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1. GENERAL / vseobecné

Pl Nastroje, 03/23, F 10-11
str. 2 /42

1.1 | All conditions contained here in are Vsechny zde uvedené podminky
binding unless it is written otherwise in jsou zavazné, pokud nebude ve
the specifications of the mould or unless | specifikacich nastroje pfi zadavani
there is a written deviation from LPVM. uvedeno jinak nebo pokud nebude

odchylka od téchto podminek
schvélena pracovnikem LPVM.

1.2 | Mould must be designed and produced Forma musi byt konstruovana na
for usage in automatic cycle. provoz v automatickém cyklu.

1.3 | Respect these marking of tool Respektovat tento popis rozmér(
dimensions. 2 L/W/H formy 2 L/W/H
(Lenght/Width/Height) (Length/Width/Height)

Height
o
Length
0
~
~d Y ~
\\\h/
Width

1.4 | Guarantee 1.000.000 cycles of tool Garance 1.000.000 cykld Zivotnosti
lifetime unless other mentioned. formy pokud neni uvedeno jinak.
Guarantee 30.000 cycles of tool injection | Garance 30.000 cykld formy bez
run without standard tool maintenance. | nutnosti provedeni bézné udrzby

formy.
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1.5 | There must be at least 4pcs of hardened | Minimalné 4 dosedaci desticky (4x
pressure plates (4pcs on one side). This na jednu stranu) — zajistuji vyssi
ensures a higher tool life and protects the | Zivotnost nastroje a chrani délici
parting line. The pressure plates must be | rovinu. Dosedaci desticky musi byt
opposite each other. naproti sobé.

1.6 | There must be a recess in the corner of Vybrani (,,8lic) v rohu pro
the plates — for easier opening of the jednodussi demontaz.
mould.

1.7 | The size of machine and guiding pillars Velikost stroje a sloupkd ve 3D

must be in 3D data of the mould.

datech formy
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1.8 | Manipulation bridge is NOT allowed. Each
half of a mould must have a suspension in
center of gravity.

Transportni tramec neni povolen.

Kazdda polovina musi mit zavéseni
v téZisti.

i3
1]

L

1.9 | The transport lock must be openable
without unscrewing the screw.

If it is possible recess a lock into the
mould.

Transportni pojistka by méla jit
otevrit bez demontaze Sroubu.
Pokud je to mozné, tak zapustit
zamek do ramu formy.

1.10 | The mould must have installed a stroke

Forma musi obsahovat pocitadlo
counter.

zdviha.
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2. MARKING / znaceni

Pl Nastroje, 03/23, F 10-11
str.5 /42

2.1

There must be several identification labels on
a mould. The identification label will be
provided as a 2D template during the
production of the mould or T1. The label will
be made, filled and placed on the mould by
the tool maker. The identification label of hot
runner must be on the top side. The electric
scheme label must be on the operator side.
The cooling label must be on side where is
input/output outlet.

Identifikacni Stitky musi byt na
formé. Identifikacni Stitek bude
poskytnut jako 2D Sablona od LPVM
béhem vyroby formy, nejpozdéji pfi
T1. Stitek bude vyplnén a vyroben
nastrojarnou a pridélan na formu.
Identifikacni Stitek HS na horni
strané. Stitky chlazeni davat na
stranu vstup(/vystupl vyvodek.

label:
electrical
scheme
(hot runner)
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EJECTION HALF

w
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o
o

INJECTION HALF

2.2

For easier assembly parts of the moulds
must be marked the pieces of parts and
their places. Applies to all parts that can
be removed. ( Sliders,insetrs, pins,..)
not only for ejectors.

Reading direction must be the same.

Pro snadné skladani ¢asti forem musi
byt oznaceny dily ¢asti a jejich mista.
Plati pro vSechny dily, které Ize
demontovat. ( Sibry, vlozky, piny,.. )
nejen pro vyhazovace.

Smér cteni musi byt stejny.

2.3

For cooling connectors use the marking
INX/OUTX.

Oznaceni pro chladici konektory
pouzivat INx/OUTXx.
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datestamp, use this type of datestamp
- DATI 1000 (OPITZ supplier)

DATI®-BESCHREIBUNG

‘‘‘‘‘‘‘‘‘‘‘

)‘/......

