By % % # i |

(€ cerified

This innovative design of
multiple-slide concept and
parting-line injection offers you
several cost-effective advantages
compared  with  conventional

<+ Low tooling costs;

<+ Faster cycle speeds; ﬁ
<+ Higher precision; } e R > .
<+ Reduction of secondary operations; “ 5 E L : : :; |

<+ Lower energy costs;
<+ Savings in raw material.
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Clamping System

The clamping system and toggles are designed for
maximum durability and stability. The foggle mecha-
nisms are designed with an automatic lubrication
system, which lengthen service life and reducing
maintenance costs. Slide guiding mechanisms with
wear plates, cover, and shanks are included. Clear-
ance between slides and wear plates are ground to
0.025mm, to maintain tight tolerances on castings.
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Injection System

The entire injection system is designed for high perfor-
mance and repeatability, resulting in maximum
process capability. An innovative double piston
injection system reduces porosity. Precision
machined steel gooseneck designed for maximum
life and consistent performance.
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Automatic Ingot Feeding System

The electric melt pot equipped with a multiple feeding system
incrementally loads up to 40 kgs of zinc, while maintaining
accurate control over molten metal level and temperature.
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Hydraulic System

A fully integrated hydraulic system incorporating high flow rate and rapid response valves ensures fast cycle speeds.
Clamping is controlled by the function manifold, which also controls the movement of the slides and the gooseneck.
There are six hydraulic functions available fo incorporate core pulls and two pneumatic functions to facilitate automao-
fion. An independent injection manifold controls the speed of the injection piston, which results in consistent casting
quality.

The stand-alone hydraulic power unit, for easier access to hydraulic pressure adjustments and maintenance on the
pump and motor. This unit is equipped with sensors fo monitor oil temperature and level, as well as the condition of
filters. These sensors are linked to the control software, which will generate alarm messages, informing the operator of
any abnormal conditions.
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Control System

The control system of machines is based on a PC-compatible
Beckhoff PLC combined with a touch screen operator
interface. Proprietary software has been developed by YSM
for control of sequencing and fiming of both the injection
process and up to eight functions or movements.
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The simple, yet powerful graphical interface is easy
enough to be used by just about anyone and
reduces the "learning curve" associated with new
equipment.
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Examples of parts produced

Applied to the production of small zinc components
include: High precision, net shape parts, having
complex geometry, can be cast.
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MODEL

SPECIFICATIONS = ERfir#iE

MS-44Z MS-24Z
Number of Die Motions BEEHK Al A
% 4 D Size (Standard) BARS (B%) 101.6x 101.6mm | 63.5x 63.5mm
=Wl Stroke of Each Die Section BHERATE 50.8 mm 38.1 mm
2 Ejector Stroke (Max.) RATBHITHE 25.40 mm 19 mm
| Total Die Opening (Max.) RAEAROR 101.6 mm 76.2 mm
Injection Plunger Diameter HREEER 38 mm 25.4mm
Injection Cylinder Diameter Gt HRELE & 80 mm 50 mm
= Injection Plunger Stroke HEETE 60 mm 40 mm
'% 2 Max. Dry Shot Speed (at 70 kg/cm?2)* & A& &% (70 kg cm?2EF) 1.40 m/sec 1.43 m/sec
2 =¥ Injection Capacity (Max. Theoretical)* & £ &e 51 (& AME) 4359 1959
= Shot Weight (Max. Recommended)* SHEE (BEZZAH) 210g 97 g
Metal Pressure (Max. Recommended)* £ BB 11 (& A EH(E) 310 kg/cm? 271 kg/cm?
Nozzle Heater BRI T B INK 3.2 kW 3.2 kW
'O Hydraulic Line Pressure (Max.)* HEBRERE N (RAXERE) 90 kg/cm? 80 kg/cm?
3 T Hydraulic Tank Capacity HERE 30 gallons 30 gallons
'§ Z8  Clamping Force (Max.)* HEH (FX) 18 tons 7.2 tons
= Dry Cycle Speed / Hour TR E 3,000/hr 3,600/hr
E o Heaters FERERINEK 25.2 kW 14.5 kW
= Capacity of Melt Pot BRERE 180 kg 127 kg
= Melt Rate / Hour Ja 1L &g 99 kg/hr 60 kg/hr
é 2 Horse Power BEEE : :;::l 7]§ I:\IZ/
BN Weight WISEE 3350 kg 1700 kg
el Size (Lx W xH) HERRT (LxW x H) 25x28x23M 22x2.6x2.1M
< Floor Space M ERE (RS2 a#) 3.0x3.0M 2.5x3.0M

*Dependent upon machine configuration. YSM reserves the right to modify specification without nofice.
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