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The latest technology . Lead the industry.
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NINGBO YUYAO TIANDA MACHINERY CO.,LTD.

it FETRYTEEES ITIXEELZ2205

Add: No:220 guzha road Luojiang Industrial Zone
hemudu town Yuyao, ningbo city.

Bi4m (PC.) : 315400

BiE (Tel) : 0574-62960478

fEHE (Fax) : 0574-62960468

BE#E: tiandaxingsj@163.com

ik : www.nbtianda.com
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Ningbo TIANDA Plastic Machinery Manufacture Co., Ltd. is located next to
the Hemudu site with 7000 years of culture, the company covers an area
of 20,000 square feet is a professional manufacturer of plastic injection
molding machine high-tech enterprises.

The company implemented advanced scientific management, adhere to
the " quality first" . There are many skilled professionals and technical per -
sonnel, developed the TDX series injection molding machine selection of

design, materials , assembly, parts are shipped products through rigorous

testing checks.
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AFEI 1S09001:2015 RERKRRINE, FREZEZFTENENFONNE; ~mOEE
2. T2l REBERRRFAIIRETWHEHKT; TDX RIFENEBINEMNE. 8
BEENE. RIEE. RERZETE. ARE2ERE/L+REENRMNEERSES, FRiTHE
BB R, bk, BEMNFERMBX, RZBRINEFFITF.

REEE LUARE, BEFREL” PEEES, EX—RNSmETm, BEHEEFR BICEF,
HeFEBEX.

Through ISO9001: 2015 quality system certification, product testing by the National Testing
Center of the injection molding machine ; main parameters of the product , safety perfor -
mance, hydraulic systems and other electrical appliances to reach the advanced level ;
TDX series injection molding machine characteristics are strong clamp force , low noise,
low energy consumption. Company in China has dozens of sales outlets and service de -
partments, products are exported to Russia, Southeast Asia , Middle East, South America
and other countries and regions, well received at home and abroad and favored custom -
ers.

The company believes "the quality first, development innovation, humanist, abides by hon -
estly, the customer is supreme" the idea, willing to work with new and old customers, col -
leagues, to create a brilliant tomorrow!
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TDX-PET #RIEEREEN
TDX-PET PREFORM SPECIAL INJECTION MOLDING MACHINE

RIBMAEF miEm, SIMEE EESIMANH, £ 8XEs, T2EMNRE.

According to the characteristics of pet products, a number of structures and
configurations have been optimized and improved, resulting in higher production
efficiency and more stable process.
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TDX-PVC ERTE#MN
TDX-PVC SPECIAL INJECTION MOLDING MACHINE

WRIIRAMEAERTSSRSEE, BEEHHEHABT, RO TIGYILEUH

A EmMEMmELE, INAHEDEURZSEMS, WEHRIE UPVC MRIIEFER,
This series adopts the strong cooling device of compressed air in the material barrel,
the special screw for hard chromium plating fully realizes uniform plasticizing and has

high corrosion resistance, the increase of oil pressure motor and multi-group core
pulling can guarantee the production requirements of UPVC powder.

TDX- HESUSaitElE 8,
TDX- EXHAUST TYPE NO - DRYING INJECTION MOLDING MACHINE

FHESFEBZEFINT ABS. PC. PA. PMMA X EMRIFEBPE S F oI BERN
ABS BHFSITZERE , EHIHERMEMXNNRS.
With exhaust injection screw processing ABS, PC, PA, PMMA and other improvements

are very obvious. For electroplated ABS with exhaustinjection molding, the coating
adhesion is greatly improved.
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TDX- BiEfE= TN

TDX- HIGH-SPEED PRECISION INJECTION MOLDING MACHINE
INERAHOAS RS, TERAEZDLL, SEBEERSHBEEN ™R
BIREL o

This model uses imported high-performance accumulator device,injection molding
method using differential movement,Suitable for high precision thin-wall molded products.
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STABLE AND RELIABLE
CLAMPING UNIT

A SRR BRI

V

BEBHBIHENBE, NEEMNDEREEET T B, RAT AR
HERS O E A SENIE, RIREBIRITOMN, MBS ORISR, BN
IR EDS, BERSRSHFNSRIMEISTRYE, REIFSETR, WRER, B
REBRRGRATAIEIEE, ATLIEEARIER.