;

o
) —
/]

2.4 | Month and year stamp must be Mésicni i roCni datumovka musi byt
accessible on the machine, without pristupna na stroji, bez rozdélani
mould dismantling. If there is enough formy. Pfi dostatku volného mista je
free space on the part we prefer he preferovana tabulkova datumovka.
table stamp. Date grid (month and year) VW 10560

i YW 10060
1]2|3|4|5|6|7]|8]|8|10[]11}12
= =
= o1
02
03
g 04
05
08
o7 [ ]
05
09
March
2.5 |Incase it will be used the cylindrical V pripadé, Ze bude pouZzita valcova

datumovka, tak pouzijte typ
- DATI 1000 (firma OPITZ)
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3. DOCUMENTATION /Dbokumentace
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3.1 | Tool 2D documentation contains 2D dokumentace nastroje
assembly drawings and drawings of all obsahuje vykresy sestav a vSech
manufactured or modified parts. vyrabénych nebo upravovanych
Filename has to contain drawing number | soucasti. Nazev vykresu musi
equal to the drawing number written in obsahovat Cislo vykresu tak, jak je
the material bill (list of pieces). uvedeno v kusovniku vyrabénych

soucasti.
The drawing, the part in the mould and Nazev vykresu dilu, dilu ve formé a
the part in List of pieces.xIsx must have dilu v kusovniku musi byt stejny
the same name. pro dany dil.
3D documentation has to include models | 3D dokumentace obsahuje modely
of all manufactured and modified parts. vSech vyrabénych nebo
upravovanych soucasti.
Model of the part has to include all Model soucasti musi obsahovat
elements of the existing part. vsechny prvky vyskytujici se na
Models must be organized as skutecném vyrobku. Musi byt
individual files, organizovana budto jako
logical units jednotlivé modely, nebo jako
(moving side, logické celky v jednotlivych
fixed side, souborech (pevna polovina,
hot runner system, pohybliva polovina, vstfikovaci
colling layout, systém, chlazeni, vyhazovani ) —
ejection) nikoliv celad forma v jednom
- no whole tool in one file! souborul!
All of the above mentioned drawings, Tyto vykresy, modely a dokumenty
models and documents has to be musi byt dodany v elektronické
provided in electronic form, complete podobé, kompletni a aktualni.
and up to date.
3.2 | Sorting in the List of pieces.xlsx: Razeni v kusovniku:

# manufactured parts

# vyrabéné dily,

# normalities # normalie,
# fasteners # spojovaci material
POSITION DESIGNATION PIECES PRODUCER ITEM DESIGNATION OF THE MANUFACTURER
POZICE OZNACENI Kusy VYROBCE POLOZKA TYPOVE OZNACENI VYROBCEM
01_02 Ejector 20 meusburger Blade ejector pin through-hardened E 1725/ 2,861 x160
01_12 Temperature regulation 5 meusburger Fitting with extension E 2018/ 8100
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Data of the mould must be divided in the
folders in the following way:

e 2D data for each part of the mould
must be saved separately in *.pdf
and *.dxf

e 3D data must be sorted as follows
o Part
o Machine
o Injection side

=  QOther parts
o Ejection side
=  QOther parts

e There must be a List of pieces.xlsx
with the list of all parts in the
mould.

3.3

Style of naming:
Mould_position_designation.*

LPVYMO0DO
2D data

LPVMOD000_01_01_Insulation board.pdf
LPVMOO000 01 02 Ejector.pdf

LPVMO000_01_02_Fjector.dxf

| 3D data |

Purchased parts ‘

LPVYMO000_00_00_Assembly of mould.*

LPVMDO00_01_00_Right part.*

LPVMO000_01_01_lInslulation part.*

LPVMOD000 01 02 Ejector.*

\ LPVMOOO00_02_00_Left part.*

I LPVYMOODO_list of pieces.xlsx

meusburger Blade ejector pin through-hardened

POSITION DESIGNATION PIECES PRODUCER
POZICE OZNACENI KUsY VYROBCE
01_02 Ejector 20
01_12 Temperature regulation 6 meusburger Fitting with extension

Data forem musi byt nasledovné
strukturovana:
e 2D data pro kazdy dil formy
uloZzena samostané v *.pdf a
*.dxf
e 3D data musi byt razena takto:
o Dil
o Stroj
o Vyhazovaci strana
= QOstatni dily
o Vstrfikovaci strana
= Ostatni dily
e Kusovnik.xlsx vsech dilt ve
formé

Styl pojmenovavani:
Forma_pozice_oznaceni.*

ITEM
POLOZKA

DESIGNATION OF THE MANUFACTURER
TYPOVE OZNACENI VYROBCEM
E 1725/ 2,811 x160
E 2018/ 8/100
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3.4

Mold manual: with tool documentation

must be delivered manual of mold, which
must include these points:

1) Label with tool cycle
- Itis description of whole tool
cycle
- The first point must be that the
tool is ready for opening. (All
hydraulic sliders, locks and etc.
must be in the right position to
be ready for tool open 2 must
be described)
2) Lubrication manual
- Describe all parts which must or
must not be lubricate
3) Critical parts of mold
- All points which can be
problematic during tool lifetime
should be described and
marked.
4) Spare parts of mold
- List of all spare parts which is
used on the mold

Manual formy: S dokumentaci

musi byt zaslan manual formy,
ktery musi obsahovat tyto polozky:

1) Stitek s popisem bé&hu formy

- Jedna se o popis celého
cyklu formy.

