713 Item UN250MG UN650MG
ZHFER (mm) Screw diameter (mm) 51 84
EHES (MPa) Shot pressure(Mpa) 102 95
HISFEBEE (cm”) Shot volume (cm®) 306 1385
EHRE (9) Shot weight(g) 441 1995
EICRAFHEER (cm® - s Max. injection speed (cm®.s™") 7759(3.8m/s) 21048(3.8m/s)
AT ERIFEEE (r - min™") Scew speed (r.min™") 10-210 10-210
IR (mm) Nozzle dimension (mm) ®15xR25 ®15xR35
EETRE(mm) Injection stroke(mm) 150 250
LT (BiEROLARM | ETR24 (BiEAROLIR
. - - "y FOTFF100mmIE ) | AOTFHE175mmAEuE )
EHAE Injection position Mold center mold center- | Mold center mold center-
100mm 175mm

BHET (KN) Clamping force (kn) 2500 6500
FrES (kN) Open force (kn) 300 650
iR ERAEE(MmM) Max. daylight (mm) 1160 1570
BEIRITIE (mm) Opening stroke(mm) 460 670
BEEE (mm) Mold thickness(mm) 230—700 350-900
SHFERE(H x V) (mm) Space between tie bar(mm) 570%x570 850X850
BiRR S (H x V) (mm) Platen size(mm) 870x% 870 1280X1280
TEIRER (Mmm) Locating ring diameter(mm) ®150 ®185
e Mold installation pattern T%‘Jﬁﬁﬁ T%ﬁ%ﬁiﬁ
HETRTD < #ETRFTR2(KN x mm)  Ejection force *ejection stroke(kN x mm) 150% 110 300X150
RIXFNABEBHEHEINR (kW)  Output power of pump motor(kW) 37 55+5.5
IR HINER (kW) Output power of heater(kW) 18.5 39.4
SESAEE (KW) Total electric capacity(kW) 72.5 99.9

SES (1) Machine weight (t) 17.5 40
RERY (m) Machine dimensions(m) 6.9X1.4X3.1 8.8X2.0X3.5
RIERAERR (L) Oil tank capacity (L) 600 850
REKERAS Cooling water flux 2.5(H2E0Es . KBS A) 2.5

; ; 2.5(Foroiland hopper
(m’/h) (m?/h) cooling) 4



BIFEREG LR, JESSFRIBAMENERT, 5 Thereis a non-return valve at the front end of screw

ISP IRAEHE, EEaES ST ST L IR 5 B rod. When magnesium is transmitted in liquid state,

Lower molding temperature comparing with die casting method 50~70
centigrade, longer extended-life of die;
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B8 % FESE 51 R B

Semi-solid Magnesium Alloy Injection Molding Machine

5000.0 ["x-pog. 0_223219
5000.0 | y-pog. 0.00¢000
4450.0 | x-diff. _ 0.21

4450.0 | 'y-diff. ~ 0.00§000

3900.0
3900.0

3350.0
3350.0

2800.0
2800.0

2250.0
2250.0

Py P R P ——

1700.0
1700.0

1150.0
1150.0

600.0
600.0

50.0
50.0

-500.0
-500.0

e e e B P EEE

—_———t e 4 -

I
d

A [ |

i i Ry Bt B

B e et T B e T P T

cof-—=—A-=——d-——d——eqg=

BRIz SIss s, (EEIRE
X E)4m/sATa] LASE IR S AR AT S0
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European highest class
controller. Accuratereal time
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BT EZ ST, REE
B, s, SEFJE,

European hydraulic sealing
parts of highest degree, low
friction, quick response and
high stability.

No use of furnace nor sf6 fire resisting gas, no exposure dusty, fit close loop control at the

injection speed of4m/s. High
conformity of speed curves

SEIRT . IFRAEEEDNEE TAEED, R85 e it pushes the non-return valve to move in forward cycle,
FRIHRATE REETE = R B BNa s AR FOEED R @ Basim

requirements for safety and environment protection;

and the liquid magnesium alloy moves fluently to the

front end. When injecting, non-return valve is forced

Nay = =l == ] ‘ - i
B ERTRAIATRE to move in backward cycle by friction and cause sealing

effect. At this time, materials in the front end can not
return but moved forward.

EE2 AR AFESH T RRE . BT BB EREARMENER
SRR BMNPFAT RN, FrLAEE aiim £ BRI SEbR E H IE R 2 IARAY RS S
a2, MESE —EBEMDHFETESER .

Magnesium alloy injection molding machine adopted semi-solid thixotropic molding
principle. Since the materials transmitted by screw is heated and cut at the same

time, the materials arrives at the front end for molding is not fully melted liquid

%48 Micrograph

alloy, but semi-solid magnesium alloy fluid containing solid.

REMRESSHFNETHEEE, TSR,
MIEER, MR, EREHK.

Adopt screw and barrel made of aerospace
alloy. High performance in heat-resisting,
abrasion resisting, corrosion resisting.
Long service life.

with setting curve.

SR ETTH, ERRIT AR EEFESIS
%, RIESEIENIEIT, FEEBLRIE
FEIINEERERRIZE, R H RN
Quick response hydraulic parts, patent
designed oil circuit and controlling method,

ensure highinjection speed, timely stop
after injection and fewer overlapping.

SRIMESIENE . RBFEZERARIRES
SEFNSNIMESHENNG, ERHEFUH
RIFFERIES AR, HEISFXRE
BRLAMERRIE, JRES.

High rigidity clamping mechanism.
Adopted Yizumi developed high rigidity
mechanism of aluminum and magnesium
die casting machine. Designed by digital
method and simulation method, tested
by numerous customers. High stability.
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