body at front end to a tatal length of 99
resp. 124, 149 and 174 mm. The complete, modified
bushing will have the following L=lengths:

Part.noESB4075201 71mm
ESB4100201 96 mm

ESB4125201 121 mm
ESB4150201 146 mm

2. Spark erode the centre hole as shown above, until
0,6mm is left to the front end.

3.After spark erosion, the tube should be stress-
annealed at about 300 YC.

4. Because of the hole that already exists in the sprue
bushing, the gate hole of the modified version will be about 3.3 mm, which is a suitable size
for approximately the following shot weights:

low-viscosity plastics 1000 g, medium-viscosity 200g, high-viscosity 40 g
If a larger shot capacity is needed, increase the gate hole to a suitable diameter.
Instructions for changing the coilheater or thermocouple.

Disassembly

1. Unscrew the screws at the rear end.

2. Remove the flange.

3. Take of the lock ring at the front end

4. Take off the spring that keeps thermocouple in place.

5. Take off the tape that keeps heater and thermocouple extensions together.

6. Depending on how hard spiral heater fits the pipe it can either be pulled off or
"unscrewed”. Unscrewing works easily if you push on the spiral heater extension which
will open the spiral while at the same time opening the spiral at the other end with a
suitable tool. The thermocouple must not follow if the spiral element is rotated or pulled
off, since it may break.

Treat thermocouple with great care. The tube is only 1 mm diameter.

Assembly.

To be done in opposite order to disassembly.

If a new thermocouple is to be fitted it must be bent to fit
the bushing. The tip of the thermocouple must be located
where the groove ends, i.e. about half-way along the tube.
Min. bending radius 3 mm.

N\

If you have any questions about installing the bushing, please get in touch with us.

Tighten the element so that the heating spiral makes
contact with the tube.

Heaflock AB 97.06 / ESB4.monf

\ ® Box 236  S-532 23 Skara Phone: +46 511-13200
\ e-mail: hot.runner@heatlock.se Fax:  +46 511-17285
\ | | Homepage: http://www heatlock.se
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design ¢

MTMK PPB2..., PIN POINT BUSH

heck availability, stock is gradually decreased.
zailg ntil at leg a 00 anar m

Instructions for installations.

25018

D48

220

06

28-0,05

Max permitted contact force from machine
nozzle: 4 Mp.

Insulation ring

Thermocouple

When designing the bushing heaters we took every possible step to make the heat
distribution along the bushing as even as possible. We have thus concentrated the wattage
at both ends in order to compensate for heat losses which are the result of metallic contact
between bushing and mould. The ceramic insulation is of course also highly important for
uniform temperature distribution in the bushing.

@24 D .
ol—  Coiheater
Reflector
I~
©
:'_J
|
booof |
C2
Slot for cable

Utgang for kabel
ya

B2

B1

C1

20

R3

v

D12 H7

Boring dimensions
@27
1227
2104 &
RO4 max @50 H7 &
A7 &5/
228 gw

vvvvv

Boring in the clamp plate for the

bush with or without bandheater:

L[ e00r]

Art. nr. R A | Bl | B2 | C1 | C2
Bushing 28 | 20 - - - -
BO47015315 | 36 | 22 | 15 | 22 | 45 | 45
B048020180 | 36 | 22 | 36 | 22 | 70 | 40

When temperatures of 250-260 YC and above are needed it may be

advantageous to install a heater band at the back end. This is also the case

when shearsensitive materials are to be moulded.

Note: This element must be connected to its own special manual controller and must not be

connected in parallel with the spiral element and its thermocouple.

© LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforg®gppieseac’ check availability, stock is gradually decreased.
Spare paris-will-be-available-until-atleast-en 007 (apartform-N

If the bushing is installed as shown in the diagram, all cables will be protected from plastic.
If possible there shall be no contact between the back end of the bushing and the guide ring
of the mould. Such contact will cause a heavy drop in temperature at the back end of the
bushing. If the force at which the machine nozzle is pressed against the sprue bushing is
greater then that caused by the injection force on the front area of the bushing, nothing is
needed to keep bushing in place axially. The bushing can then be installed as shown in the

Single-cavity Multi-cavity

w

max 1,5 5

diagram below. Max permitted contact
force from machine nozzle: 4 Mp.
Jfﬁ/ If a support is needed to fix the bushing
axially the contact area must be as small
as possible. The support area should
preferably be as far as possible from the
centre of the bushing. (Not on the flange.)
Preferably an insulation ring part No.
KEO5002708 shall be placed between the
back support and the surface of the

J,/ bushing.

o0 O

Colour code for thermocouple wires.
Black (red) wire + (Iron)  White (blue) wire —.

The connector sleeve of the thermocouple has a max. temperature resistance of 240 YC.

Fitting of the front end of the bushing.

A certain amount of cooling is needed at front
end. It must remain at a temperature low enough

to make the plastic solidify. Too much cooling will
however cause the plastic in the flow channel to
be highly viscous further into the bushing.
/

The contact surface at the front end may therefore
have to be trimmed depending on, for example,
temperature wanted and cycle time.

Length of contact at front end can usually be 2mm. For high temperature plastic and for long
cycle time a shorter length may be needed (down to about 0,75mm). The fit at the front end in
the mould also has an influence on the temperature at that area. A hard fit gives more cooling
then a loose one.

On injection moulding with fast-injecting materials it may sometimes be necessary to have a
length of contact greater than 2 mm, so that sufficient heat can be carried away from the front
face. This may mean increasing the temperature of the bushing during startup and reducing
it in continuous operation.

Length of the bushing.

26  approx 0,10 mm

When fitting the bushing into the mould it is L46  approx 0,17 mm
essential to bear in mind that its length L66  approx 0,22 mm
increases when it get hot. Approx. elongation of L86  approx 0,27 mm

bushing at 200 YC
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
1ilg ntil at leg a 00 =Ta¥> m

Seatock’

Size of gate.

On delivery is the gate 1 mm. Outward cone is 3Y per side.

When enlarging the gate, use as a starting point the hole that exists when you centre the
bushing.

2000
LLilE)

B}

20 / //,3

i)

Shotweight per
nozzle ir%] grams fl // /
10
. / YV
2
L/ / //

Gate diameter

1. Low viscosity (PS, PE, PP).
2. Medium viscosity (ABS, SAN, PA, POM).
3. High viscosity (PC, PMMA, Noryl, PUR, reinforced plastics).

The diagram gives guideline figures for the gate diameter needed for different plastics and
shot weights.

Note: If the gate diameter is too small, an unnecessarily high bushing temperature will have
to be set for the gate not to freeze

between shots.

Land length of gate.

With 1 mm gate diameter the length
of the gate in the bushing is 0.6 mm.
Owing to the shape of the internal
flow channel at the gate hole, the
length of the gate will increase when
the diameter is increased. As a
consequence of this the length of

the gate residue will also increase. Gate diameter Reduce length with
1,5 mm 0,06

If it is particularly important that the 2(5) 8’;2

gate residue should be as short as 3’0 0’36

possible, the gate length can be ’ ’

reduced by grinding away material 3.5 0,52

from the front surface of the
bushing. For minimum gate residue
length, the length of the bushing can be reduced as shown for the stated diameters.

If the bushing length is reduced as above, this must be taken into account when installing the
bushing, otherwise the front plane of the bushing will be below the mould surface.

Date: 050606, © Heatlock AB .
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
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Instructions for changing the coilheater or thermocouple.

Disassembly

Take off the reflector (aluminium tube)

Unscrew the screws at the rear end.

Take off the flange.

Take of the lock ring at the front end.

Take off the spring that keeps thermocouple in place.

Take off the tape that keeps heater and thermocouple extensions together.

Depending on how hard spiral heater fits the pipe it can either be pulled of or
"unscrewed”. Unscrewing works easily if you push on the spiral heater extension which
will open the spiral while at the same time opening the spiral at the other end with a
suitable tool. The thermocouple must not follow if the spiral element is rotated or pulled
off, since it may break.Treat thermocouple with great care. The tube is only 1 mm
diameter.

NoOO~OND A

Assembly.

To be done in opposite order
to disassembly.

If a new thermocouple is to be
fitted it must be bent to fit the
bushing. The tip of the
thermocouple must be located
where the groove ends, i.e. \
about half-way along the tube. \\
Min. bending radius 3 mm. \
Tighten the element so that

the heating spiral makes contact with the tube.

If you have any questions about installing the bushing, please get in touch with us.

PPB2

®
% Box 236  S-532 23 Skara Phone: +46 511-13200
\ | e-mail: hot.runner@heatlock.se Fax: +46511-17285

Homepage: http://www heatlock.se

Heaflock AB 97.06 / PPB2.monft
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.
1ilg ntil at leg a 00 =Ta¥> m

Instructions for installations.

0568

@55

@25

29

0.5

28
-
k

@2

< 219h6,

Slot for cable
Utgang for kabel

=y
@) 30
<
032 O :
o * = ~ Insulation_ring
% Thermocouple
i Coilheater

Boring

%?EATIDCK PPB3..., PiIN POINT BUSH

Max permitted contact force from machine
nozzle: 4 Mp.

dimensions

Q56H7

R04 max

+0.01
0

20 |

R3

65,

o
x
<
£

O19H7

g +0.01

L [o001 ]

Boring in the clamp plate for the
bush with or without bandheater:

Art. nr. R A B1 B2 | C1 | C2
Bushing 28 | 22 - - - -
B0O55020180 | 40 | 22 | 42 | 22 | 85 | 45

When designing the bushing heaters we took every possible step to make the heat
distribution along the bushing as even as possible. We have thus concentrated the wattage
at both ends in order to compensate for heat losses which are the result of metallic contact
between bushing and mould. The ceramic insulation is of course also highly important for
uniform temperature distribution in the bushing.

When temperatures of 250-260 YC and above are needed it may be
advantageous to install a heater band at the back end. This is also the case
when shearsensitive materials are to be moulded.

Note: This element must be connected to its own special manual controller and must not be
connected in parallel with the spiral element and its thermocouple.

© LKM Heatlock Co Ltd

Date: 050326, © Heatlock AB

Appendix - 23



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Beforg®gppieseac’ check availability, stock is gradually decreased.
Spare parts-will be-availa i ea 00 D orm-N

If the bushing is installed as shown in the diagram, all cables will be protected from plastic.
If possible there shall be no contact between the back end of the bushing and the guide ring
of the mould. Such contact will cause a heavy drop in temperature at the back end of the
bushing. If the force at which the machine nozzle is pressed against the sprue bushing is
greater then that caused by the injection force on the front area of the bushing, nothing is
needed to keep bushing in place axially. The bushing can then be installed as shown in the
diagram below. Max permitted contact

S

force from machine nozzle: 4 Mp.

If a support is needed to fix the bushing
axially the contact area must be as small
as possible. The support area should
preferably be as far as possible from the
centre of the bushing. (Not on the flange.)
Preferably an insulation ring part No.
KE05604408 shall be placed between the

back support and the surface of the
bushing.

"
Colour code for thermocouple wires.

Black (red) wire + (Iron) Vit (blue) wire —.

The connector sleeve of the thermocouple has a max. temperature resistance of 240 YC.

Fitting of the front end of the bushing.

A certain amount of cooling is needed at front
end. It must remain at a temperature low enough
to make the plastic solidify. Too much cooling will
however cause the plastic in the flow channel to [~ Cl:j
be highly viscous further into the bushing.

The contact surface at the front end may therefore /L\
have to be trimmed depending on, for example,
temperature wanted and cycle time.

Length of contact at front end can usually be
2mm. For high temperature plastic and for long cycle time a shorter length may be needed
(down to about 0,75mm). The fit at the front end in the mould also has an influence on the
temperature at that area. A hard fit gives more cooling then a loose one.

