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A high-precision and stable thin-wall molding has become reality by the
ultra-high speed injection and high response.
Ultra-high speed medium electric servo drive injection molding machine, JAD-US/USM
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thin-walled light-guide plates, a principal part of LCD (Liquid
Crystal Display), to meet the diverse needs of customers in
the ever-expanding LCD markets.

The ultra-high speed injection molding is not only
advantageous for minimizing the strain or warpage of molded
products, but also vital for reducing the molding cycle and
achieving the further improvement of your productivity
through the lower power consumption unique to an electronic
molding machine.
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180H-USM* is an electric molding machine that becomes
ready for operation at its maximum injection speed in merely
24 ms (0.024 seconds). It is equivalent to 2.7 G in terms of
acceleration, which is the fastest in this class of molding
machines. High acceleration performance is an essential
requirement for a high-precision and stable molding of
products of which wall thickness is getting increasingly
thinner.

(* USM stands for Ultra Speed Modified).
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JSW’s original and versatile injection control
technologies

When you select “Residual quantity holding pressure
switching mode” in the injection and pressure holding
setting, the screw stops and keeps the position at the
holding pressure switching position and, after it was
forcibly moved back, the mode is switched to the
residual quantity holding pressure.

Since the screw is kept at the holding pressure
switching position, the molding material is filled by the
viscoelasticity of the resin and, as a result, the molded
products free from any sink marks can be produced.
In addition, when the screw is forcibly moved back,
the high residual stress (high density) generated near
the gate by injection and filling pressures is released.
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clamping force (compression force) during
the injection molding operation.

In other words, the compression force
increases as the injection pressure
changes during the injection molding
process and the resin is filled in the metal
mold smoothly and, as a result, the molded
products free from any strain or fluctuation
of wall thickness can be produced.
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A high-precision and stable thin-wall molding has become reality by the
ultra-high speed injection and high response.
Ultra-high speed medium electric servo drive injection molding machine, JAD-US/USM
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thin-walled light-guide plates, a principal part of LCD (Liquid
Crystal Display), to meet the diverse needs of customers in
the ever-expanding LCD markets.

The ultra-high speed injection molding is not only
advantageous for minimizing the strain or warpage of molded
products, but also vital for reducing the molding cycle and
achieving the further improvement of your productivity
through the lower power consumption unique to an electronic
molding machine.
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180H-USM* is an electric molding machine that becomes
ready for operation at its maximum injection speed in merely
24 ms (0.024 seconds). It is equivalent to 2.7 G in terms of
acceleration, which is the fastest in this class of molding
machines. High acceleration performance is an essential
requirement for a high-precision and stable molding of
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products of which wall thickness is getting increasingly
thinner.
(* USM stands for Ultra Speed Modified).
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A high-precision and stable thin-wall molding has become reality by the
ultra-high speed injection and high response.
Ultra-high speed medium electric servo drive injection molding machine, JAD-AD-US/USM
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Adjustment of plate thickness of a
molded product by means of
temperature adjustment of the tie bar

24— Heater
The effective length, L, of the tie bar is Sensor  fnih

controlled by adjusting the temperature of the g

tie bar and using the thermal expansion; the
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Stationary platen deflection prevention by
means of twin sliding cylinders

The machine center line is aligned with the line of
nozzle touch force so as to restrain the overturning ” e
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Product : Ultra thin-walled ERTES: ZiRAKHBENBES LR
light-guide plate for laptop R=F: 13, 3%~ X [EEO0. 5mm
Size:  13.3inches; T, 141N
thickness: 0.5 mm #iEs:. PMMA
Cavities : 1 : s e s
Resin - PMMA Ei: 48.0g (BIEFLEFROER)

Weight : 48.0 g (including the runner and gate)

Transfer rate
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Wall thickness distribution of a *The plate thickness adjustment device with
molded product (mm) high accuracy is used.

EEEREEMST (mm) *ERSHEREENTRE

0.506 0517 0.501 0.447 0.464 0.439
0.505 0.520 0.504 0.460 0.468 0.460
Vi#: EyF100um HEEaR
A& 13.5um Test mold AVE : 0.508 AVE : 0.454
A& 130° WA
HEEH =975~ 100% 0.502 0.519 0.497 0.440 0.466 0.439
Voote. i R /= 0.50mm #R/Z 0.45mm
Angle: 130° With plate thickness 0.50mm With plate thickness 0.45mm
Transfer rate = 97.5 to 100% , £/ 0. 50mm [EFE 0. 45mm
Vig: [ERE100 um
FE 135um
g 130°

HRE=975~-100%



	未命名 -1.jpg
	未命名 -2.jpg
	未命名 -3.jpg
	未命名 -4.jpg
	未命名 -5.jpg
	未命名 -6.jpg