- Prvni bod musi byt zZe je
forma pripravena k
otevreni fromy. (vSechny
hydraulické Sibry zamky
atd. Musi byt v pozici pro
otevreni = popsat)

2) Mazaci plan formy

- Popsat co vSechno se na
formé musi mazat nebo
naopak nesmi mazat

3) Popis kritickych mist formy

- Popsat a oznacit vsechny
Casti formy, se kterymi
mUZe byt v pribéhu
Zivota formy problém

4) Nahradni dily formy

- Seznam vsSech

nahradnich dild na formé
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4.1

Controlling and locking of the sliders must
be done according to the figure bellow.

Ovladaci koliky a dotlaceni Sibr(
musi byt dle nakresu nize.

Locking for sliders

Zamykani pro Sibry

it

Angle 2°greater than the pin angle
Uhel o 2° vétsi ne? Ghel koliku
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WARNING
VAROVANI

Fragile area
Kfehka oblast

With counter lock
S kontrolnim zamkem

20 mm méné nezZ sloupce

»

MIMN. 15

L)

Tl The mould guide pillars must
be inside their bushes before

E slider is in contact with the

=

il

angle pins.
Hlavni vodici sloupky formy musi
byt v pouzdrech dfive nez Sikmé
koliky v Sibru.

All friction surfaces must be hardened and from a different grade of material.

VsSechny treci plochy musi byt kalené, ale rozdilného materialu.

4.2

Retainer for inclined pin must be from

parting line
E 3060

Uchyceni pro Sikmy kolik

> Viechna opracovani na
tvarové desce 90°

001
Lo

-

9%

Uchyceni pro Sikmy kolik musi byt
z délici roviny
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4.3

Slider rails must be done according to the Vodici listy Sibru musi byt dle
figure bellow. obrazku nize a mit demontazni zavit
viz priklad.

Slider rails
Kluzné vedeni

EXCEPTIONAL  Possiblesolutions < anpARD

Moin$ feSeni

Vyjimecné provedeni tandardni provedeni
Screw + dowel pin —
Sroub + spojovaci kolik ~

T/ e ut

\ A

The slider rails should be of a different hardness than the sliders.

Vodici liSty by mély mit jinou tvrdost nez Sibr.

A central guide must be used for very large sliders.
Stfedové voditko je nutné pouzit u velkych sibrd.
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Examples:
On pict. n. 1 - disassembling thread with
centering pins

Picture 1

In case of immersion on pict. n. 2 only a
disassembly thread is required without
centering pins

Picture 2

Priklady:
Na obr. ¢. 1- Demontazni zavit se
stredicimi koliky

Obr.¢. 1

V pfipadé zapusténi viz obr. €. 2
staci pouze demontdazni zavit bez
stfedicich kolikd

Obr. ¢. 2
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’

4.4 | Mechanical safety pins of sliders must be of | Mechanickeé jisténi Sibri musi byt
a type that is listed bellow. typu dle obrazku nize.

Slider safety pin
Bezpecnostni vvhazovace

The slider safety pin can be implemented as follows:
Bezpecnostni vyhazova¢ mizZe byt implementovan nasledujicimi zplsoby:
a) 1 or 2 external sliders safety pins b) 1 or 2 internal sliders safety pins
a) 1 nebo 2 vnéjsi bezpecnostni vyhazovace b) 1 nebo 2 vnitini bezpeénostni vyhazovace

Distance between slider and cavity 2-3 mm
Vzdalenost mezi Sibrem a dilem 2-3 mm

Diameter in the slider +1 mm
Priimér v &ihru +1 mm

i

7 \
% / %/ ]
/

R X Guiding plate

Vodici plocha

Chamfer max. +0,2-0,5 mm
Zkoseni max. +0,2-0,5 mm

Distance between slider and slider safety Guiding diameter +0,2
pin +1 mm horizontal A mm
Vzdalenost mezi Sibrem a bezpecnostnim . ﬁ - Vodici primér +0,2 mm