On injection moulding with fast-injecting materials it may sometimes be necessary to have a
length of contact greater than 2 mm, so that sufficient heat can be carried away from the front

face. This may mean increasing the temperature of the bushing during startup and reducing
it in continuous operation.

]

Length of the bushing.
L46  approx. 0,10 mm

When fitting the bushing into the mould it is L66  approx. 0,17 mm
essential to bear in mind that its length L86  approx. 0,22 mm
increases when it get hot. Approx. elongation of L116 approx. 0,27 mm
bushing at 200 YC L146 approx. 0,38 mm

L176 approx. 0,46 mm

Date: 050326, © Heatlock AB
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
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Seanock”

Size of gate.

On delivery is the gate 1 mm. Outward cone is 3Y per side.

When enlarging the gate, use as a starting point the hole that exists when you centre the
bushing.

2000
LLilE)

B}

20 / //3

i)

Shotweight per
nozzle ir? grgms M // /
10
. / YV
2
L/ / //

Gate diameter

1. Low viscosity (PS, PE, PP).
2. Medium viscosity (ABS, SAN, PA, POM).
3. High viscosity (PC, PMMA, Noryl, PUR, reinforced plastics).

The diagram gives guideline figures for the gate diameter needed for different plastics and
shot weights.

Note: If the gate diameter is too small, an unnecessarily high bushing temperature will have
to be set for the gate not to freeze

between shots.

Land length of gate.

With 1 mm gate diameter the length
of the gate in the bushing is 0.6 mm.
Owing to the shape of the internal
flow channel at the gate hole, the
length of the gate will increase when
the diameter is increased. As a
consequence of this the length of

the gate residue will also increase. Gate diameter Reduce length with
1,5 mm 0,06

If it is particularly important that the ;g 8'2

gate residue should be as short as 3’0 0’36

possible, the gate length can be ’ :

reduced by grinding away material 3.5 052

from the front surface of the

bushing. For minimum gate residue
length, the length of the bushing can
be reduced as shown for the stated
diameters.

If the bushing length is reduced as above, this must be taken into account when installing the
bushing, otherwise the front plane of the bushing will be below the mould surface.

Date: 050326, © Heatlock AB .
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Instructions for changing the coilheater or thermocouple.

Disassembly

Take off the reflector (aluminium tube)

Unscrew the screws at the rear end.

Take off the flange.

Take of the lock ring at the front end.

Take off the spring that keeps thermocouple in place.

Take off the tape that keeps heater and thermocouple extensions together.

Depending on how hard spiral heater fits the pipe it can either be pulled of or
"unscrewed”. Unscrewing works easily if you push on the spiral heater extension which
will open the spiral while at the same time opening the spiral at the other end with a
suitable tool. The thermocouple must not follow if the spiral element is rotated or pulled

off, since it may break.Treat thermocouple with great care. The tube is only 1 mm
diameter.

NoOO~OND A

AN

Assembly.

To be done in opposite order to disassembly.

If a new thermocouple is to be fitted it must be bent to fit the bushing. The tip of the
thermocouple must be located where the groove ends, i.e. about half-way along the tube. Min.
bending radius 3 mm.

Tighten the element so that the heating spiral makes contact with the tube.

If you have any questions about installing the bushing, please get in touch with us.

PPB3

®
% Box 236  S-532 23 Skara Phone: +46 511-13200
\ | e-mail: hot.runner@heatlock.se Fax: +46511-17285

Homepage: http://www heatlock.se

Heatlock AB 97.06 / PPB3.mont
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Kontrollera foljande innan varmkanalsbalken monteras slutgiltigt (se dversikten pa vanster sida):

1. Justera in all keramik , isolering for varje bussning sa att samtliga ligger pa samma niva som Plan "B".

2. Satt dit bussningarna och kontrollera att bussningarna / torpedernas bakre plan ligger inom samm hojd, 0,01 mm,
enligt matvardesniva “C”. Anvand tre matpukter pa respektive bussning.

3. Satt ihop keramiken KEM03001017 med stodet DSP0353010, méat upp totalhojden, (ca.24mm). Mat upp och
minska denna hojd med det forborrade djupet for keramiken i varmkanalbalken, ( ca. 2 mm) samt det uppmatta
mattet mellan plan “C” och plan “B” (ca. 15,5 eller 20 mm beroende pa bussning), aterstaende ca 6,5 eller 2 mm
forsankes i formplattan. Viktigt ar att varmkanalbalken ligger i samma niva som bussningarna och inte glappar
eller “rullar” under centrumstodet.

4. Om varmkanalbalken skall bultas fast kontrollera da att halbilden i balken dverenstammer med halbilden i
formplattan.

5. Satt ihop det bakre keramiken KE02500305 med stodet DSP0300306 / DSP0300312, forsakra Dig om att
keramiken bottnar i stodet. Mat upp och kontrollera hojden pa samtliga enheter. Om eventuell avikelse
forekommer , slipa in samtliga till samma hojd, inom 0.005mm, slipa pa stodets undersida. Fixera sedan denna
enhet med stift DW03X12 i de forborrade halen i balken. Korrigera aven har luftspalten som skall rada i kallt
tillstand som kravs for varmeexpandering i enlighet med tabell 1. Plan “D”.

6. Lagg varmkanalbalken pa ingotsbussningarna, som centreras i centrumstodet KEM03001017. Vridfixeringen
gors med hjalp av en Cylindrisk Pinne som placeras i det forfrasta sparet i balken. Detta gors utan att O-ringarna
ar monterade.

7. Skruva fast varmkanalbalken med avsedda skruvar om balken skall bultas fast, kontrollera aven att samtliga
kablar ar fria.

8. Kontrollera har nivan pa de bakre stodens ovansida -plan “D”, samtliga skall nu ligga inom 0.005 mm.

9. Taav balken montera samtliga O-ringar, atermontera och kontrollera att det inte finns nagra ledningar i klam eller
som ligger an mot varmkanalbalken.

10. Kontrollera att varmkanalbalken ar tillbaka till ratt niva / hdjd fran matvardesniva “D”. Om varmkanalbalken inte &r
fastskruvad monteras fastplattan och dras fast sa att O-ringarna pressas samman innan denna kontroll
genomfors. Varm upp systemet till drifttemperatur innan fastplattan tas bort for den sista kontrollen.

Bankprovet ar viktigt. Det visar om de elektriska k na och |

delar du vet fungerar till 100 %, desto battre.

fungerar. Ju fler

Check the following before the manifold is finally assembled (see overview on the left side):

1. Adjust all the ceramics, insulation for each bushing so that they are all at the same level as Plan "B".

2. Putin the bushings and check that the bushings / torpedoes rear plane is at the same height, 0,01 mm,
according to the measurement level “C”. Use three measuring points in each bushing.

3. Assemble the ceramic KEM03001017 with the support DSP0353010, measure the total height (approx.24mm).
Measure and reduce this height by the pre-bored depth of the ceramic in the manifold, (approx. 2 mm) and the
measured distance between plane “C” and plane “B” (approx. 15,5 or 20 mm depending on the bushing), the
remaining 6,5 or 2 mm is countersunk in the form plate. It is important that the manifold is at the same level as
the bushings and don't have too much play or “roll” under the central support.

4. If the manifold is to be bolted check that the shape of the hole in the manifold matches the hole shape in the
cavity plate.

5. Assemble the back support KE02500305 with the support DSP0300306 / DSP0300312, make sure that the
ceramic reaches the bottom of the support. Measure and check the height of all the units. If there are any
discrepancies, adjust all to the same height within 0.005 mm, work with the underside of the support. Fix this
with dowel DW03X12 in the pre-bored holes in the manifold. Correct here for the air gap which there shall be in
cold condition to allow for heat expansion according to table 1. plane “D”.

6. Put the manifold on the bushings, which is centred using the ceramic center support KEM03001017. Torsion
fixing is done with the help of dowels which are placed in the pre-milled slot in the manifold. This is done without
the O-rings mounted.

7. Tighten the manifold with the screws provided if the manifold is to be bolted, check that all the cables are free.

8. Check the level of the upper part of the rear support plane “D”, they shall all be within 0.005 mm.

9. Take off the manifold, assemble all the O-rings, re-assemble and check that there are no trapped cables or
cables laying against the manifold.

10. Check that the manifold is back at the right level/height from the measurement level “D”. If the manifold isn’t
fixed the fixing plate is mounted and tightened so that the O-rings are pressed together before the control is
carried out. Heat up to running temperature before the clamp plate is removed for the final check.

Bench testing is important. It proves the electrics and wiring. The more areas that you know are working 100%
the better.

Vor dem endgultigen Einbau der HeiBkanalplatte muss Folgendes beachtet werden
(siehe links):

1. Justieren Sie die keramische Zentrierung, die Isolierung jeder Duse so, dass samtliche auf der gleichen Ebene,
wie in der Abb. unter "B” angegeben, liegen.

2. Bringen Sie die Dusen an und kontrollieren Sie, dass der hintere Teil der Dusen/Torpedos innerhalb der gleichen
Hohe , 0,01 mm, laut Messwertstufe "C”, liegt. Bedienen Sie sich dreier Messpunkte an der entsprechenden
Dise.

3. Einbau der keramischen Zentrierung KEM03001017 mit Zentrierhiilse DSP0353010 und Messen der
Gesamthohe (ca 24 mm):

Messen und vermindern Sie die Hohe mit den vorgebohrten Durchgangen fur die keramische Zentrierhiilse an
der HeiBkanalplatte, (ca 2 mm) sowie den Messwert zwischen Stufe "C” und "B” (ca 15,5 oder 20 mm je nach
Wahl der Duse). Die verbleibenden ca 6,5 oder 2 mm werden in die Formplatte versenkt. Wichtig dabei ist, dass
die HeiBkanalplatte auf gleicher Ebene wie die Duisen liegt und nicht schleudern oder schlingern darf.

4. Wenn die HeiBkanalplatte verbolzt werden soll, ist darauf zu achten, dass die Durchgangs- und
Gewindebohrungen im Verteilerbalken mit der der Formplatte genau Uibereinstimmen.

5. Verbinden Sie den hinteren keramischen Stutzring KEM02500305 mit der hinteren Hulse DSP0300306/
DSP0300312, vergewissern Sie sich, dass Sie richtig eingesetzt ist. Vermessen und kontrollieren Sie die Hohen
an samtlichen Einheiten. Sollten eventuelle Abweichungen vorkommen, korriegieren Sie diese durch Abschleifen
auf die gleiche Hohe, innerhalb einer Toleranz von 0.005 mm, schleifen Sie die Unterseite der Hulse. Fixieren
Sie anschliebend diese Einheit mit dem Stift DW03X12 in die vorgebohrten Durchgange am Verteiler. Korrig-
ieren Sie auch hier den Luftspalt im kalten Zustand zum Zwecke der Warmeausdehnung. Vgl. Tabelle 1."D".

6. Legen Sie die HeiBkanalplatte auf die Eingussdusen, die in der keramischen Zentrierung KEM03001017
zentriert werden. Die Drehfixierung geschieht mit Hilfe eines zylindrischen Stiftes, der an der vorgefrasten Nute
am Verteiler angebracht wird. Dieser Vorgang wird ohne das Vorhandensein von O-Ringen durchgefuhrt.

7. Schrauben Sie den Verteilerbalken, falls die Platte verschraubt werden soll, mit den vorgesehenen Schrauben
fest. Uberprifen Sie, dass samtliche Leitungen freigelegt sind.

8. Kontrollieren Sie die Werte der Oberseite der hinteren keramischen Stutzscheibe (vgl. "D”). Die Toleranzgrenze
von 0,005 mm darf nicht Uiberschritten werden.