Clamping parts through computer simulation, from the feature of kinematics and dynamics of the
whole optimization, adopted the advanced technology of oblique five fulcrum hyperbolic toggle
clamping mechanism, template by the finite element analysis, an innovative hollow spherical head
plate structure, box-type supporting plate and conjoined structure templates, etc., to ensure the
high rigidity and high reliability of clamping parts, to achieve the process smoothly, clamping, at the
same time pull rod that large span, can be installed a larger mold.

Wik, BE. BRE=5RBKEURP BRENEEEERPES
Mechanic,electronic & hydraulic triple Super sensitive low pressure die
interlock safety protection function protection device.
ZERAGEEN. RE. UEEH ZHRETREER

Multiple stages control for mold opening A variety of hydraulic support mode.

clamping pressure,speed,posotioning control

STABLE INJECTION
DEVICE

RENSTHEE

IESTEMER AL ENESS, WEMBELSHNIE. FENTRBTEREFIE
BHESTEENMENRENT, FURSSHERTERE, HETER.
RAT SR REAHBEREDEEEIRIETRE .

Injection parts adopt double oil cylinder balanced injection, double linear guide rail
support. Rich special screw library for customers to choose to meet the requirements of
various plastic injection materials molding, and can cooperate with a variety of special
injection equipment, convenient for customers. High performance low-speed hydraulic
motor with large torque is used to directly drive the screw premolding.

ZREFERENENARSRREENDR
E, TNEFEE. LB, FEA=MAR
EHRREDSRR, RIERERE.

The setting of multi-stage injection
speed and pressure and multi-stage
pressure holding can control the
pressure holding switching point from
injection time, position and pressure to
ensure the molding quality.

BLFIEFT. B, £RHRT, D818
. EEE. NEBERRIZH MK,
ERSMER R RN TAAEE,

There are several screws and barrels with
optimal design,Respectively,nitride,hard
chromium plating,dual-metal,which is
suitable for different plastic material’ s
request.

KAEREDATERERE, SBER
FRASEWEN, THEER,

Large torque hydraulic motor can make
the pre-plastic quality stable, high
precision electronic ruler to make
accurate position detection.
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HYDRAULIC UNIT
RIESRTT

LV

ERRIVRITNRERGEAM L, TIERBETERAK, ERBESHREFNSELME, HNYTR
WAIERRR

Based on the modular design of the hydraulic system, both precision and energy saving technology, and meet the
high efficiency production of synchronous movement, we can easily solve for you.

TRE. BECEARMBE TR NES:, Hig ENERGY SAVING: Standard with precision and energy saving
IR S E I T AT 2R, it T servo power system, the output drive system is sensitively

PPN O . altered, according to the actual need of the plastic parts bein
BERIRE, REFRNIZSFR, B2 o e piashie paris being
produced, avoid energy waste. Depending on the plastic parts

FEGIEEEN, THLIAE20%~80%. being produced and the material being processed, energy-saving
ability can reach to 20%~80%.

R NEBsTEIRE. K68 BME ENVIRONMENTAL PROTECTION: The machine is running low

mRIERE, READINfMERKEEL, & noise, low power consumption; European Famous hydraulic

RGBS L, MEmSSaR, hose, using the DIN standard spherical joints, valve plate with G
thread sealing plug, to prevent oil pollution.

FE. mERETMK. aTiREIRT, CONVENIENT: The oil tank adopts visual and detachable design,

ME—ETR, HELR; FITREES which makes oil products clear at a glance and easy to maintain.

Atthe same time, self-sealing magnetic oil absorption filter, and
all the pipe joints are arranged in a reasonable way, simple and

IR ERE, BRTAERANED

BRI, HHrER. BE. convenient maintenance.

RETENEG . XBEF—REGR
HEEFENREA, RIEBEFmRE
o%; IOERKBEHRIPINGE, ERAEAR
Bb; FrEF RSB CEMREINE, 12
ERVRE A RER KR T = P AILEIE
EERSMA .

RARIEFIRGE . BERRGEEEIETN
AFTE, RIUENBENERE. REHN
BT, BRETINEENRE. Bk
HiEEZ#(Easy-Mold). BUHAYEE
PID#zHIE6IHTIEE o

ABEHRERT: 2AOAELRIER
HRIt, BEENEE, BEFELG
&, ILARFRE “VSERREMILLE
LVNM: UL

EoEODE =
DoERg

ELECTRIC UNIT
AR ERTT

LV

STABLE AND RELIABLE HARDWARE: Adopt world first-class hardware and production testing technology, ensure its stable and reliable
quality, IO short circuit protection function, more safety for using;All of product passed CE certificate, stable hardware performance
reduced your maintenance and service cost.