vyhazovacem +1 mm horizontédIné
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4.5 | The end position of sliders must be Zadni poloha Sibru musi byt
lockable. We prefer the lock types is the aretovana pod kulickou.
listed order, i.e., 1), 2), 3), 4). Preferujeme Typ 1, Typ 2, Typ 3, Typ
4 v tomto poradi. Aretace by méla
The lock should hold cca 3 times the weight | ,4rset 3x vahu &ibru.
of slider. Standard slider lock
Standardni zamyvkani Sibru
1) Locking by spring stop
1) Zamykadni Sibru pomoci svéraciho Sroubu s kulickou
Width 5 mm min.
Sitka min. 5 mm Standard elements
/\7 / Standardni dily
W Spring stop in the slider
Sroub s kuli¢kou v $ibru
stroke ,
B N AL
I %
=
M M6 M8 M10 | M12 | M16 ! ——
(35 | (5) | (6) | (8) | (10) T o e
depression R2 R2,75 | R3,25 | R4,25 | R5,25 Sphere R ]
t 09 | 12 | 13 | 14 | 15 spleres
2) Locking by spring stop
2) Zamykdani Sibru pomoci svéraciho Sroubu s kulickou
SW D _ DIN EN 24 035
/ M
e |
e Slider bar % f
Sibor 7 |
[
ﬁ 2 A e ]
i I i |
Slider plate Sphere R
Vodici deska / R koule / / /
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3) Locking by holding devices stroke
3) Zamykani Sibru pomoci aretace s kulatym pouzdrem

4) Locking by spring stop

4) Zamykdni sibru pomoci svéraciho sroubu s kulickou

Standard supplier
Standardni dodavatel

=1
i

/{

Retraction distance
e Né!r_atové _d_ra'ha
FU‘ Clamping
k= — Doraz
1*“d =
Vo N \
1
\ \ o
NN, \ )

Ilder plat
VOdICI deska

] A

4 .
~ Plasma nitrided 0,3+0,1
Nitridovana plazma 0,3+0,1

M M6 M8 M10 | M12 M16
(3,5 (6) (6) ) a0
depression | R1,75 R2,25 | R3,0 | R4,0 R5,0

t1 1,1 1,2 1,3 1,4 1,5

t2 10+1 11+1 13+1 | 15+1 15+1

D 016 020 025 027 034
SW 10 13 16 18 24

M 32 4 5 6 8
L 14 16 19 22 24
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5) Locking by spring stop for large sliders

5) Zamykani sibru pomoci svéraciho Sroubu s kulickou pro Sibry ,,vétsich velikosti*

The only permissible option for sliders that
move up.

Jedina povolena varianta pro Sibry
odjizdéjici smérem nahoru.

DME
ref PEM

DME

ref MET

s

o

4.6

All moving mechanisms must have a
lubrication oil groove to slide. The norm for
the production of the oil groove: mill by
spherical-end milling cutter @4mm depth
0,2mm.

The oil groove must NOT be open.

Vsechny pohybujici se mechanismy
musi mit mazaci drazky. Norma pro
délani mazacich drazek: frézovat
kulovou frézou @4mm do hloubky
0,2mm. Mazaci drazka NESM[ byt
otevrena.
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4.7

In the case of molds for visual and optical
parts, all moving mechanisms must have a
special additional groove (unlike point 4.6)
to catch excess lubricant and prevent it
from penetrating into the parting plane,

insert,....
S e )
'\J ‘

U forem na pohledové a optické dily
musi mit vSechny pohybujici se
mechanizmy specialni drazku navic (
narozdil od bodu 4.6 ) pro
zachytavani nadbyte¢ného maziva a
zamezeni prolinani do délici
roviny,vlozky,tvaru,...
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5. INJECTION / vstrikovéni

5.1 | We prefer hot runner systems by Preferujeme horké systémy od
Synventive and INCOE Synventive a INCOE.

5.2 | The type of hot runners and gate geometry | Typ horkeé trysky a tvar Usti je
is specified in the specification of the specifikovan ve specifikaci
specific mould. formy.

5.3 | Sprue bush must be R15.5. The maximum | Vtokova tryska musi byt R15,5.
depth for the nozzle of the plasticizing unit | Maximalni hloubka zajeti trysky
is 30 mm. plastifikacni jednotky je 30 mm.

5.4 | The valve gate (i.e. the nozzle with closing | Pro horké systémy, které
needle) must be used for the hot runners | pouzivaji TPE; PA nebo PP-TD

which are using PA; TPE or PP-TD. This is pouzit systém s uzaviratelnou

valid for the hot runner that goes directly | jehlou. Toto je platné pro trysku

on the part or into the sprue. pfimo na dil i do studeného
rozvodu.