9. Nehmen Sie den Verteiler ab, legen Sie samtliche 0-Ringe an, bringen Sie den Verteiler wieder an und

versichern Sie sich, dass keine Leitungen eingeklemmt sind oder an der HeiBkanalplatte anliegen.

. Uberprifen Sie, dass sich die HeiBkanalplatte, vom Ausgangswert "D” aus, wieder auf der richtigen Hohenstufe
befindet. Falls die HeiBkanalplatte noch nicht angeschraubt ist, wird die Befestigungsplatte montiert und fest
angezogen, so dass die O-Ringe zusammengepresst werden, bevor die Priufung durchgefuhrt wird. Erwarmen
Sie das System auf Betriebstemperatur, bevor die Befestigungsplatte zur letzten Kontrolle entfernt wird.

o

Eine Endabnahme ist notwendig und wichtig. Sie garantiert die Richtigkeit der Funktionen aller elektrischen
Komponenten und Leitungen. Je mehr Sie sich von der 100%ige Funktionstauglichkeit der Teile Uberzeugen,
desto erfolgreicher die Arbeit.

Art. Nr: CAI-NPT1 Rev:01

®

TLOCK NPT1 / NPT1-Xtnd

Table 1/tabell 1/ Tabelle 1
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look at Table 1
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Heat expansion

°C T=36 T=46 T=56

200 0,08 0,10 0,13

250 0,10 0,13 0,16

300 0,12 0,16 0,20

350 0,14 0,18 0,23
31 1 HEATMANPROOF Proof of drawing in order to start
30 1 HEATMANDOC Documentation of the Hot-Runner System
20 2 ESB2046102 Sprue Bush, Series 2, L=46 mm
15 1 DW08X40 Dowell @8x40
14 1 TC00040180 Thermocouple, L=12
13 14 MF6S08X008 Screw M5x8
12 2 DWO03X12 Dowell @3x12
11 2 DSP0300306 Back Spacer
10 2 KE02500305 Ceramic Back Support
9 1 CS06020 Screw M6x20
8 1 DSP0353010 Center Location spacer
7 1 KEM03001017 Ceramic Center Spacer
6 1 DSPP503107 Purge Guard
5 1 DSP4503008 Feedbush
4 4 MHWIREO50 Wire
3 4 MHCONNOO1 Ceramic Connector
2 2 MHI02400 Tubular Heater
1 1 MI2400004608 Standard Manifold, CC=240mm, Feed=08 mm

Item| Qty Art. Nr. Description

© LKM Heatlock Co Ltd
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Anvisning for inbyggnad. Instructions for installations. Einbauanleitungen
Max. tillaten anlaggningskraft Max permitted contact force Hochstzulassige AnpreBkraft
fran maskinmunstycke: 40 kN from machine nozzle: 40 kN der Maschinenduse: 40 kN
( N ( 7
Enfack: teri Flerfack: teri Enfacksmonteri Flerfacksmonteri
S%SI% SCESiTyeﬂggembw Mﬁ{tiaéa?/w Zsesrg]r?mly NPT1 Single Cavity Assembly | Multi Gavity Assembly | NPT1-Xtnd
Einzelfachausfiuihrung Mehrfachausfiihrung Einzelfachausfuhrung Mehrfachausfuhrung
@30 18
@29 @330 8
@22 @29
— - —
a4 = a4 =
N — %
& &
] % 2 'f/
% 9 eSO
2 i | TS - =
" r oo
w é N 9 © : 3
k, Nl
Keramisk isolerring Keramisk isolerring
Ceramic Insulation HH Ceramic Insulation
3 ® Keramischer Isolierung 9 ™M Keramischer Isolierung
Fe Termoelement Fo ‘ Termoelement
- 22h6 Thermocouple — ! 22h6 Thermocouple
N Thermofuhler ® Thermofuhler
1 ® L 2
0 t Spiralelement o ] Spiralelement
. i ]
— ﬁ Coilheater Coilheater
Heizkorper Heizkorper
@0,2
r— Styrhylsa 20,2 Styrhylsa
Front cap Front cap
Fuhrungshulse Fuhrungshulse

Haltagning i formen
Boring in the clamp plate
Bohrung in der Befestigungsplatte

Haltagning i formen
Boring in the clamp plate
Bohrung in der Befestigungsplatte

AT | AT
3 R04 max 26 ‘ E’o 0 % 76 §O
= 30 H7 9 9 30 H7 %S
~ = 25 k]
i i | Wi ®
| v
@22 H7 .
S | R
R4
L \/ |
\
35°
30,0° 4000 ‘
i I ? ,
: I
=@2,5 g" ‘ o~
=225 | s
- J - J
Utgang for kabel o . .. . .
10 (20) Slot for cable Haltagning for bussning med eller utan ringelement

Kabelnut Boring in the clamp plate for the bush with or without

bandheater

Bohrung in der Befestigungsplatte fur Dusen mit oder
ohne Ringheizer

375

Art.Nr.

B028013180
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Vid bearbetningstemperaturer dver 250 -
260°C kan det vara fordelaktigt att montera
ett bakre ringelement pa munstycket. Detta
galler aven nar skarkraftskansliga material
skall bearbetas.

OBS! Detta element maste anslutas till
en manuell regulator och bor under inga
omstandigheter parallellkopplas med
spiralelementet och dess termoelement.
Fargmarkning pa termoelement.

Svart kabel + (jarn),vit kabel—.

Termoelementets kopplingshylsa har en
max. temperaturbestandighet pa 240°C.

When temperatures of 250-260 °C and
above are needed it may be advantageous to
install a heater band at the back end. This is
also the case when shearsensitive materials
are to be moulded.

NB This element must be connected to a
manual controller and should under no
circumstances be connected in parallel
with the coilheater and its thermocouple.

Colour code for thermocouple wires.
Black wire + (Iron)White wire —.

The connector sleeve of the thermocouple
has a max. temperature resistance of

240 °C.

Sind Temperaturen von 250-260° C oder
hoher erforderlich, ist die Anbringung eines
zusatzlichen Ringheizkodrpers am hinteren
HeiBkanalende zu empfehlen. Dies gilt auch
fur die Verarbeitung von
scherkraftempfindlichen Kunststoffen.

ACHTUNG! Dieser Heizkorper ist an
seinen eigenen, handbetatigten Regler
anzuschlieBen. Er darf keinesfalls mit
dem Spiralheizkorper und dessen
Temperaturfuhler parallelgeschaltet
werden.

Farbkennzeichnung des Temperaturfuhlers:
Schwarz Kabel + (Eisen), WeiB Kabel —

Die AnschluBhulse des Temperaturfuhlers
ist bis 240° C hitzebestandig.

Fore inbyggnad mat upp
bussningens nominella "L"-matt,
lagg darefter till langdutvigdningen
sa att bussningens spets ligger
exakt vid intagspunkten i uppvarmt
tillstand.

To ensure minimum vestige on the
part.Measure the actual “L”
measurement on each bush, add
the length expansion according to
the adjacent table to get the hole
depth (“L"+X,xx) to be drilled in the
cavity plate

Vor dem Einbau NennmafB "L” der
Duse bestimmen und um den Wert
der Langenausdehnung erweitern,
damit die Dusenspitze im heien
Zustand genau am AnguBpunkt
liegt.

°C="L"+X,XX
°C 26 36 46 86 | 106
200 | 0,08 | 0,04 [ 0,05 [ 0,10 | 0,12
250 0,04 | 0,05 | 0,06 | 0,12 | 0,15
300 [ 0,04 | 0,06 | 0,08 [ 0,14 | 0,18
350 0,05 | 0,07 | 0,09 | 0,17 | 0,21

Nalspetsen har en diameter pa 0,2 mm.
Med intagsdiameter 1 mm blir darfor intags-
spalten c:a 0,4 mm.

Diagrammet ger riktvarde pa den intags-
diameter, som behovs for olika plaster och
skottvikter.

OBS! En for liten intagsdiameter betyder
bl.a. att onddigt hog temperatur maste
stallas in pa munstycket for att intaget ej
skall frysa mellan skotten.

1. Lagviskosa (PS, PE, PP)

2. Medelviskosa (ABS, SAN, PA, POM)

3. Hogviskosa (PC, PMMA, Noryl, fyllda
material)

The diameter of tip is 0.2 mm. With a gate
diameter of 1 mm the gap will therefore be
about 0.4 mm.

The diagram gives guideline figures for the
gate diameter needed for different plastics
and shot weights.

Note: If the gate diameter is too small, an
unnecessarily high bushing temperature will
have to be set for the gate not to freeze
between shots.

1. Low-viscosity material (PS, PE, PP)

2. Medium-viscosity material (ABS,
PA, POM)

3. High-viscosity material (PC, PMMA, Noryl)

SAN,

Die Nadelspitze hat einen Durchmesser von
0,2 mm. Somit entsteht bei einen
Angussdurchmesser von 1,0 mm einen
Angusspalt von etwa 0,4 mm.

Das Diagramm gibt Richtwerte fur den bei
unterschiedlichen Kunststoffen und
SchuBgewichten benbtigten
AnguBdurchmesser an.

ACHTUNG! Zu geringer Angu3durchmesser
erfordert eine unndtig hohe Temperatur der
Duse, damit der AnguB zwischen den
Schussen nicht erstarrt. Saubern der Duse,
auswechseln von Spiralheizkdrpen bzw.
Temperaturfuhler.

1. Niederviskose Kunststoffe (PS, PE, PP)

2. Mittelviskose Kunststoffe (ABS, SAN, PA,
POM)

3. Hochviskose Kunststoffe (PC, PMMA,

Noryl)

Skottvikt per
munstycke

Shot-weight per

nozzle

SchuBgewicht je

Dise

9

2000 1

LLilE)

B}

=

i)

L A

° 7

2

L/ / //
Intagsdiameter

/ Gate diameter
Angudurchmesser
n.7s 1.2 175 225 37 4.7 54 79
[ 1.5 2,0 2% 10 5.5 mm
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

@

Montera TC enligt figur.
Assemble the TC as in the
drawing.

O Einbau von TC nach
Abbildung.

Satt pa clips for lasning av TC.
Kontrollera hojd enligt figur.

Put on the clip for locking the TC.
Check the height according to the
drawing.

Bringen Sie den Sicherungsring
fur TC an. Kontrollieren Sie die
Hbhe gemab Abb.

@

Montera elementet genom
att forsiktigt "skruva” upp
spiralen nagot. Tra dver
elementet pa pipan och
slapp efter med verktyget.
Kontrollera att elementet
smiter at runt pipan och
bottnar mot skallen, samt
att elementet linjerar med
den fasade kanten vid
pipans spets.

Assemble the coilheater
by carefully "unscrewing”
the coil spring slightly.
Thread the heater over
the pipe and release using
the tool. Check that the
coilheater fits tightly
around the pipe and
touches the head, and
that the coilheater is in
line with the chamfered
edge at the point of the
pipe.

Montieren Sie den
Heizkorper durch
vorsichtiges "nach oben
schrauben” der Spirale.
Ziehen Sie den
Heizkorper uber das Rohr
und lockern Sie diesen mit
Hilfe eines Werkzeugs.
Vergewissern Sie sich,
dass der Heizkorper am
Rohr richtig anliegt und
am Kopf richtig ansitzt und
kontrollieren Sie, dass der
Heizkorper entlang der
abgeschragten Kante am
Ende des Rohrs verlauft.

Montera hylsa och pipa. Borja med
att kyla ned pipan till -20°C,
l samtidigt varmer du hylsan till
+125°C i ugn. Pressa sedan
&
()

hylsan over roret.

