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Intelligent ManuFactory
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iEHESFINECGRIZE - EIBREEIE - 8 - RIEEFENNERESE - I EH
B ee B EEsRiEaED -

Applying additional sensors to monitor and meet the slight fluctuations
caused by the environment, material, or machine abrasion, and
to improve the adaptive control of injection molding machines.
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The IMM and auxiliaries could operate, communicate with each
other through the standard communication protocol, to be adjusted
and controlled.
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EE=3iES Smart Manufacturing
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Real-time online quality monitoring through the sensors of viscosity

variation of melt, or cavity pressure, and detecting the defectives
with automations, to effectively reduce the inspection manpowaer.
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Using intelligent managing system to collect the key data of viscosity
variation of meilt.
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CT-230R
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All-Electric Two-Component IMM

&S IR Specification

¥ 2% B 5T Machine Model CT-230R

8 | 71 cClamping Force 230 tonf

e IR H £ Screw Diamseter 40 mm / 30 mm
Bt X ¥ B Injection Speed 300 mm/sec

X PA BE Tie Bar Spacing 960x680 mm

SRAREHENEHTE Rotary Table Diameter 1218 mm
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Adopting servo motor and multiple independent barrels for
injection, greatly shortens the cycletime.

The rate of servo rotary table improved by 30%%:-50% ,and
the positioning precision up to 0.005°.

Limear guide at injection unit makes back pressure approach
0 when charging, reduces the melt overflow.

European servo driver and controler system make injection
accurancy up to 0.01mm.

EHiEE System Equipped (optional)

[ | MF4-° EERETE Intelligent ManuFactory
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Packaging
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= &a Product
= # Part {28¥S Airtight Container
) I Size =5 Box 152.8 x 152.8 x 56 mm
=T Cover 197.6 x 197.6 x 11.2 mm
= = Volume 680 ml
= B Thickness EHE 1 mm -~ 858 0.3 mm
= # Weight =5 Box42 g ~ T Cover 51 g
W X B Cavities 1 +1
= ¥l Material PP (8681) + TPE (642)
FLBEYEFE] Cycle Time 30 sec
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FA-160e
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Advanced Servo Hydraulic IMM
With Electric-Driven Injection Unit

&S IR g Specification

¥ B Y BF Machine Model
4 ¥ - Clamping Force
¥ ¥ B £ Screw Diameter

B B #E E Injection Speed
X %% A BE Tie Bar Spacing
1525 Feature

FA-160e

160 tonf

40 mm

300 mm/sec
470470 mm
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Injection unit is driven by servo motor system for accurate

control and smooth motion.

= Linear guide for injection carriage could lower the wear and tear,
and make the injection control precise and stable.

- Servo injection closed-loop system could accurately control the
speed of each shot, the injection time stability is >99.9% and

with stable molding product weight.

* Platen strength improvement that increase rigidity by 30%, lower
deformation of mold plate, and improve the mold lifetime.

iR IEE System Equipped (optional)
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mart Medical
olding System

=S Medical Syringe
B 77 x12.8 mm

5 mil

0.65 mm

2qg/pcs

24

PP (K4650)

9 sec

=S1EFE £ Project Partners
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Two-Platen IMM

S R Specification

e 28 BY 5% Machine Model LM-500

g4 #¥| ) Clamping Force 500 tonf

2R IR H ¥ Screw Diameter 85 mm

B H #E B Injection Speed 123 mm/sec
IREEREKREEE Daylight 1650 mm

2 ¥ A BE Tie Bar Spacing 910 x 810 mm

15B4 Feature
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Two-platen structure has shorter clamping unit which saves the
footprint up to 30% , and mold-adjusting only takes 5-10

seconds.

During the injection, the pressurizing cylinder continues io provide
compensating pressure, so that the clamping force is accurate,
the error value is within =1%6.

Clamping unit without toggle structure which reduces lubrication
and maintenance cost.

EFiHiEE System Equipped (optional)

P A.0 m=sssTm intelligent ManuFactory
ZEERHIE HEFF L Tie bar clamping force monitor system
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FHET E &= Utility Caddy
ITE x 275 x 10B mm

1.8 -2 mm
450 g

1

PP (3204)

40 sec
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aming Injection Molding System
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Cost Reduction ility
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s =E=53EE=E5%E FCS Group

www . fos.com.tw
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Fu Chun Shin Machinery Manufacture Co., Ltd.

71841 A S AL ERRREIWEE B (R S 269 S

Mo 269, Baodong Road, Pitou Village, Guanmiao District, Tainan City 718417, Taiwan
TEL: +BB&-6-5950688 -~ FAX: +B886-6-5951129 «~ E-mail: fesco@focs com. tw
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Dongguan Fu Chun Shin Plastic Machinery Manufacture Co., Ltd.
EEEFRIEm B E O EERE S 1858 @E§T - 523792

Mo, 18, Jinsha East Road, Shixia Administration District, Dalang Town,
Dongguan City 523792, Guangdong Province, China
TEL: +B&-769-83313753 - FAX: +B6-769-83181303 - E-mall: cdg@fcs.com.tw
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Fu Chun Shin (Ningbo) Machinery Manufacture Co., Ltd.

AT ITALEFIIEE 11558 BEfR © 315032
MN@. 115, Haichiuan Road, fiangbel District, Ningbo City 315032, Zhejiang Province, China
TEL: +B5-574-561 38688 - FAX: +B6-574-56138600 « E-mail: cnb@fcs.com.tw
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FCS Manufacturing (India) Private Limited

Biock Mumber 218, Xcelon Industrial Estate, Mear Intas Pharmaceutical, Village
Chancharvadi Vasna, Sarkhej Bavla Road, Taluka Sanand, Ahmedabad, Gujarat - 382213
TEL: +91-99-98897 768 - E-mail: fcsindia@fcs.com._tw
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