5.5 | All cavities must be balanced, i.e. the Vsechny kavity musi byt
weigths of the parts must be the same vybalancované, tzn. Ze pfri
during filling without holding pressure. plnéni bez dotlaku musi byt
Especially, the maximal deviation of the vahy dild stejné. Maximalni
weights of the almost filled parts (cca 98% | odchylka skoro celych dill (cca
weight) is 5%. 98% vahy) je 5%.

When a mould is equipped with closable Pro formy s uzaviratelnymi

systems, the correct balancing must be systémy je pro spravné

done as follows. The nozzle needles are balancovani pozadovano, aby
opened before injection and closed after jehly trysek byly otevirany pred
the end of holding pressure. All needles vstfikem a zavirany az po

must have the same setting parameters. ukonceni dotlaku. Pro vSechny

jehly musi byt nastaveni stejné.

5.6 | The weight of the sprue must be smaller Vaha studeného vtoku musi byt
than 10% of the weight of the complete do 10% vahy kompletniho
shot. zdvihu.
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5.7 | All electrical connectors must be on the Vsechny elektrické konektory
top side of the mould. musi byt na horni strané formy.
5.8 | The connectors for hot runner system Konektory pro horky systém
must be from Harting (or equivalent). musi byt znacky Harting (nebo
Housing material must be METAL, not ekvivalent). Material Housingu
plastic. musi byt kov, ne plast.
Insert:
09 33 024 2601 Vlozka: 09 33 024 2601
%
Housing:
09 30 024 0301 Housing: 09 30 024 0301
5.9 | Hot runner system have to be in wire Horky system musi byt v

guard safety removing during
maintenance.

kabelovém kanalu pro bezbecéné

v

vyjmani beéhem udrzby.
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5.10

When approving the design, we require a
statement from the HS supplier on the HS
construction ( cutout;cooling;etc)

After T1 we require physical inspection +
delivery of report ( in English/Czech ) from
the hot system supplier.

Pri schvalovani konstrukce,
poZzadujeme vyjadreni
dodavatele HS k zastavbé HS (
cutout;cooling;etc)

Po T1 pozadujeme fyzickou
kontrolu + dodani reportu (v
anglic¢tiné/cestiné ) od
dodavatele horkého systému.
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6. EJECTION / vyhazovdni

6.1 | The ejector plates must be equipped with | Vyhazovaci desky musi byt
arod M16 that is aligned with insulating vybavené tyci, s vnitfnim

plate and the inner plate. The rod must zavitem M16, zakoncenou
not be attached to ejector plates grub zarovnanou s izolac¢ni deskou a
screw DIN 913. vnitini deskou. Ty¢ nesmi byt k

vyhazovacim deskam pripevnéna
stavécim Sroubem DIN 913.

B

S ) e
= -
el il iy
6.2 | The ejection plates are fixed together by | VVyhazovaci desky spojeny
screws. At least 2 screws must be near the | pomoci Sroubl. Minimalné 2
center of the plate to prevent the Srouby musi byt pobliz stredu
»pumping” of the plates. desky pro zamezeni
,pumpovani“ desek.
6.3 | The ejection plates must be covered but Vyhazovaci desky musi byt
only from the top of the mould. It must be | zakryty, pouze z horni strany
possible to unscrew the shield without formy. Kryt musi byt mozné
removal of any other part of the mould. odstranit bez demontaze
i | o jakychkoliv ostatnich sou&asti.
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6.4 | Ball guide bush for ejector plates must be | Kulickové vedeni vyhazovacich
by HASCO Z13. The picture from Hasco desek - HASCO Z13. Obrazek
catalogue: z Hasco katalogu:

' |
, _ 0,4 0.4
w7 0.8 F08 o
2 P "
dale I T ."-
Zpit | .
! ~ g s
Prerugeni | = C E -, '
< @ T o
Hilfe | o ew =
I ' :_.-’ I}IIIIIII]}II‘\ +
5] j‘/ I'_
| k -0.06
Selantinn |Z1 I1Tx12 —= 40,54 EURO (EUR)

[ I Cislo d1 [mm] | 52 [mm] d3 [mm] d4 [mm] 1 [mm] T [mm] K [mm]
1213712 I T
2| Z13/22x18 32: 36. 39: 175 6
3| Z131M7Tx24 39 43. 29; 12_ 6
4| Z13/22%30 50 54 39 17 6
5| Z13/22x36 55 60_ 39_ 17_ G
6| Z13/22x48 s 70 74 39 17 ]

6.5 | The Ejector packet have to move easily S vyhazovacim paketem musi jit
by hand. snadno pohybovat rukou. Nesmi

se nikde zadrhavat.