T

MANAANS

Assemble the sleeve and the
pipe. Begin by cooling the pipe to
-20°C, at the same time heat the
sleeve to +125°C in an oven.
Then press the sleeve over the
pipe.

SSSSS

4= 125°C

LANARAARNRRNY

. N\

N\

JRARAARARRRANY
N

>

Sheesss

2.‘"

-

NN

Z7

Montieren Sie Hulse und Rohr.
Beginnen Sie, indem Sie das
Rohr auf - 20°C abkihlen,
gleichzeitig erwarmen Sie die
Hulse auf + 125°C im Ofen.
Pressen Sie anschliebend die
Hulse uber das Rohr.

>/

Vid demontering. Forankra
bussningen i hallarplattan och
knacka ur pipan ur hylsan med
hjalp av don.

Disassembly. Anchor the
bushing in the holder plate and
knock out the pipe with the help
of a tool.

Beim Zerlegen: verankern Sie
die Duse in der Befestigungs-
platte und losen Sie das Rohr
aus der Hulse mit Hilfe einer
Vorrichtung.

Dra at skruvarna vaxelvis

@ ordentligt. Kontrollera att hdjden
"A” ar samma fore och efter

montering.

Tighten the screws in turn, fully.
Check that the height "A” is the
same before and after assembly.

Ziehen Sie die Schrauben
wechseweise sorgfaltig an.
Achten Sie darauf, dass die Hohe
"A” vor und nach dem Einbau
identisch ist.

0

Denna monteringsanvisning
baseras pa att du anvander vart
monteringskit EBPPNP1KIT.

U

This assembly instruction is
based on the use of our assembly
kit EBPPNP1KIT.

Diese Einbauanleitung geht von
der Benutzung unseres

Einbaukittes EBPPNP1KIT aus. L/
N

Heatlock AB © 020925. Notice: latest version always available on our website, www.heatlock.com
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

TLOCK NPT2..., Neeoie Point TopLess

Instructions for installations.
Max permitted contact force from machine nozzle: 4T

Single-cavity Multi-cavity Boring dimensions
assembly assembly
@50 18
D48f8
@35
@23
@6
|
™, \/ :
<t X }
o
) : — % .8 & 28,9 <224 |Ro4 max =
%< 1 o
— | IS o
NEUN ok N @50 ‘H7 S
N 2
00: [/\/ﬂ\/ =y o ‘
< 45 ‘
¢ @27 H7
- |
- Ceramic insulation X
=~ N K|
i @27 h6 JThermocouple b Ra
Coilheater f 60°
d o
; = J
Y
>

Colour code for thermocouple wires.

Black (red) wire + (Iron)

Length of the bushing.

To ensure minimum vestige on the part.
Measure the actual “L” measurement on each bush, add the length
expansion according to the adjacent table to get the hole depth

(“L"+X,xx) to be drilled in the cavity plate

White (blue) wire —.

The connector sleeve of the thermocouple has a max. temperature resistance of 240 °C.

J ‘
o 1
c2
Boring in the clamp plate for the bush with or without
\ bandheater:
RS & Art. nr. R A Bl B2 C1| C2
< Utgang for kabel Bushing 28 20 _ - - -
Slot for cabl
¢ @Lf‘ Kabeimut BO47015315| 36 | 22 | 15 | 22 | 45| 45
RS © BO48020180| 36 | 22 | 36 | 22| 70 | 40
N
c1

When temperatures of 250-260 °C and above are needed it may be advantageous to install a heater band at the
back end. This is also the case when shearsensitive materials are to be moulded.

°C="L"+X, XX
°C 26 46 66
200 | +0,10 | +0,17 | +0,23
250 | +0,13 | +0,21 | +0,30
300 | +0,16 | +0,26 | +0,36
350 | +0,19 | +0,30 | +0,42

© LKM Heatlock Co Ltd

Date: 001101, © Heatlock AB

Appendix - 31



This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare quLExvill be available until at least end of 2007 (apart form NPT1 bodies)

Y. EATLOCK

Size of gate.

The diameter of tip is 0.5 mm. With a gate diameter of 1 mm the gap will therefore be about 0.25 mm.

2000 )
1 . T
U] // LA L
500 3/
200
Shot-weight per 1
nozzle /
20
R/
!
z /
| /
0.5 195 175 2w 3% 47 5.4 7
1.0 15 20 25 40 5.5 7.2

Gate diameter

1. Low-viscosity material (PS, PE, PP)

2. Medium-viscosity material (ABS, SAN, PA, POM)
3. High-viscosity material (PC, PMMA, Noryl, fyllda
material)

The diagram gives guideline figures for the gate diameter needed for different plastics and shot weights. Note: If
the gate diameter is too small, an unnecessarily high bushing temperature will have to be set for the gate not to
freeze between shots.

Disassembly , instructions for changing the coilheater or thermocouples.

1. Unscrew the screws at the rear end.

2. Take off the rear screws and the back cap, in single-
cavity only, and the front cap.

3. Take off the spring that keeps thermocouple in place.

4. Take off the tape that keeps heater and thermocouple
extensions together.

5. Depending on how hard the coil heater fits the pipe it can \ i
either be pulled of or "unscrewed”. Unscrewing works
easily if you push on the spiral heater extension. This will open the spiral if at the same time you open the spiral
at the other end with a suitable tool. The thermocouple must not follow if the spiral element is rotated or pulled
off, since it may break. Treat the thermocouple with great care. The tube is only 1 mm diameter.

Assem bly

To be done in opposite order to disassembly.
If a new thermocouple is to be fitted it must be bent to fit the bushing. The tip of the thermocouple must be located

where the groove ends, i.e. about half-way along the tube. Min. bending radius 3 mm.
Tighten the element so that the heating spiral makes contact with the tube.
If you have any questions about installing the bushing, please get in touch with us.

NPT2

®
Box 236  S-532 23 Skara Phone: +46 511-13200
I m K e-mail: hot.runner@heatlock.se Fax: +46511-17285
Homepage: http://www.heatlock.se

Date: 001101, © Heatlock AB

Heatlock AB. 97-06 / NPT2.mont
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Kontrollera foljande innan varmkanalsbalken monteras slutgiltigt (se dversikten pa vénster sida):

1. Justera in all keramik , isolering for varje bussning sa att samtliga ligger pa samma niva som Plan “B”.

2. Satt dit bussningarna och kontrollera att bussningarna / torpedernas bakre plan ligger inom samm hdjd, 0,01
mm, enligt matvardesniva “C”. Anvand tre matpukter pa respektive bussning.

3. Satt ihop keramiken KEM03001017 med stodet DSP0353010, mat upp totalhdjden, (ca.24mm). Mét upp
och minska denna hjd med det férborrade djupet for keramiken i varmkanalbalken, ( ca. 2 mm) samt det
uppmatta mattet mellan plan “C” och plan “B” (ca. 15,5 eller 20 mm beroende pé bussning), aterstaende ca
6,5 eller 2 mm forsankes i formplattan. Viktigt &r att varmkanalbalken ligger i samma niva som bussningarna
och inte glappar eller “rullar” under centrumstodet.

4. Om varmkanalbalken skall bultas fast kontrollera da att halbilden i balken dverenstimmer med halbilden i
formplattan.

5. Sétt ihop det bakre keramiken KE02500305 med stddet DSP0300306 / DSP0300312, férsékra Dig om att
keramiken bottnar i stodet. Mat upp och kontrollera hojden pa samtliga enheter. Om eventuell avikelse fore-
kommer , slipa in samtliga till samma héjd, inom 0.005mm, slipa pa stodets undersida. Fixera sedan denna
enhet med stift DW03X12 i de forborrade halen i balken. Korrigera aven hér luftspalten som skall rada i kallt
tillstand som kravs for varmeexpandering i enlighet med tabel/ 7. Plan “D”.

6. Lagg varmkanalbalken pa ingdtsbussningarna, som centreras i centrumstodet KEM03001017. Vridfixeringen
g6rs med hjélp av en Cylindrisk Pinne som placeras i det forfrasta sparet i balken. Detta gors utan att 0-ring-
arna &r monterade.

7. Skruva fast varmkanalbalken med avsedda skruvar om balken skall bultas fast, kontrollera &ven att samtliga
kablar &r fria.

8. Kontrollera hér nivan pa de bakre stodens ovansida -plan “D”, samtliga skall nu ligga inom 0.005 mm.

9. Taav balken montera samtliga O-ringar, atermontera och kontrollera att det inte finns nagra ledningar i klam

eller som ligger an mot varmkanalbalken.

. Kontrollera att varmkanalbalken &r tillbaka till rétt niva / hojd fran métvardesniva “D”. Om varmkanalbalken

inte &r fastskruvad monteras fastplattan och dras fast s att O-ringarna pressas samman innan denna kontroll
genomfors. Varm upp systemet till drifttemperatur innan fastplattan tas bort for den sista kontrollen.

o

Béankprovet ar viktigt. Det visar om de elektriska komponenterna och ledningsdragningen fungerar. Ju fler
delar du vet fungerar till 100 %, desto béttre.

Check the following before the manifold is finally assembled (see overview on the left side):

1. Adjust all the ceramics, insulation for each bushing so that they are all at the same level as Plan "B”.

2. Putin the bushings and check that the bushings / torpedoes rear plane is at the same height, 0,01 mm, according
to the measurement level “C”. Use three measuring points in each bushing.

3. Assemble the ceramic KEM03001017 with the support DSP0353010, measure the total height (approx.24mm).
Measure and reduce this height by the pre-bored depth of the ceramic in the manifold, (approx. 2 mm) and the
measured distance between plane “C” and plane “B” (approx. 15,5 or 20 mm depending on the bushing), the
remaining 6,5 or 2 mm is countersunk in the form plate. It is important that the manifold is at the same level as the
bushings and don’t have too much play or “roll” under the central support.

4. If the manifold is to be bolted check that the shape of the hole in the manifold matches the hole shape in the cavity
plate.

5. Assemble the back support KE02500305 with the support DSP0300306 / DSP0300312, make sure that the
ceramic reaches the bottom of the support. Measure and check the height of all the units. If there are any discrep-
ancies, adjust all to the same height within 0.005 mm, work with the underside of the support. Fix this with dowel
DWO03X12 in the pre-bored holes in the manifold. Correct here for the air gap which there shall be in cold condition
to allow for heat expansion according to table 7. plane “D”.

6. Put the manifold on the bushings, which is centred using the ceramic center support KEM03001017. Torsion fixing
is done with the help of dowels which are placed in the pre-milled slot in the manifold. This is done without the
0-rings mounted.

7. Tighten the manifold with the screws provided if the manifold is to be bolted, check that all the cables are free.

8. Check the level of the upper part of the rear support plane “D”, they shall all be within 0.005 mm.

9. Take off the manifold, assemble all the O-rings, re-assemble and check that there are no trapped cables or cables

laying against the manifold.

. Check that the manifold is back at the right level/height from the measurement level “D”. If the manifold isn't fixed

the fixing plate is mounted and tightened so that the 0-rings are pressed together before the control is carried out.
Heat up to running temperature before the clamp plate is removed for the final check.

o

Bench testing is important. It proves the electrics and wiring. The more areas that you know are working
100% the better.

Vor dem endgdiltigen Einbau der HeiBkanalplatte muss Folgendes beachtet werden
(siehe links):

1. Justieren Sie die keramische Zentrierung, die Isolierung jeder Diise so, dass samtliche auf der gleichen Ebene, wie
in der Abb. unter "B” angegeben, liegen.

2. Bringen Sie die Diisen an und kontrollieren Sie, dass der hintere Teil der Diisen/Torpedos innerhalb der gleichen
Héhe , 0,01 mm, laut tstufe "C”, liegt. Bedienen Sie sich dreier Messpunkte an der entsprechenden Diise.