EXCELLENT CONTROL SOFTWARE: Control software has been very mature and perfect. To ensure the stable and smooth movement of
the machine, it also provides automatic calibration and automatic acquisition of the mold parameters (Easy-Mold), improved temperature
PID control and other innovative features.

USER-FRIENDLY MENU DESIGN: New humanized interface design, the layout is more reasonable, more convenient operation, let the user
get the experience of "machine to use the original” so easily.
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A fERKE R IRR

Circulating Water - Off Lubricating Oil Pump

HLE

Oil-cooled motor

RS

Air—cooled motor

EREREHE, FFRNDNRY, HAKTERE, BIRRERTS
{EO

Low noise, low power, small size, strong power, large torque and
energy saving, which is convenient for environmental protection.

RRE, WXTEE, SENRESWNELEREN, RERES
HSRIEK.

The synchronous servo motor with low inertia, wide power range,
high speed and compact structure ensures the high dynamic
requirements of the system.

BIEIR0E R

CIRCULATING LUBRICATING OIL PUMP

EHOEHBES, £ TKa1/NF0.5bar RS H maIR LR E, B R
> TEINDEERETEERHTHASE, KEEHHEEIY, BSREFRE DSBS MRS AR EESE

RTIREHA G BREHEEITESFIA. KREERHTHAN, NSRRI,

DR LIRS0, B RIER MR —ARFEIS0FEEH, JENEEHREABEAEFRRFISHEBMH, e
BB HRTIEI0%MA

AENERHRRAENEANSN, THRNFNH, AKHTIE, EFALFTAREE, KATEAL, TEEEH,
SEREBHAEFEE, DEEEERRSEFNE.

The circulating lubricating oil pump separates oil and water through the filter, the water is discharged by the
automatic drainage device, and the lubricating oil enters the qualified oil storage room for reuse after two automatic
precipitation through the fine and fine filters. Achieve zero discharge of waste lubricating oil, do not pollute the
advantages of the environment.

Ifthe machine works with 500,000 molds, the traditional lubricating oil pump generally needs 350 liters of
lubricating oil. The recyclable lubricating oil pump only needs 35 liters of lubricating oil for recycling, saving 90% of
the cost compared with the traditional lubricating oil pump.

The recirculating lubricating oil pump adopts the way of automatic circulation, no need to add new oil. The waste oil
work basically does not need personnel management, greatly saves labor, saves lubricating oil, prolongs the
maintenance cycle of the plastic machine, saves the maintenance cost, improves the economic benefit.

IR IR

Screw pump

FRR

Sumitomo pump

FIRE, AR ESSRES e BER, ITLUAEI0.3%A%EER
E.

High pressure control accuracy, fluctuation less than 0.5 Bar,
improve the molding quality of products, reduce the waste of raw
materials; High precision of opening and closing position, with
high precision mold, can achieve 0.3% injection precision.

NERRRFERIRIT, RAEH B MERMEEREIR(ELEH
BIER I, BERFENE.

Specially designed for servo pump system, it can maintain high
efficiency even when working at low speed and low viscosity oil
with seal clearance compensation.
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EXHAUST TYPE
NO-DRYING INJECTION
MOLDING MACHINE

HESTUR L RLE 2B

FHSEZIZFINTABS. PC. PA. PMMASXEHRRIEEHE . I TFAIBERIABS
FRHFSIEEME, EHHEERMEERNRS. WTFPC, HKHNEEA0.03%M7mE
BHLSBFRER, MNRRBHSITE, MEMEKEHERRE. EFk, AT T8>
MFFER, HESUTERIRFT AsRIN T PAH KBS 21N o

When ABS, PC, PA, PMMA and other materials are processed with exhaust injection
screw, the improvement effect is very obvious. For electroplated ABS with exhaust
injection molding, the product coating adhesion is greatly improved. In the production
of PC material products, when the water content is 0.03%, the quality will be reduced,
and if the use of exhaust injection molding, the physical performance is not
significantly reduced. In recent years, in order to save energy and reduce the drying
process, exhaust injection molding screw used to process PA with water return
material is widely used.