6.6 | Inthe case of the 3rd control plate it must | v pripadé 3.desky ovladani musi

be a standardized part - hasco,
meusburger,...
(latch lock) - external or internal

byt normalizovany dil - hasco,
meusburger,...
(latch lock) - vnéjsi Ci vnitrni
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6.7 | In case of ejecti from both sides, there V pripadé oboustranného
must be a pneumatic ejection from the vyhazovani musi byt
injection side (more description in section | pneumatické vyhazovani
8. Hydraulics and Pneumatics). z vstfikovaci strany (viz. kapitola
8. Hydraulika a pneumatika).
injection sidg
6.8 | There must be floating insert for the Plovouci vlozka pro vyhozeni
ejection of the sprue. studeného vtoku
6.9 | Ejection plates must have position Vyhazovaci desky musi byt
switches IFM- 1S-5001 / IS-3002-BPKG for | opatreny koncovymi spinaci IFM
safety. —1S-5001 / 1S-3002-BPKG
The distance must be 1-2mm
Vzddlenost musi byt 1-2mm.
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6.10

All electrical connectors must be on the
top side of the mould.

Vsechny elektrické konektory
musi byt na horni strané formy.

6.11

The connectors for inductive sensor for
controlling the ejection plates must be
from Harting (or equivalent). The Housing
material must be METAL, not plastic.

Insert: 09 20 010 2612 Housing: 09 20 010 0301

https://docs.rs-
online.com/b3c8/0900766b8048c595.pdf

https://soyter.pl/zlacza-standardowe-zlacze-
przemyslowe-meskie-harting-han-10a-09-20-010-
2612,c254,p581,pl.html

Konektor pro indukéni spinac
pro hlidani vyhazovaci desky
musi byt znacky Harting (nebo
ekvivalent). Materidl Housingu
musi byt kov, ne plast.

Vlozka: 09 20 010 2612
Housing:09 20 010 0301

6.12

The ejection plate must have a transport
lock that is openable without unscrewing
the screw.

Vyhazovaci deska musi mit
transportni zamek, ktery je
oteviratelny bez odSroubovani
Sroubd.

locked
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6.13

The ejectors which are not fixed (POKA-
YOKE) must be able for hand rotation

N

Vyhazovace, ketré nejsou
aretovany musi byt rukou
otocCné.

6.14

For visible or optical parts, use self-
lubricating coating ejectors.

U pohledovych nebo optickych
dili pouzit vyhazovace se samo
maznym povlakem.
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7.1 | The cooling holes must be 10mm or 8mm.

Vrtané otvory chlazeni pramér
10mm nebo 8mm.

7.2 | Mouthpieces must be used from Hasco
Z81/13. The connectors must be only on
the side of the mould that is opposite to
the operator side.

Naustky pouzivat Hasco Z81/13,
které musi byt na odvracené
strané od operatora.

7.3 | Distance of the cooling channels from is:
Surface 220
Holes 210
Smaller distances must be approved from
LPVM side.

Vzdalenost chladicich kandld od:
Povrchu 220
Dér 210
Mensi vzdalenosti musi byt
povoleny ze strany LPVM.

7.4 | Pockets for mouthpiece are of dia. 28mm
and depth 18-20mm.

dy
De

i
V7 SW

|
De = 28,0mm
A { t =20,0mm
t

V 781/13/R1/4 standard of LPVM
i A 281

Kapsa pro naustky primér
28mm a hloubku 18-20mm.

2 A ETE dr Nr./No. t | iy | Dol sW| ds d; Nr./No.
14| 5| 13| 7 | 5 | M 5x05 |Z81/ 5/ 5x0,5 24| 5| 16| 9| 5| M 5x0,5 |Z811/ 5/ 5x056
7116 9 M 8x0,75 5/ 8x0,75 7 M 8x0,75 5/ Bx0,T
20 22| 11| 9 | M 8x075(781/ 9/ 8x075| [ 18| 12| 22| 16 [ 9 [ M14x15 |Z811/ 9/14x1,5
M10x1 9/10x G1/4A 9/R1/4
G1/8A 9/R1/8 19 24 | 17 | 13 | M16x1,5 | Z811/13/16x1,5
9|22 15 M14x1,5 9/14x%1,5 G3/8A 13/R3/8
G1/4A 9/R1/4 36| 16| 38| 27 | 19 | M24x1,5 | 2811/19/24%1,5
28 13 | M14x1,5 | 281/ 13/14x1,5 G3/4A 19/R3/4
G1/4A 13/R1/4
17 M16x1,5 13/16x1,5
G3/8A 13/R3/8
36| 16| 38 | 27 | 19 | M24x1,5 | Z81/19/24x1,5
| 72| 34 | 22 G1i/2A 19/R1/2
16| 38 | 27 G3/4A 19/R3/4
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7.5 | Always use Viton "O" rings from leading Na tésneni chladicich okruht
vendors to seal the cooling circuits ( pokazdé pouzit ,,0“ krouzky
Meusburger;Hasco;etc ) Viton z ptrednich prodejcl-