3. Einbau der keramischen Zentrierung KEM03001017 mit Zentrierhiilse DSP0353010 und Messen der Gesamthéhe
(ca 24 mm):

Messen und vermindern Sie die Hohe mit den vorgebohrten Durchgéngen fiir die keramische Zentrierhiilse an der
HeiBkanalplatte, (ca 2 mm) sowie den Messwert zwischen Stufe "C” und "B” (ca 15,5 oder 20 mm je nach Wahl
der Diise). Die verbleibenden ca 6,5 oder 2 mm werden in die Formplatte versenkt. Wichtig dabei ist, dass die
HeiBkanalplatte auf gleicher Ebene wie die Diisen liegt und nicht schleudern oder schlingern darf.

4. Wenn die HeiBkanalplatte verbolzt werden soll, ist darauf zu achten, dass die Durchgangs- und Gewindebohrungen
im Verteilerbalken mit der der Formplatte genau tibereinstimmen.

5. Verbinden Sie den hinteren keramischen Stiitzring KE02500305 mit der hinteren Hiilse DSP0300306/DSP0300312,
vergewissern Sie sich, dass Sie richtig eingesetzt ist. Vermessen und kontrollieren Sie die Hohen an samtlichen
Einheiten. Sollten eventuelle Abweichungen vorkommen, korriegieren Sie diese durch Abschleifen auf die gleiche
Hohe, innerhalb einer Toleranz von 0.005 mm, schleifen Sie die Unterseite der Hiilse. Fixieren Sie anschliebend
diese Einheit mit dem Stift DW03X12 in die vorgebohrten Durchgange am Verteiler. Korrig-ieren Sie auch hier den
Luftspalt im kalten Zustand zum Zwecke der Warmeausdehnung. Vgl. Tabelle 1. "D”.

6. Legen Sie die HeiBkanalplatte auf die Eingussdiisen, die in der keramischen Zentrierung KEM03001017 zentriert
werden. Die Drehfixierung geschieht mit Hilfe eines zylindrischen Stiftes, der an der vorgefrésten Nute am Verteiler
angebracht wird. Dieser Vorgang wird ohne das Vorhandensein von 0-Ringen durchgefiihrt.

7. Schrauben Sie den Verteilerbalken, falls die Platte verschraubt werden soll, mit den vorgesehenen Schrauben fest.
Uberpriifen Sie, dass samtliche Leitungen freigelegt sind.

8. Kontrollieren Sie die Werte der Oberseite der hinteren keramischen Stiitzscheibe (vgl. "D”). Die Toleranzgrenze von
0,005 mm darf nicht iberschritten werden.

9. Nehmen Sie den Verteiler ab, legen Sie sémtliche 0-Ringe an, bringen Sie den Verteiler wieder an und versichern
Sie sich, dass keine Leitungen eingeklemmt sind oder an der HeiBkanalplatte anliegen.

10. Uberpriifen Sie, dass sich die HeiBkanalplatte, vom Ausgangswert "D” aus, wieder auf der richtigen Hohenstufe
befindet. Falls die HeiBkanalplatte noch nicht angeschraubt ist, wird die Befestigungsplatte montiert und fest ang-
ezogen, so dass die 0-Ringe zusammengepresst werden, bevor die Priifung durchgefihrt wird. Erwérmen Sie das
System auf Betriebstemperatur, bevor die Befestigungsplatte zur letzten Kontrolle entfernt wird.

Eine Endabnahme ist notwendig und wichtig. Sie garantiert die Richtigkeit der Funktionen aller

Art. Nr: CAI-NPT3 Rev:01
Art. Nr: CAI-NPT3 Rev:01

Table 1/ tabell 1/ Tabelle 1

Komponenten und Leitungen. Je mehr Sie sich von der 100%ige Funktionstauglichkeit der Teile iiberzeugen,
desto erfolgreicher die Arbeit.

Heat expansion

°C T=36 T=46 T=56

200 0.08 0.10 0.13

250 0.10 0.13 0.16

300 0.12 0.16 0.20

350 0.14 0.18 0.23

31 1 HEATMANPROOF Proof of drawing in order to start
30 1 HEATMANDOC Documentation of the Hot-Runner System
20 2 ESB2046102 Sprue Bush, Series 2, L=46 mm
15 1 DW08X40 Dowell @8x40

14 1 TC00040180 Thermocouple, L=12

13 14 MF6S08X008 Screw M5x8

12 2 DWO03X12 Dowell @3x12

1" 2 DSP0300306 Back Spacer

10 2 KE02500305 Ceramic Back Support

9 1 CS06020 Screw M6x20

8 1 DSP0353010 Center Location spacer

7 1 KEMO03001017 Ceramic Center Spacer

6 1 DSPP503107 Purge Guard

5 1 DSP4503008 Feedbush

4 4 MHWIRE050 Wire

3 4 MHCONNOO1 Ceramic Connector

2 2 MH102400 Tubular Heater

1 1 MI2400004608 Standard Manifold, CC=240mm, Feed=08 mm
Item aty Art. Nr. Description

© LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Anvisning fér inbyggnad.
Max. tillaten anlaggningskraft
fran maskinmunstycke: 40 kN

Instructions for installations.

Max permitted contact force
from machine nozzle: 40 kN

Einbauanleitungen
Hdéchstzuldssige AnpreBkraft
der Maschinendise: 40 kN

Enfacksmontering

Einzelfachausfiihrung

Single Cavity Assembly

Flerfacksmontering
Multi Cavity Assembly
Mehrfachausfiihrung

NPT3

56 8

@25

@9

W

28

|
'l—l
&

i

: 27,4

8+0,0025

+0.1
-0,02

L

Keramisk isolerring
Ceramic Insulation
Keramischer Isolierung

14,5

Termoelement
Thermocouple
Thermofiihler

Spiralelement
Coilheater
Heizkoérper

Haltagning i formen
Boring in the clamp plate

Bohrung in der Befestigungsplatte

@27

28,5

11,9
1.2

N R2

R1

‘ R0,4 max

O19 H7 [ T5501]

110°
(oY
o

NI

@1,8-4

c2

Slot for cable
Utgang for kabel

Part No.

A

B1

B2

C1 C2

Bush

28

22

,

B055020180

40

22

42

22

85 45

R5

/

B2

- /
R5

/<

{fL
R5
j&

B1

Ci

Haltagning for bussning med eller utan bandelement B055020180.

Cavity instructions for bushes with or without bandheater B055020180.

Bohrung in der Befestigungsplatte fiir Dlisen mit oder ohne Ringheizer B055020180.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until-at least end of 2007 (apart form NPT1 bodies)

Vid bearbetningstemperaturer éver 250 -

When temperatures of 250-260 °C and Sind Temperaturen von 250-260° C oder

260°C kan det vara fordelaktigt att montera
ett bakre ringelement pa munstycket. Detta
géller &ven nar skarkraftskénsliga material
skall bearbetas.

OBS! Detta element maste anslutas till
en manuell regulator och bor under inga
omsténdigheter parallellkopplas med
spiralelementet och dess termoelement.
Fargmarkning pa termoelement.

Svart kabel + (jarn),vit kabel—.

Termoelementets kopplingshylsa har en
max. temperaturbesténdighet pa 240°C.

above are needed it may be advantageous to
install a heater band at the back end. This is
also the case when shearsensitive materials

are to be moulded.

manual controller and should under no
circumstances be connected in parallel
Colour code for thermocouple wires.

Black wire + (Iron)

The connector sleeve of the thermocouple
has a max. temperature resistance of

240 °C.

NB This element must be connected to a

with the coilheater and its thermocouple.

White wire —.

héher erforderlich, ist die Anbringung eines
zusétzlichen Ringheizkdérpers am hinteren
HeiBkanalende zu empfehlen. Dies gilt auch
fur die Verarbeitung von scherkraftempfindli-
chen Kunststoffen.

ACHTUNG! Dieser Heizkérper ist an
seinen eigenen, handbetéatigten Regler
anzuschlieBen. Er darf keinesfalls mit
dem Spiralheizkoérper und dessen Tempe-
raturfiihler parallelgeschaltet werden.

Farbkennzeichnung des Temperaturfiihlers:
Schwarz Kabel + (Eisen), WeiB Kabel —

Die AnschluBhllse des Temperaturfihlers ist
bis 240° C hitzebestandig.

H . CC=Y T+
Le“gth expansion at: °C="L x,)()( Fore inbyggnad, méat upp bussningens nominella "L"-matt, 1agg darefter till Iangdutvidgningen sa

att bussningens spets ligger exakt vid intagspunkten i uppvarmt tillstand.

°c | 46 | 66 | 86 | 116 | 146 | 176 gens spets 199 9sp PP

200 0,11 0,15 0,20 0,27 0,34 0,40 To ensure minimum vestige on the part, measure the actual "L" measurement on each bush,
add the length expansion according to the table to get the hole depth ("L"+X,xx) to be drilled in

250 0,13 0,19 0,25 0,33 0,42 0,51 the cavity plate.

300 0,16 0,23 0,30 0,40 0,50 0,61 Vor dem Einbau Nennmal "L” der Diise bestimmen und um den Wert der Langenausdehnung
erweitern, damit die Diisenspitze im heillen Zustand genau am Anguf3punkt liegt.

350 0,19 0,27 0,35 0,47 0,59 0,71

Nalspetsen har en diameter pa 1,0 mm.
Med intagsdiameter 1,8 mm blir darfér
intags-spalten c:a 0,4 mm.

Diagrammet ger riktvarde pa den intags-
diameter, som behdvs f6r olika plaster och
skottvikter.

OBS! En for liten intagsdiameter betyder
bl.a. att onddigt hdg temperatur maste stal-
las in pa munstycket for att intaget ej skall
frysa mellan skotten.

1. Lagviskdsa (PS, PE, PP)

2. Medelviskdsa (ABS, SAN, PA, POM)

3. Hogviskdsa (PC, PMMA, Noryl, fyllda
material)

The diameter of tip is 1., mm. With a gate
diameter of 1.8 mm the gap will therefore be
about 0.4 mm.

The diagram gives guideline figures for the
gate diameter needed for different plastics
and shot weights.

Note: If the gate diameter is too small, an
unnecessarily high bushing temperature
will have to be set for the gate not to freeze
between shots.

1. Low-viscosity material (PS, PE, PP)
2. Medium-viscosity material (ABS,
SAN, PA, POM)

3. High-viscosity material (PC, PMMA, Noryl)

Die Nadelspitze hat einen Durchmesser von
1,0 mm. Somit entsteht bei einen Anguss-
durchmesser von 1,8 mm einen Angusspalt
von etwa 0,4 mm.

Das Diagramm gibt Richtwerte fur den
bei unterschiedlichen Kunststoffen und
SchuBgewichten benétigten AnguBdurc-
hmesser an.

ACHTUNG! Zu geringer AnguBdurchmes-
ser erfordert eine unnétig hohe Temperatur
der Duse, damit der AnguB zwischen den
Schissen nicht erstarrt. Sdubern der Duse,
auswechseln von Spiralheizkdrpen bzw.
Temperaturfihler.

1. Niederviskose Kunststoffe (PS, PE, PP)

2. Mittelviskose Kunststoffe (ABS, SAN, PA,
POM)

3. Hochviskose Kunststoffe (PC, PMMA,

Noryl)

Skottvikt per munstycke 44 )
Shot-weight per nozzle 1000
SchuBgewicht je Duse w00 2
/ / y’
g 200 -
-~ L / P
20
W 4
)
2
L/ ARV
Intagsdiameter
Gate diameter
AnguBdurchmesser
wr LB 175 206 AP 47 sS4 79
1.0 .5 20 FA-1 A0 2.0 E's mm
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
Before you design check availability, stock is gradually decreased.
Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

@

Montera TC enligt figur. Montera elementet genom
att forsiktigt "skruva” upp
spiralen nagot. Tra éver
elementet pa pipan och

Assemble the TC as in the °
slapp efter med verktyget.

drawing.
wing Kontrollera att elementet
. smiter at runt pipan och
Einbau von TC nach Ab- bottnar mot skallen, samt
bildung. att elementet linjerar med

den fasade kanten vid
pipans spets.