A= Technical Advantages

> BT —LARFERTRER (N SRR IR RNE. RRESEENR)
> BB @ISR, RRIE. SEFE
> BB BHEHAERIESRESENPR

> FAERKNBESFBTRTIR, RO TR, THLATE
> TLIREERMEYRESRIRE, BSHSVMILE, NEIRS
> IZEMESCE, RATREIEE, ELZEMRE

S Thereis no need to pre-dry the absorbent molding material, reduce the process, save time;

S Can remove volatile substances to the minimum, improve the mechanical properties of products, improve the appearance of quality;
> Improve the molding range, improve the product pass rate, make the process more stable.

> Avoid the waste of some materials storage (such as: occupy the site resources idle, reduce the risk of capital turnover)

> Improve product switching efficiency, change-over time and waiting time;

> Improve the utilization rate of plant layout and reasonable utilization rate of equipment;

EHPﬁ:HIIHﬁ

EHSHE HE < Rl B

FBF66( IS b TR IHRHE 24/,
27KE0.13%)

Nylon 66(unconditionally remain in the
air for 24 hours, moisture content 0.13%)

PR (B EH mAI R K EN0.17%)

Produced silver wire (moisture content of the molded
product is 0.17%)

HmEEEGE LRE
(FRELSH) &7k E790.07%)

Products with shiny surface, no silver wire (mois-
ture content of the molded products is 0.07%)

ASHiEE
There is no need to pre-dry the absorbent
molding material, reduce the

MR EEREMRES M, 5E520-30
R B E R, B MR E Y%

Sticky material is attached to the mold and molding prod-
ucts, every injection 20-30 times must be cleaned mold,
product surface dull

PRI R RiEE, B RIEH mATR
FREMSSNT

Produces the viscous material, the mold does not
have to clean, can guarantee the good quality and
the uniformity of the product

PC (SR &M=S, BHRTIE)

PC(maintain unconditional air, no pre-drying)

HIRZ

A silver

FTIRLFFGRRE

No silver and shiny surface

RAER

polyoxymethylene

BRI B R B S m P R S R A L)
mAIRBERKPIRE, S5 200 BB IEEE
Formaldehyde odor residue in the molding products,
sticky substances attached to the mold, the products must
be soaked in warm water deodorization, every injection of
200 times must be cleaned mold

BRI, RABCE AT EM IR
PRRFBIIER)

Products odorless, shiny surface, no sticky substanc-
es (no need to deodorize and clean the mold)

ABS(E#TIE)
ABS(no pre-drying)

PR (BRI AR I8

Produce silver wire (require pre-drying or hopper dryer)

HMEREB IR, TRL (AT IE)

Produce silver wire (require pre-drying or hopper dryer)

PMMA (E5aF 1)
PMMA(no pre-drying)

FAERZ(FEMT IR S TIRRR)

Produce silver wire (require pre-drying or hopper dryer)

HmELRL RES,HEERESH
Silvery free, high quality, especially in terms of
transparency

RAk

Polypropylene

REERAIFEFERK

After molding, polypropylene has a peculiar odor

R TC R, RERCE

Products no smell, the surface is very shiny

EPVC(#RiIK)
Hard PVC(powdered)

B EERBEE S (B TSR IR A S SR R SRR
BEREIN)

The molding cycle is prolonged (the screw speed cannot
be increased due to air inhalation and heat in the resin)

4859 7 PR EL A H, BB M RE S RIE IR R E
FORM R

The molding cycle is shortened and the plasticizing
performance is improved, especially the surface
gloss is good
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3 AR SH Technology Data