( Meusburger;Hasco;etc )

E 2130

O-KrouzZek
d2
d1

B
o

_de

3 t max = 100°C Wasser/water
g Mat.: FKM (Viton), 80 Shore A 180°C Ol/oil
7.6 | If water hoses are supplied with a tool, the | V pfipadé dodani vodovodnich
joints must be crimped hadic s nastrojem, musi byt

spoje lisované
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7.7

Cooling channels can be merged into one
as it suitable by bridge. The number of
bridges is given by LPVM during comment
procedure. There must be sufficient space
around the connections for easy
disassembly.

If place between pillar of machine permits
use outside brigde it is possible use it. In
other case then have to be use inside

7.8

Always use Meusburger E7140 normals to
seal the cooling channels on high gloss
molds. On other aplication use
Meusburger E 2080.

E 7140

Screw plug with collar, from 3 S
steel

Chladici kandly mohou byt
sdruzeny do jednoho dle
vhodnosti pomoci pevnych
propoju .Kolem propojd musi byt
dostate¢né misto pro
jednoduchou demontaz.
Mnozstvi vhodnych propojl urci
LPVM béhem pfipominkového
fizeni.

PFi dostatecném prostoru mezi
sloupky stroje Ize pouzit
vystupujici propoje. V opacném
pripadé musi byt zapusténé
propoje.

R

Na zatésnéni chladicich kandl u
forem s vysokym leskem vzdy
pouzivat normadlie Meusburger
E7140.

Pro zbylé aplikace pouzit
normalie Me sburger E 2080.

E 2080

Vileowa zasiepka bz

> Naneste tésnici
prostiedek

g Mat.: 2.0401 (CuZn)
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7.9 | The hot runner system must have extra Horky systém musi mit vlastni
cooling circuit. chladici okruh.

(cooling insert / cooling chanels) (chladici vlozka / chladici kanaly
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8.1 | All parts of hydraulic or pneumatic system | Vsechny dily pro hydraulicky,
must be from the standard parts. (AHP nebo pneumaticky systém musi
Merkle; VEGA; HEB; FESTO; other must be byt standardni dily. (AHP
approved by LPVM). Merkle; VEGA; HEB; FESTO;

ostatni musi byt schvaleni
LPVM).

8.2 | In very rare cases that some connectors Ve vzacném pripadé, ze
must be on the bottom of the mould, there | konektory musi byt na spodni
must be added “legs” as a protection. strané formy, na formu musi

byt pridany z ddvodu ochrany
,nozicky”.
8.3 | Thread for hydraulic connectors must be: Zavit pro hydraulické konektory
G1/4 for nozzles musi byt:
G3/8 for lifters and slides. G1/4 pro uzaviratelné
Connections must be on the opposite side trysky
of the operator. G3/8 pro jadra a Sibry.
Pfipojeni na strané odvracené
od operatora.

8.4 | For pneumatics is always necessary to use Pro pneumatiku je potreba vzdy
only metallic clutch NPQH-D-G38-Q8-P10 pouze kovova spojka NPQH-D-
from FESTO (or G38-Q8-P10 od FESTO (nebo
equivalent). Connections ekvivalent). Pfipojeni na strané
must be on the opposite odvracené od operatora.
side of the operator.
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On mold side always make thread M16x1,5
and use reduction M16x1,5 = G3/8” for
sliders and cores.

And M16x1,5->G1/4” for hydraulic hot
runner system valves.

On the mold side always has to be only
MALES variant.

i

E11IISE
1/4 - Hydraulic needle
3/8 — Cores and sliders

8.5 | The hydraulic system in mould must be Hydraulicky systém formy musi
marked according to the picture. The byt oznacen dle obrazku.
symbols should be made by laser or by Symboly mohou byt vyrobeny
engraving. laserem, nebo gravirovanim.
Label of Open/Close valve gates: Uzaviratelné trysky znacit

. PC OPEN/CLOSE.
e ]
@)
Label of Cores: Jadvra zn.aC|t schématickymi
nackami.
JADRO NAJET JADRO VVYJET
8.6 &) Do formy zavit vidy M16x1,5 a

pouzit redukci M16>G3/8
nebo M16->G1/4.
Na formu osadit samce — MALE

1/4 — Hydraulika jehel trysek
3/8 — Hydraulika jader a Sibru
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9.1 | Location/centering rings must be on both
mould sides with dimensions according to
the type of machine

Stredici krouzky na obou stranach
formy s rozmeéry dle typu stroje.