Assemble the coilheater by
carefully "unscrewing” the
coil spring slightly. Thre:
the heater over the g

and release using' e 100)
Check that
fits tigh!
and

Sétt pa clips for lasning av TC.

Kontrollera hdjd enligt figur. mfered edge at

th int Of the pipe.

Put on the clip for locking the TC. . . )
Check the height according to t Montieren Sie den Heiz-
drawing. kérper durch vorsichtiges

“nach oben schrauben” der
Spirale. Ziehen Sie den
Heizkdrper Uber das Rohr

fEérrir_\I?gr;nSingr?t rer o die und lockern Sie diesen mit
. Hilfe eines Werkzeugs.
Hohe gaméib Abb! e el zeug

Vergewissern Sie sich,
dass der Heizkorper am
Rohr richtig anliegt und
am Kopf richtig ansitzt und
kontrollieren Sie, dass der
Heizkérper entlang der
abgeschragten Kante am
Ende des Rohrs verlauft.

Denna monteringsanvisning
baseras pa att du anvéander vart
monteringskit EBPPNP1KIT.

This assembly instruction is based
on the use of our assembly kit
EBPPNP1KIT.

Diese Einbauanleitung geht von
der Benutzung unseres Einbaukit-
tes EBPPNP1KIT aus.

Heatlock AB © 021120. Notice: latest version always available on our website, www.heatlock.com
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)

Kontrollera foljande innan varmkanalsbalken monteras slutgiltigt (se Gversikten pa vénster sida):

1. Justera in all keramik , isolering for varje bussning sa att samtliga ligger pa samma nivé som Plan "B”.

2. Satt dit bussningarna och kontrollera att bussningarna / torpedernas bakre plan ligger inom samm héjd, 0,01
mm, enligt matvardesniva “C”. Anvand tre métpukter pa respektive bussning.

3. Satt ihop keramiken KE03001017 med stodet DSP0353010, mét upp totalhdjden, (ca.24mm). Mat upp
och minska denna hojd med det forborrade djupet for keramiken i varmkanalbalken, ( ca. 2 mm) samt det
uppmétta méttet mellan plan “C” och plan “B” (ca. 15,5 eller 20 mm beroende pa bussning), &terstdende ca
6,5 eller 2 mm forsdnkes i formplattan. Viktigt ar att varmkanalbalken ligger i samma niva som bussningarna
och inte glappar eller “rullar” under centrumstodet.

4. Om varmkanalbalken skall bultas fast kontrollera da att halbilden i balken dverenstimmer med halbilden i
formplattan.

5. Satt ihop det bakre keramiken KE02500305 med stodet DSP0300306 / DSP0300312, forsakra Dig om att
keramiken bottnar i stodet. Mat upp och kontrollera hojden pa samtliga enheter. Om eventuell avikelse fore-
kommer , slipa in samtliga till samma héjd, inom 0.005mm, slipa pa stodets undersida. Fixera sedan denna
enhet med stift DWO3X12 i de forborrade halen i balken. Korrigera dven har luftspalten som skall rada i kallt
tillstand som kravs for varmeexpandering i enlighet med tabell 7. Plan “D”.

6. Ldgg varmkanalbalken pa ing6tsbussningarna, som centreras i centrumstodet KE03001017. Vridfixeringen
g6rs med hjalp av en Cylindrisk Pinne som placeras i det forfrasta sparet i balken. Detta gors utan att 0-ring-
arna &r monterade.

7. Skruva fast varmkanalbalken med avsedda skruvar om balken skall bultas fast, kontrollera dven att samtliga
kablar ar fria.

8. Kontrollera hér nivan pa de bakre stddens ovansida -plan “D”, samtliga skall nu ligga inom 0.005 mm.

9. Taav balken montera samtliga O-ringar, atermontera och kontrollera att det inte finns négra ledningar i klam
eller som ligger an mot varmkanalbalken.

10. Kontrollera att varmkanalbalken &r tillbaka till rétt niva / hojd fran matvardesniva “D”. Om varmkanalbalken
inte &r fastskruvad monteras fastplattan och dras fast s att O-ringarna pressas samman innan denna kontroll
genomfors. Varm upp systemet till drifttemperatur innan féstplattan tas bort for den sista kontrollen.

Bénkprovet ar viktigt. Det visar om de elektriska komponenterna och ledningsdragningen fungerar. Ju fler
delar du vet fungerar till 100 %, desto béttre.

Check the following before the manifold is finally assembled (see overview on the left side):

1. Adjust all the ceramics, insulation for each bushing so that they are all at the same level as Plan "B”.

2. Putin the bushings and check that the bushings / torpedoes rear plane is at the same height, 0,01 mm, according
to the measurement level “C”. Use three measuring points in each bushing.

3. Assemble the ceramic KE03001017 with the support DSP0353010, measure the total height (approx.24mm).
Measure and reduce this height by the pre-bored depth of the ceramic in the manifold, (approx. 2 mm) and the
measured distance between plane “C” and plane “B” (approx. 15,5 or 20 mm depending on the bushing), the
remaining 6,5 or 2 mm is countersunk in the form plate. It is important that the manifold is at the same level as the
bushings and don’t have too much play or “roll” under the central support.

4. If the manifold is to be bolted check that the shape of the hole in the manifold matches the hole shape in the cavity
plate.

5. Assemble the back support KE02500305 with the support DSP0300306 / DSP0300312, make sure that the
ceramic reaches the bottom of the support. Measure and check the height of all the units. If there are any discrep-
ancies, adjust all to the same height within 0.005 mm, work with the underside of the support. Fix this with dowel
DWO03X12 in the pre-bored holes in the manifold. Correct here for the air gap which there shall be in cold condition
to allow for heat expansion according to table 1. plane “D”.

6. Put the manifold on the bushings, which is centred using the ceramic center support KE03001017. Torsion fixing
is done with the help of dowels which are placed in the pre-milled slot in the manifold. This is done without the
0-rings mounted.

7. Tighten the manifold with the screws provided if the manifold is to be bolted, check that all the cables are free.

8. Check the level of the upper part of the rear support plane “D”, they shall all be within 0.005 mm.

9. Take off the manifold, assemble all the O-rings, re-assemble and check that there are no trapped cables or cables

laying against the manifold.

. Check that the manifold is back at the right level/height from the measurement level “D”. If the manifold isn't fixed

the fixing plate is mounted and tightened so that the 0-rings are pressed together before the control is carried out.
Heat up to running temperature before the clamp plate is removed for the final check.

o

Bench testing is important. It proves the electrics and wiring. The more areas that you know are working
100% the better.

Vor dem endgultigen Einbau der HeiBkanalplatte muss Folgendes beachtet werden
(siehe links):

1. Justieren Sie die keramische Zentrierung, die Isolierung jeder Diise so, dass sémtliche auf der gleichen Ebene,
wie in der Abb. unter "B” angegeben, liegen.

2. Bringen Sie die Diisen an und kontrollieren Sie, dass der hintere Teil der Diisen/Torpedos innerhalb der gleichen
Héhe , 0,01 mm, laut Messwertstufe "C”, liegt. Bedienen Sie sich dreier Messpunkte an der entsprechenden Diise.

3. Einbau der keramischen Zentrierung KE03001017 mit Zentrierhiilse DSP0353010 und Messen der Gesamthdhe
(ca 24 mm):

Messen und vermindern Sie die Hohe mit den vorgebohrten Durchgéngen fiir die keramische Zentrierhiilse an der
HeiBkanalplatte, (ca 2 mm) sowie den Messwert zwischen Stufe "C” und "B” (ca 15,5 oder 20 mm je nach Wahl
der Diise). Die verbleibenden ca 6,5 oder 2 mm werden in die Formplatte versenkt. Wichtig dabei ist, dass die
HeiBkanalplatte auf gleicher Ebene wie die Diisen liegt und nicht schleudern oder schlingern darf.

4. Wenn die HeiBkanalplatte verbolzt werden soll, ist darauf zu achten, dass die Durchgangs- und Gewindebohrungen
im Verteilerbalken mit der der Formplatte genau tbereinstimmen.

5. Verbinden Sie den hinteren keramischen Stiitzring KE02500305 mit der hinteren Hiilse DSP0300306/DSP0300312,
vergewissern Sie sich, dass Sie richtig eingesetzt ist. Vermessen und kontrollieren Sie die Héhen an sémtlichen
Einheiten. Sollten eventuelle Abweichungen vorkommen, korriegieren Sie diese durch Abschleifen auf die gleiche
Hohe, innerhalb einer Toleranz von 0.005 mm, schleifen Sie die Unterseite der Hiilse. Fixieren Sie anschliebend
diese Einheit mit dem Stift DWO03X12 in die vorgebohrten Durchgange am Verteiler. Korrig-ieren Sie auch hier den
Luftspalt im kalten Zustand zum Zwecke der Warmeausdehnung. Vgl. Tabelle 1. "D”.

6. Legen Sie die HeiBkanalplatte auf die Eingussdiisen, die in der keramischen Zentrierung KE03001017 zentriert
werden. Die Drehfixierung geschieht mit Hilfe eines zylindrischen Stiftes, der an der vorgefrasten Nute am Verteiler
angebracht wird. Dieser Vorgang wird ohne das Vorhandensein von 0-Ringen durchgefiihrt.

7. Schrauben Sie den Verteilerbalken, falls die Platte verschraubt werden soll, mit den vorgesehenen Schrauben fest.
Uberpriifen Sie, dass sémtliche Leitungen freigelegt sind.

8. Kontrollieren Sie die Werte der Oberseite der hinteren keramischen Stiitzscheibe (vgl. "D”). Die Toleranzgrenze von
0,005 mm darf nicht tiberschritten werden.

9. Nehmen Sie den Verteiler ab, legen Sie samtliche 0-Ringe an, bringen Sie den Verteiler wieder an und versichern

Sie sich, dass keine Leitungen eingeklemmt sind oder an der HeiBkanalplatte anliegen.

. Uberpriifen Sie, dass sich die HeiBkanalplatte, vom Ausgangswert ”D” aus, wieder auf der richtigen Hohenstufe
befindet. Falls die HeiBkanalplatte noch nicht angeschraubt ist, wird die Befestigungsplatte montiert und fest ang-
ezogen, so dass die 0-Ringe zusammengepresst werden, bevor die Priifung durchgefiihrt wird. Erwdrmen Sie das
System auf Betriebstemperatur, bevor die Befestigungsplatte zur letzten Kontrolle entfernt wird.

o

Eine Endabnahme ist notwendig und wichtig. Sie garantiert die Richtigkeit der Funktionen aller

Art. Nr: CAI-TOP2 Rev:01

®

TLOCK ror2

Table 1/ tabell 1/ Tabelle 1

“Air gap. look at Table 1

o032

1 SYER

o

g 8

s

Komponenten und Leitungen. Je mehr Sie sich von der 100%ige Funktionstauglichkeit der Teile iiberzeugen,
desto erfolgreicher die Arbeit.