B DESCRIPTION CN TDX-580 TDX-680 TDX-900 TDX-1000 TDX-1200
EHIEE INJECTION UNIT A B C A B C A B C A B C A B Cc
ZHER Screw diameter m 28 30 32 25 32 35 30 32 35 30 35 40 38 40 42
LEYES S eI Screw L/D ratio L/D 201 18.8 17.6 24 22 19 23.5 22 201 22 20 19 22 20 18.6
HIFERBI | Theoretical shot volume cm? 62 70 80 64 100 125 117 133 158 120 163 214 226 251 276
EHES Shot weight(PS) g 56 64 73 56 91 109 106 121 144 109 149 194 206 228 252
EETES Injection pressure Mpa 168 147 129 275 166 140 230 203 170 264 194 148 215 200 186
IZFFAER Max.screw speed rpm 250 213 213 228 250
BIERR CLAMPING UNIT
BEH Clamping force kN 580 680 900 1000 1200
FH&EfTIE Opening stroke mm 260 280 320 345 360
RIFF A EEE Distance between tie—bars mm 285x265 310x310 360x360 370x370 420x380
BRAEE Max.mold height mm 320 330 370 380 430
=IMEE Min.mold height mm 110 100 150 150 150
TRfTE Ejector stroke mm 60 80 90 100 120
TRt H Ejector force kN 20 31 30 33 40
Hith OTHERS
FEEhATHER Drive power KW 5.5 75 11 11 13
{@IRZIXINE | Servo drive power KW 8.5 125 12.5 12.5 12.5
FBRIhER Heating capacity KW 4.2 5 7 7.2 7.3
INER Machine dimensions m 3.0x1.2x1.65 3.1x1.2x1.72 3.31x1.19x1.79 4.35x1.2x1.8 4.35x1.26x1.8
RES Machine weight t 1.65 2.4 2.6 3.0 34
340 350 a0 40 s
—
44—M12—7H\ 130 44-M16-7H 140 4-913 52-M16 140 4-927 S6-M16, =140 4-026 s0-u1e o “;“
wort | U] 4 : D O LD IR 0 z:z:?:;:; 5=
ST o ooy [ e 259, Sk s o e |
== 10 SRR de o3 E o SO CE s
BIRRTE P w3717<§8 §28 égg o S?E
Template Size Drawing 420 475 540 560
. % - - 250
I = T = R L= 1,30
£ = = E— 4 — = = &1
afllm i e = 1 [
- is L = e
= = B ] B =] & —
260 1130320 280 100-330 320 150-350) 345 150380 360 150-400
sl o 4-M12%30 = S 4-M12E30 o ) o - + Mis30 2l LMIGE0 o
NHEZER T 1% X e 8 S = y ffm = s Rk I X7
Installation dimensions of manipulator % . ? % . T g; J | ( ?i 5 - 4‘%
220 240 400
ZES ST EKPSILE.051E EigitEHH, L EMgmENE, BABTEM,

The shot weight is based on polystyene at specific gravity of 1.05 Due to continuous improvements, we reserve the right to amend any aspect of the above specifications without notice. TDX-III SERIES 13/14



3K S8 Technology Data

B DESCRIPTION CN TDX-1500 TDX-1700 TDX-1800 TDX-2000 TDX-2500
RS INJECTION UNIT A B C A B (03 A B C A B C A B Cc
ZHER Screw diameter m 38 42 45 42 45 50 45 50 55 45 50 55 55 60 65
LEYES S eI Screw L/D ratio L/D 22 20 18.5 22 20 18.5 22 20 18.5 22 20 18.5 23 21 19
HIERBI | Theoretical shot volume cm3 238 290 333.8 318 365 451 397 490 593 397 497 593 724 861 1011
EHESE Shot weight(PS) g 216 264 303 289 332 410 361 446 540 361 446 540 659 784 920
EEED Injection pressure Mpa 200 163 143 203 177 143 174 141 117 174 141 117 200 168 143
IZFFAER Max.screw speed rpm 250 200 210 210 187
BIERR CLAMPING UNIT
BEH Clamping force kN 1500 1700 1800 2000 2500
FH&EfTIE Opening stroke mm 390 435 435 475 560
RIFF A EEE Distance between tie—bars mm 420x420 465x465 480x480 520x520 580x580
BRAEE Max.mold height mm 460 550 550 550 580
=IMEE Min.mold height mm 160 200 180 200 200
bty Ejector stroke mm 130 150 150 155 155
TRt H Ejector force kN 46 46 46 62 62
Hith OTHERS
FEEhATHER Drive power KW 15 15 18.5 18.5 22
{FIRSIXINE | Servo drive power KW 17 17 21 21 25.5
FEIATNER Heating capacity KW 7.4 9.9 11.5 11.5 13.5
INER Machine dimensions m 4.6x1.3x1.8 5.18x1.35x 2.2 5.2x1.45x2.25 5.45x1.4x2.3 5.98x1.47x2.3
RES Machine weight t 4.0 5.5 6.0 6.9 8.0
20 i 2 55
=
BO-M1E g ﬁ =20 M\\\ ﬁ S— se vt mﬁ&l 4930 S m I /
SRR Pt i ! e
E% o g | s oo 388 | sl ot e e