9.2 | For easier mould change, it is necessary
to use the sloping rings on the injection

side. 7 ] s

]
N

€ 8

2x48°

Pro snadnéjsi montaz formy na lis.
Je nutné pouzivat seSikmené
krouzky na vstfikovaci strané.

9.3 | If the tool will be operated on two
machines with different diameters, use
an intermediate ring

Pokud se bude nastroj provozovat
na dvou lisech s rznymi priméry
pouZzit mezikruzi
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with different places for the centering pin
add to the tool extra thread for unused
pins on the upper side - marked
"Centering pin"

9.4 | For correct closing of mould use a side Pro spravné uzavirani formy
lock for all sides of mould. umistit na kazdou stranu stredici

element.

9.5 | Mould must by equipped by centering pin | Pro zpresnéni odebirani robetem
on the movable clamping plate of the musi byt formy vybaveny stredicim
machine, for more accurate parts cepem na beran. Na vyhazovaci
removing by a robot. On the ejector side, | strane, pravy horni roh. Stredeni je
right-top corner. Centering must be odnimatelné. Parametry budou
removable. The parameters will be specifikovana dle zvoleného lisu.
specified according to a selected
machine.

/// ) 7 }%
|
| _ _ _
e -
9.6 |in case of using the tool on two presses v pfipadé pouziti nastroje na

dvou lisech s riznymi misty pro
stfedici Cep pfidat na nastroj
extra zavit(y) pro nepouzivané
Cepy na horni strané upinaci
desky- s oznacenim "Centering

pin
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Pomoci upinek — vzdy, forma musi

10.1 | Mould must always have enough place
for safe clamping on a machine. mit dostatek mista pro bezpecné
upnuti na stroj.
Groove for a clamp must be over the Drazka pro upinku po celé délce
whole length of the mould. formy.
-
(@] {s)]
o (2]
f il
10.2 | The parameters will be specified Parametry budou specifikovany dle
according to a selected machine. zvoleného lisu.
\\\\\ /
h|
NN
10.3 | When feasible, the clamping also by Pokud mozno, tak upinat Srouby.
screws.
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11.1

The handling device must be maximally
lightened with a good stiffness. The
handling device must provide a reliable
and safe transfer of the parts.

Uchopovaci zafizeni maximalné
odlehéené s dobrou tuhosti. Chapadla
musi poskytnout spolehlivé a bezpecné
presunuti dil{.

11.2

The frame of handling device must be
from alloy of aluminium (Duralumin),

and the other parts must be standard
purchased components (Gimatic; SAS;
other must be approved by LPVM).

\w*
/T?: ’
e
A
o0

Ram uchopovace ze slitiny hlinihu
(Dural), ostatni dily musi byt
normalizované (Gimatic; SAS, ostatni
musi byt schvaleny LPVM).
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11.3

Add centering elements for precise
removal / loading of parts by the robot
on 2K molds.

Pro presné odebirani/zakladani dill
robotem na 2K formach pfridat stfedici
elementy
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12.1

Hot runner with open/close needle
valve — controlled by air

G 1/4 for air
G 3/8 for air
G 3/8A for cooling

Thread have to
be G 3/8

s

Horky systém s uzaviratelnou
tryskou — fizenou vzduchem

G 1/4 pro vzduch
G 3/8 pro vzduch

12.2

In the mould is only the hydraulic cylinder
with limit switches. The frame and the
shapes of the mould must be
demagnetizated for magnetic limit
switches.

Ve formé pouze hydraulicky valec

s koncovymi spinaci. U magneticky
koncovych spinacl musi byt ram a
tvary formy odmagnetované.

g b S
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12.3 | In the case of visual parts, a closed hot V pripadé pohledovych dil( bude
nozzles will preferably be considered if prednostné zvazeno pouziti zaviranych
technically feasible and if there is no more | horkych trysek, pokud je to technicky
optimal solution. mozné a pokud neexistuje

optimalnéjsi reseni.
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Version Date Change description Author
1.0-1.12 2016-2020 Creation and updates — recorded in previous versions VF
1.13 18.02.2021 Added 7.5 Viton “O” rings; Added 7.7 Seal cooling ducts. MS
1.14 11.03.2022 Added 7.6 Water Hoses; Added 6.6 3" desk; Added 5.5 latch lock MS
1.15 19.08.2022 Added 12.3 closed valve gates on visual parts MS
1.16 16.03.2023 Changed 5.4 -Added material PP-TD MS

Changed 7.8 —Added cylindrical seal E2080