Heat expansion
°C T=36 T=46 T=56

200 0.08 0.10 0.13

250 0.10 0.13 0.16

300 0.12 0.16 0.20

350 0.14 0.18 0.23

31 1 HEATMANPROOF | Proof of drawing in order to start

30 1 HEATMANDOC Documentation of the Hot-Runner System

20 2 ESB2046102 Sprue Bush, Series 2, L=46 mm

15 1 DWO08X40 Dowell @8x40

14 1 TC00040180 Thermocouple, L=12

13 14 MF6S08X008 Screw M5x8

12 2 DWO03X12 Dowell @3x12

1 2 DSP0300306 Back Spacer

10 2 KE02500305 Ceramic Back Support

9 1 CS06020 Screw M6x20

8 1 DSP0353010 Center Location spacer

7 1 KEM03001017 Ceramic Center Spacer

6 1 DSPP503107 Purge Guard

5 1 DSP4503008 Feedbush

4 4 MHWIREO050 Wire

3 4 MHCONNO0O01 Ceramic Connector

2 2 MHI02400 Tubular Heater

1 1 MI2400004608 Standard Manifold, CC=240mm, Feed=08 mm
Item aty Art. Nr. Description

© LKM Heatlock Co Ltd
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)
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Heatlock TOP2..., torpedo tip, single-cavity version

Ett enkelt sétt att bygga ett enfacksverktyg med direktintag.

Genom den bakre hylsan blir det méjligt att anvdnda var val beprovade torped &dven i
enfacksutforande.Du kan pa detta sétt bygga verktyg med direkt intag i enfacksutforande pa
ytor som tidigare var svara t.ex. lutande plan.

Hylsan &r gjord i ett svenskt varmarbetsstél som hérdadts fr att tala en lang och hard anvand-
ning utan att deformeras. Varmetillforseln pa bakkroppen skéts och kontrolleras genom ett
utvandigt placerat ringelement. | de fall dar materialet kraver en noggrann temperaturkontroll
anvands en separat avkdnnare som mater temperaturen mitt i bakhylsans gods.

Var keramiska isoerring som endast har 7% av stalets varmeledningsforméga anvands for att
isolera bakkroppen fran verktyget.

Heatlock TOP2..., torpedo tip, single-cavity version

A simple way of constructing a single-cavity tool with direct gate.

The rear sleeve makes it possible to use our proven torpedo in a single-cavity version as well.
This allows you to construct single-cavity direct gate tools on surfaces that used to be tricky,
such as inclined planes.

The sleeve is made of a Swedish hot-working steel that has been hardened to withstand long,
arduous use without deforming. Heat supply to the rear body is handled and controlled by an
external ring element. Where the material requires accurate temperature control, a separate
sensor, which measures the temperature in the middle of the material of the rear sleeve is
used. Our ceramic insulation, which has a thermal conductivity only 7% that of steel, is used to
insulate the rear body from the tool.

Heatlock Torpedo Baureihe Einzelfach-Ausfiihrung

Die einfache Art, Einzelfach-Formen mit DirektanguB zu bauen. Die hintere Hiilse erméglicht
den Einsatz unserer bewéhrten Torpedos auch bei Einzelfach-Ausfiihrungen. Auf diese Weise
lassen sich Einzelfach-Formen mit Direktan-guB an Flachen verwirklichen, an denen dies bisher
auf Schwierigkeiten stieB, z, B. an Neigungen. Die Hiilse besteht aus warmfestem, gehdrtetem
Schwedenstahl, der langen Dauereinsatz ohne Verformung vertragt.

Die Warmezufuhr am hinteren Torpedokorper erfolgt durch einen auBen angeordneten Ringhei-
zer. Falls der zu verarbeitende Kunststoff eine genaue Temperaturiiberwachung verlangt, ist ein
zusétzlicher Temperaturfiihler inmitten des Werkstoffes der hinteren Hiilse vorzusehen.

Unser keramischer Isolierring weist nur 7 % der Warmeleitfahigkeit von Stahl auf und isoliert
den hinteren Torpedokdrper wirksam von der Form.

| Enfacksmontering / Single Cavity Assembly / Einzelfachausfuhrung |

@125
Q75
o
<V' @50H8
028

2x45°
| |

* 7

AR A2
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Q_Hf

|

Keramisk isolerring |
Ceramic insulation !
Keramikring ‘
i

Bandelement
Ring element
Ringheizer

Bakre stod
Rear sleeve
Hintere Hiilse
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until atleast-end of 2007 (apart form NPT1 bodies)

Intagsarean vid olika intagsdiametrar och olika lagen pa torpeden

| intilliggande tabell kan ni se hur intagsarean paverkas av att torpeden flyttas
framét, kortar "L"-mattet. Genom att man flyttar fram torpedspetsen i intaget sa okar
spetsens tvarsektion i delningsplanet och man far darigenom en hogre temperatur pa
spetsen i sjélva intagspunkten. Detta méjliggor att anvanda en storre intagsdiameter
utan att hojden pa intagsresten véxer ndmnvért.Borja med att faststlla torpedspet-
sens verkliga ldge vid driftstemperatur. Det &r nddvéndigt att torpedspetsen ligger
exakt i delningssparet for att uppna maximalt resultat. Nar torpedspetsen ar framflyt-
tad sa korta av spetsen sé att den inte sticker ut genom intaget.

| och med att torpedspetsen i varmt tillsand gar in i intagshalet kommer intaget

i sjdlva verket att fa formen av ett ringintag. Torpedspetsen har langst fram en
diameter pa 0,2 mm. Om man véljer en intagsdiameter pa 1,0 mm kommer spalten i
ringintaget altsé att bli 0,47 mm2.

Efterstravas ett minimalt intag kan man genom att spetsa till ndlen maximalt vélja

en intagsdiameter s& liten som 0,6-0,7 mm. Vid montering skall spetsen i uppvarmt
tillstand ligga 0,1 mm bakom delningsplanet. Lampligt upp till en skottvolym pa c:a

Flow area in the gate when moving the Heatlock Torpedo forward

Adjacent can you see how the flow area in the gate is affected when the torpedo tip is
moved forward further into the gate, shortening the "L"-measurment.

When mowing the tip forward do the cross section of the tip at the parting line
increase resulting in an higher temperature at the gate. It will also allow the flow area
to be larger without increasing the residue on the part a lot.Before you start to move
the tip forward must you determine exact position of the tip in the gate, the torpedo
must be in the production temperature when this is done. For best result and nicest
residue is it important that the tip is located in the same level as the parting line.
When the torpedo is moved forward shorten the tip so it will be in the parting line
when heated. On injection moulding with very short cycle times and short injection
times, it may be necessary to design gate cooling so that it does not overheat.

Since, when warm, the torpedo tip enters the gate hole, the gate itself will be ring-
shaped. The diameter of the torpedo tip at the end is 0.2 mm. If a gate diameter of
1.0 mm is chosen, the gap at the ring gate will thus be 0,47 mm?2.

If a minimal gate is required, a gate diameter of as little as 0.6-0.7 mm can be obtai-
ned by making the needle as pointed as possible. On installation, the tip when warm
must be 0.1 mm behind the parting line. This arrangement is suitable up to a shot

Torpedo tip positioned in
the partingline, moved
forward and shortened

Torpedo tip positioned in
the partingline

25 g PP eller motsvarande.

! v
i

/

¥
gf 20,6 3

Min. intagsrest / Min. gate residue / Geringstméglicher AnguBrest

Gate diameter mm

L-dim. 0,8 1,0 1,2 1,4
L 0,47(0,47) | 0,75(0,75) | 1,10(1,10) | 1,51(1,51)
L-0,1 | 0,45(0,44) 0,74(0,72) 1,08(1,07) 1,49(1,48)
[-0,2 | 0,42(0,40) 0,71(0,68) 1,05(1,03) 1,46(1,44)
L-0,3| 0,40(0,35) | 0,68(0,64) | 1,03(0,98) | 1,44(1,39)
L-0,4| 0,37(0,30) | 0,65(0,58) | 1,00(0,93) | 1,40(1,33)

Gate area mm? for "L"=45-83 / ("L"=30)

volume of about 25 g PP or equivalent.

AnguBquerschnitt bei unterschiedlichen AnguBdurchmessern und unterschied-
lichen Torpedostellungen

Die nachstehende Tabelle zeigt den EinfluB der nach vorn verlegten Torpedospitze auf
den AnguBquerschnitt sowie die Verkiirzung des MaBes ”L”. Durch Vorverlegen der
Torpedospitze in den AnguB vergroBert sich deren Querschnitt in der Teilungsebene.
Dadurch entsteht eine hdhere Temperatur der Spitze im AnguBpunkt. Auf diese Weise
1aBt sich ein groBerer AnguBdurchmesser erzielen, ohne den AnguBrest nennenswert
zu erhdhen.

Bestimmen Sie zunachst die wirkliche Stellung der Torpedospitze bei Betriebstem-
peratur. Um optimale Ergebnisse zu erzielen, muB sich die Spitze genau an der
Teilungsebene befinden. Nach dem Vorverlegen der Spitze ist sie so weit zu kiirzen,
daB sie nicht aus dem AnguB herausragt. Da die Torpedospitze im heiBen Zustand in
die AnguBbohrung hineinragt, entsteht praktisch ein ringformiger AnguB.

Die Torpedospitze weist vorn einen Durchmesser von 0,2 mm auf. Wird ein AnguBdur-
chmesser von 1,0 mm gewahlt, entsteht somit im RinganguB ein Spalt von 0,47 mm?.
Wird ein moglichst geringer AnguBrest verlangt, 1aBt sich der AnguBdurchmesser bei
gleichzeitigem starkem Anspitzen der Nadel auf 0,6 bis 0,7 mm verkleinern. Nach
dem Einbau muB die Nadelspitze im heiBen Zustand 0,1 mm hinter der Teilungsebene
liegen. Geeignet fiir SchuBgewichte bis etwa 25 g PP oder vergleichbarem Kunststoff.

Diagrammet ger riktvarde pa den intags-diameter,
som behbvs for olika plaster och skottvikter.
weights.

The diagram gives guideline figures for the gate
diameter needed for different plastics and shot

Das Diagramm gibt Richtwerte fur den bei unter-
schiedlichen Kunststoffen und SchuBgewichten
benbtigten AnguBdurchmesser an.

OBS! En for liten intagsdiameter betyder bl.a. att
onodigt hbg temperatur maste stallas in pa mun-
stycket for att intaget ej skall frysa mellan skotten.

1. Lagviskosa (PS, PE, PP)
2. Medelviskosa (ABS, SAN, PA, POM)
3. Hogviskodsa (PC, PMMA, Noryl, fyllda material)

Note: If the gate diameter is too small, an unne-
cessarily high bushing temperature will have to be
set for the gate not to freeze between shots.

1. Low-viscosity material (PS, PE, PP)
2. Medium-viscosity material (ABS,SAN, PA, POM)
3. High-viscosity material (PC, PMMA, Noryl)

ACHTUNG! Zu geringer AnguBdurchmesser erfor-
dert eine unndtig hohe Temperatur der Duse, damit
der AnguB zwischen den Schiissen nicht erstarrt.
Saubern der Duse, auswechseln von Spiralheiz-
kodrpen bzw. Temperaturfuhler.

1. Niederviskose Kunststoffe (PS, PE, PP)
2. Mittelviskose Kunststoffe (ABS, SAN, PA, POM)
3. Hochviskose Kunststoffe (PC, PMMA, Noryl)

Skottvikt per mun-

stycke
Shot-weight per
nozzle
SchuBgewicht je
Duse

9

2060 )
1000
7
RiLY] / / yr
200 L1
100 / /
20
n A
8
2
L/ ARV
Intagsdiameter
Gate diameter
AnguBdurchmesser
um 1.5 1,75 0 a? 47 3 A
1.0 .5 20 FA-1 A0 2.0 mm
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.

Before you design check availability, stock is gradually decreased.