) — =i o —== i o —=i'{i O : e

BRR T Sl 75 T m % = :@3 i

Template Size Drawing sz 620 4 695 e .
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SR10] @ SR10| | SR10
i g g
= = = i =
3% 160460 435 180-550 435 180-550 475 200-530 560 200-580
= 4-M16%30 [ 40 N & 40 L-M16830 B Lm0 R o 6-MEE0 R
L0 4 Mwﬁh‘do\ \ 40 : m{ I
\ S AT 5
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=y o 5] b - &
e sw P 320 A& 320 | w00 i w0
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The shot weightis based on polystyene at specific gravity of 1.05 Due to continuous improvements, we reserve the right to amend any aspect of the above specifications without notice. TDX-III SERIES 15/16



3 ARS8 Technology Data

S| DESCRIPTION CN TDX-2800 TDX-3500 TDX-4500 TDX-5500
RS INJECTION UNIT A B © A B C A B C A B C D
BFER Screw diameter m 55 60 65 60 65 70 70 75 80 75 80 85 90
LEYES S eI Screw L/D ratio L/D 23 21 19 23 22 20 22 20 19 23 21 20 20
BISEHER Theoretical shot volume cm? 724 861 1011 1045 1227 1423 1501 1723 1960 1727 1965 2219 2487
EHES Shot weight(PS) g 659 784 920 951 1116 1295 1366 1568 1784 1572 1788 2019 2264
EEIED Injection pressure Mpa 200 168 143 214 182 157 199 173 152 191 168 148 132
IZFFAER Max.screw speed rpm 200 192 200 163
BIERR CLAMPING UNIT
BEH Clamping force kN 2800 3500 4500 5500
FHEfTIE Opening stroke mm 590 669 740 850
RIFFAEEE Distance between tie—bars mm 615x615 730x670 770x770 870x820
BRAEE Max.mold height mm 630 650 860 830
=IMEE Min.mold height mm 200 260 250 330
bty Ejector stroke mm 155 190 200 265
TRt H Ejector force kN 70 70 110 150
Hith OTHERS
FEEhATHER Drive power KW 30 37 45 55
(IR SIAThER Servo drive power KW 39 42.5 53 53
FEIATNER Heating capacity KW 18.3 22.8 29.5 33.5
INER Machine dimensions m 6.1x1.56x2 .35 6.9x2.0x2.35 7.5x1.95x2.4 8.5x2.2x2.8
RES Machine weight t 9 11.5 16.4 18.6
. e = =
21| | amess 5 2 ———
S o 64=M20 = - 40-M20 Fﬁw S S | 142#—01 [
ST TG o aR LI RN i B S2eH I
S )
oo e 0 LT %
T e ; : Too Je » ( : L% 10O zh%go O
BIRRYE Rl i ‘7 £ i
Template Size Drawing 920 1030 1120 T
s _as _wo o
= — = — = =+ = =+
S i Al rhm
%P N tv: *.2 t%P
) . ) - ) i ) -
s0 | o006p 69 [2s068) mo | 207y o0 |aoany
SR, :\_ . oM 2 ol B2 ‘ 6-M20‘{K40“<£ 6-M20740__ S
NHFLERTE _ _ g 8 g
Installation dimensions of manipulator %L ) i . X
00 o wo L 2 ne L
- ‘ 550 500

RS ERPSILE.051t8

The shot weight is based on polystyene at specific gravity of 1.05

HigitEH, L EMBWMELS, BASBTE.

Due to continuous improvements, we reserve the right to amend any aspect of the above specifications without notice.
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3 ARS8 Technology Data