Spare parts will be available until at least end of 2007 (apart form NPT1 bodies)
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Djupet pa halet for sjélva torpedspetsen skall goras lika med torpedens inbyggnadsmatt
"L". Spetsen kommer da att in varmt tillstand sticka in i intagningshalet och ligga ungefar
i hojd med den formgivande ytan. Intagningsresten blir d& minsta mdjliga.

Bakdelen av torpeden skall forsankas min. 8 mm i formstéllet sa att isolerringen far
stdd langs hela sin hojd. Om forsankningen méste goras djupare an 8 mm skall resten
av halet géras med storre diameter &n 30 mm sa att det inte uppstar metallisk kontakt
mellan bakdelen och den kalla formen.

Det &r viktigt att intagets langd blir 0,2 mm enligt vidstaende skisser. Om langden blir
stdrre kommer man att f& en langre intagsrest &n vad som &r nodvéndigt. Samtidigt blir
tryckfrlusterna storre och dérmed friktionsuppvarmningen i intagsomradet onddigt stor.
For utformning av hélets framre del, se skisser.

The depth of the hole for the torpedo tip itselfmust be made equal to the installation
dimension "L” of the torpedo. When hot, the tip will then project into the gate hole and be
aproximately in line with the moulding surface. This results in minimum gate residue.
The rear end of the torpedo must be countersunk at least 8 mm in the steel of the mould
so that the insulating ring is supported over its entire height. If the countersunk must be
deeper than 8 mm, the rest of the hole must be made with a diameter larger than 30
mm, so that there is no metal-to-metal contact betweeen the rear of the torpedo and cold
mould.

It is important that the length of the gate is 0.2 mm as shown adjacent. If the length is
greater, the gate residue will be longer then necessary. At the same time, the preassure
losses will be greater, and this will result in excessive frictional heating in the region of
the gate.

Die Bohrungstiefe fiir die eigentliche Torpedospitze muB dem Torpedo-EinbaumaB L
entsprechen. Im heiBen Zustand ragt dann die Spitze in die AnguBbohrung und liegt etwa
in gleicher Hohe mit der formgebenden Fléche. Auf diese Weise entsteht ein geringst-
maglicher AnguBrest.

Das Torpedo-Hinterteil ist mindestens 8 mm tief in der Form zu versenken, um den
Isolierring in seiner gesamten Lange zu stiitzen. Falls eine Versenkung von groBerer Tiefe
als 8 mm erforderlich ist, muB die restliche Bohrung auf mindestens 30 mm aufgebohrt
werden, um metallische Bertihrung zwischen Torpedo-Hinterteil und kalter Form zu
vermeiden.

Besonders zu beachten ist die AnguBlange von 0,2 mm gemé&B nachstehender
Zeichnungen. Bei groBerer Lénge entsteht ein unnétig langer AnguBrest. Gleichzeitig stei-
gen die Druckverluste und damit die friktionsbedingte Erwdrmung des An-guBbereiches.
Gestaltung des vorderen Bohrungsteiles: siehe Zeichnungen.
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Isolerhylsa for torped

Isolerar flytkanalen runt torpedspetsen fran formplattan. Detta minskar avkylningen av
flytkanalen sé att den flytbara spalten runt torpeden okar. Formsprutning av material som
kréver hog massatemperatur. Fyllda material blir hérigenom mdjliga.

Isolerhylsan &r tillverkad av ett varmarbetsstal som hérdats till Hrc 46-48. Isolerhylsan
levereras enligt fig.1, och passar till torpeder med "L"=30-70 mm.Bearbeta hylsan enligt
fig.2, langden kapas till erforderlig ldngd beroende pa Torpedens L-métt, resp. hur langt
fram man kan ga med hylsan i formen. Eftersom hylsan kommer att forlénga sig ndgot
nér torpeden kommer upp i arbetstemperatur bor hylsan i kallt tilstand ej bottna pa bot-
tenplanet. Lamplig luftspalt 0,02-0,04 mm beroende pa torpediangd.

Insulating sleeve for torpedo

The insulating sleeve insulates the flow channel around the torpedo tip from the mould
plate. This reduces cooling of the flow channel, so that the flow gap around the torpedo
increases. This makes it possible to inject materials that require a high mass tempera-
ture, and filled materials. The insulating sleeve is made of a hot-working steel hardened
to Hrc 46-48. The insulating sleeve is supplied as shown in Fig. 1, and fits torpedoes
with L=30-70 mm. Machine the sleeve as shown in Fig. 2. Cut the sleeve to the required
length, which is a function of the L-dimension of the torpedo and of how far forward the
sleeve can be positioned in the mould. Since the sleeve will expand slightly when the
torpedo reaches its working temperature, it should not reach the bottom plane when
cold. A suitable air gap is 0.02-0.04 mm, depending on torpedo length.

Isolierhiilse fiir Torpedo

Die Torpedo-Isolierhiilse sorgt fiir die thermische Trennung zwischen Formplatte und
FlieBkanal im Bereich der Torpedospitze. Dadurch verringern sich die Warmeverluste im
FlieBkanal und der FlieBspalt um den Torpedo wird groBer. Dies ermdglicht das Form-
spritzen von Kunststoffen mit hoher FlieBtemperatur und mit Fillmittel. Die Isolierhiilse
besteht aus warmfestem Stahl und ist auf HRC 46-48 gehdrtet. Lieferung gemas Abb.
1, passend fiir Torpedo mit L=30 bis 70 mm. Die Hiilse ist gemaB Abb. 2. zu bearbei-
ten: Auf erforderliche L&nge kiirzen, je nach LangenmaB des Torpedos bzw. je nach
Einbaubedingungen. Wegen der Langenzunahme bei Betriebstemperatur darf die Hiilse
im kalten Zustand nicht den Bohrungsgrund erreichen.

Geeigneter Luftspalt je nach Torpedolénge 0,02 bis 0,04 mm.
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This Heatlock series, below, is currently being replaced by the A1-series of nozzles.
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SeEaTLOCK

Conversion Table

Conversion Table: inches / mm

Date: 031002, © LKM Heatlock Co Ltd

inches| mm inches m.m inches mm inches mm
1 o5 4 a4 863.6 1 /64 | 0015625 0.396875 33/ 64 0.515625 13.096875
5 508 a5 889.0 1./32 | 0031250 0.793750 17/.32 0.531250 13.493750
3 76.2 36 914.4 3 /64 0.046875 1.190625 35/ 64 0.546875 13.890625
4 101.6 37 939.8 1/16 0.062500 1.587500 9/ 16 0.562500 14.287500
5 127.0 38 965.2 5 /64 | 0078125 1.984375 37/ 64 0578125 14.684375
6 152.4 39 990.6 3 /32 | 0.093750 2.381250 19/32 0.593750 15.081250
7 177.8 40 1016.0 7 /64 | 0109375 2778125 39/ 64 0.609375 15.478125
8 203.2 41 1041.4 1/8 0.125000 3.175000 5/ 8 0.625000 15.875000
9 228.6 42 1066.8 9 /64 | 0140825 3571875 41/ 64 0.640625 16.271875
10 254.0 43 1092.2 5 /32 0.156250 3.968750 21/32 0.656250 16.668750
il 2794 44 1117.6 11/ 64 0.171875 4.365625 43/ 64 0.671875 17.065625
12 304.8 45 1143.0 3 /16 | 0.187500 4.762500 11/.16 0.687500 17.462500
13 330.2 46 1168.4 13 /64 | 0.203125 5.159375 45/ 64 0.703125 17.859375
14 3556 47 1193.8 7 /32 | 0218750 5.556250 23/ 32 0.718750 18.256250
16 a8La 44 1219.2 | 15/64 | 0234375 | 5953125 || 47/64 | 0734375 | 18653125 |
16 406.4 49 1244.6 1 4 0.250000 6.350000 3/ 4 0.750000 19.050000
1; jg; 2 2? E;g 2 17 /64 | 0.265625 6.746875 49/ 64 0.765625 19.446875
19 1826 s 1300.8 9 /32 | 0281250 7143750 25/ 32 0.781250 19.843750
0 080 3 13460 19 /64 | 0.2906875 7.540625 51/ 64 0.796875 20.240625
o1 354 ) 13716 5 /16 | 0312500 7.937500 13716 0.812500 20.637500
oo ea a5 1397.0 21/64 | 0328125 8.334375 53/ 64 0.828125 21.034375
o3 584.0 58 1499 4 11./32 | 0343750 8.731250 27/32 0.843750 21.431250
o4 609.6 57 14478 23 /64 | 0.359375 9.128125 55/ 64 0.859375 21.828125
25 635.0 58 1473.2 3 8 0.375000 9.525000 7/ 8 0.875000 22.225000
26 660.4 59 1498.6 25 /64 0.390625 9.921875 57/ 64 0.890625 22.621875
27 685.8 60 1524.0 183 /32 0.406250 10.318750 29/ 32 0.906250 23.018750
o8 711.2 61 1549.4 27 /64 | 0421875 10.715625 59/ 64 0.921875 23.415625
29 736.6 62 1574.8 7 /16 | 0437500 11.112500 15/ 16 0.937500 23.812500
30 762.0 63 1600.2 29 /64 | 0453125 11.509375 61/ 64 0.953125 24.209375
31 787.4 64 1625.6 15/32 | 0.468750 11.906250 31/32 0.968750 24.606250
32 812.8 65 1651.0 31/64 | 0484375 12.303125 63/ 64 0.984375 25.003125
33 838.2 66 1676.4 1/ 2 0.500000 12.700000 1/ 1 1.000000 25.400000

inches mm inches mm inches mm multiply from to multiply

0.001 |0.0254 [{0.01 | 0254 [[01 | 254 with to from with

0.002 [0.0508 [[0.02 | 0508 [[0.2 | 5.08 1 00394 | inch | milimeters | 254

0.003 [0.0762 [{0.03 [0762 [[03 | 7.62 0016 el millineters | 645.16

0.004 [0.7076 [{0.04 [1.076 [[0.4 [10.76 0.061 inch® ) centimeters®, 16,3871

0,2642 | gallon (U.S) liter 3,7854

0.005 [0.7270 [[0.05 | 1.270 [[05 |12.70 003527 | o7 (avdol aram 58,3495

0.006 [0.1524 0.06 1.524 0.6 15.24 2 2044 pound kilogram 0.4536

0.007 [0.7778 [[0.07 | 1.778 [[0.7 | 17.78 62,43 Ibs/ft® glcm® 0,0160

0.008 [0.2032 [[0.08 [2.032 [[0.8 |20.32 1,8°C+32 °F °C (°E-32)/1.8

0.009 [0.2286 [[0.09 | 2.286 [|0.9 | 22.86 0145 psi kPa 6.8948

14,2047 psi kg/cm? 0,0703
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More information available at
www. heatlock.com
or contact your local distributor of Heatlock

LKMHEATLOCK

LKM HEATLOCK CO LTD.

2/F, Cheung Kong Electronic Building

4 Hing Yip Street, Kwun Tong

Kowloon, Hong Kong

Tel (852) 2342 2248, 2341 2321

Fax (852) 2343 0990, 2951 6199, 2341 8544
E-mail kmheatlock@lkm.com.hk

DONGGUAN LKM HEATLOCK CO LTD.

Qico Li Industrial Area, Chang Ping
Dongguan, Guandong, China
Postal Code 523586

Tel (86) 0769-333 4599

Fax (86) 0769-381 0484

E-mail kmheatlock@lkm.com.hk

HEATLOCK AB

St Annagatan 3 SE-532 23 Skara
Sweden

Tel +46 (0)511 13200

Fax +46 (0)511 17285

E-mail hot.runner@heatiock.com
www.heatlock.com
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