=] DESCRIPTION CN TDX-6500 TDX-7500 TDX-9500 TDX-11000
RS INJECTION UNIT A B © D A B (3 D A B C A B C D
ZHER Screw diameter m 90 95 100 105 90 95 105 110 95 100 105 100 110 120 130
LEYES S eI Screw L/D ratio L/D 23 21 20 19 23 21 20 18.5 23 21 20 23 21 20 18.5
IBICIFEI RN Theoretical shot volume cm? 2736 3048 3377 3723 2990 3331 4070 4467 3544 3927 4330 4365 5282 6285 7377
EHES Shot weight(PS) g 2489 2774 3073 3388 2721 3032 3703 4065 3225 3574 3941 3972 4805 5720 6712
EETES Injection pressure Mpa 184 165 149 135 194 174 143 130 171 155 140 206 170 143 122
BRFTEEER Max.screw speed rpm 149 125 125 125
BIERR CLAMPING UNIT
BEH Clamping force kN 6500 7500 9500 11000
FHEfTIE Opening stroke mm 900 1000 1100 1250
RIFF A EEE Distance between tie—bars mm 925x875 1020x970 1125x1085 1180x1100
BRAEE Max.mold height mm 900 960 1100 1250
=IMEE Min.mold height mm 330 400 500 500
TifTE Ejector stroke mm 335 340 335 325
TRt H Ejector force kN 150 210 216 245
Hith OTHERS
FEEhATHER Drive power KW 30+37 37+37 45+45 55+37
(SR DIATHER Servo drive power KW 25.5+42.5 42.5+42.5 42.5+42.5 42.5+42.5+21
FBRIhER Heating capacity KW 42.8 54.3 61.3 63.9
INER Machine dimensions m 10.2x2.2x2.71 11.43x2.4x3.14 11.7x2.8x3 11.5x2.6x2.85
RES Machine weight t 26 35 47 50
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Installation dimensions of manipulator
| 650 750 810 | ‘ 700
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The shot weight is based on polystyene at specific gravity of 1.05 Due to continuous improvements, we reserve the right to amend any aspect of the above specifications without notice. TDX-III SERIES 19/20
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LOTS OF TYPE OF SCREW CAN BE APPLIED TO MANY KINDS OF RESINS

BITES
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iEFASEE  Applicability

PS, PP, PE, ABS, EVA, SPVC,
CA, POM, AS, PMMA, PA, PC,
PBT, PPO, PET, TPX

PS, PP, PE, ABS, EVA, SPVC,
CA, POM, AS, PMMA, PA, PC,
PBT, PPO, PET, TPX

PS,ABS, AS, PMMA, PC

PS, PP, PE

PS, PP, PE, ABS, EVA, SPVC,
POM, AS, PBT, PPO, PMMA,
PA, PC

PS, PP, PE, PUR, POM, AS,
PMMA, PA, PET

PS, PP, PE, ABS, EVA, CA,
POM, AS, PMMA, PA, PC, PBT,
PPO, PET, TRX

PP, PE, EVA, SPVC, RPVC

PP, PE, EVA, CA, SPVC, POM,
PBT, PPO, PET, TRX
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PLASTIC MATERIAL PERFORMANCE

itk &= = ESERE | EHEN| BWHEE
Material Specific |Mel.point| Inj.temp | Inj. pre. |Shrinkage

gravity §9)) (C) (10Psi) (%)
ABS 1.05 110 230 8~25 0.6
Acetal (Homopolymer) 1.42 181 216 10~20 2.2
Acetal (Copolymer) 1.41 175 204 10~20 2
ASA 1.07 — 243 8~25 0.6
CA 1.3 230 210 8~32 0.5
CAB 1.2 140 210 8~32 0.5
EVA 0.94 80 120 8~20 1
GPPS 1.07 100 162~260 10~30 0.4
HIPS 1.06 100 177~316 10~30 0.4
EER 2.15 275 376 5~20 3~6
PFA 2.15 310 400 5~20 4
LDPE 0.92 120 149-316 8~30 1.5~5
HDPE 0.95 130 149-316 10~20 2~5
UHMPE 0.94 130 - - -
PA6 1.13 216 260 — 1
PA66 1.14 265 300 — 0.8~1.5
PAST 1.1 216 270 — 0.8~1.8
PAIZ 1.01 179 230 S 0.3~1.5
PBT 1.35 250 260 4~10 1.5~2.0
PC 1.2 150 295 10~20 0.6
PET 1.37 258 300 10~20 2.25
PP 0.91 176 245 10~20 1~2.5
PPO 1.08 112 300 14~20 0.6
PSF 1.24 220 371 15~20 0.7
PU 1.15 140 204 10~20 0.1~3
Rigid PVC 1.3~1.58 75~105 180 10~40 0.1~0.5
Soft PVC 1.16~1.35 75~105 175 8~25 1~5
SAN 1.09 115 250 10~33 0.2
PMMA 1.19 100 182 10~20 0.5
PEA 1.39 — 400 5~10 —
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