MSA ASAHYY| LGE-T Al2[=

MEAl AJE=AMS
MESAASgY7 | N 0lLiR 22, HAS 2 Cleantfsl A8 o
Electric Injection Molding Machine o Energy saving, Less noise & clean molding X7 e

I‘m ® 2F70db2| ASCZ Aot SHANQ| TS

7|2 50% =2t
LSHUEZS 4611 SOto] O O171 TS Sol0f HSA| MSHEI|S U A22 EAGIAALICE Less than 70db sound-level = =
SHE HYEAS HIELE ME ZE MO 7|&, AESE / Y MoiYn2lE, O+ Zol o5t A, FEA & Sot 68 E2 * MSAI2 OIS AR8oHR| %202 Clean 8 2120| 7HSEILICY.
X7 || ZMEA, 14 AKE IHAHLIS JHLO| TE3H0 s HSA MEEYTIE /sl =IRASLICE No oil usage
The LGE Series is the result of years of research and experience in the development and manufacture of injection AH|E H|m LHZEA H|T F2H| =zt H|m
molding machines. These exceptional machines combine the benefits of servo electric technology, an injection (Comparison of power consumption)  (Comparison of cooling water) (Comparison of annual electricity cost)
speed/pressure control algorithm, conformance to safety standards, a 5-point toggle clamping system designed by )
. . - . . . Kw/cycle Lh 20000 B EEN —~
FEA analysis, and a high speed injection molding mechanism. ; 2 0 iy e -
6 ] | 16,000 J LGE-50 —
g 20 14,000
4 . e
L0 g 10 8000
SMART P - 6,000
1 U 5 4000
2000 (4
O FUM(B0E)  HMH(E0E) TSA(LGE) 0 YA Y TS = 1A 2u 3 4 54
50tonhydraulic ~ 50tonhybrid ~ LGE-50electric Hydraulic Hybrid Electric
SASES it ditd 2k Better productivity
o S)\ISES 5510 I&MSS AISISILICE Dual process shorten cycle time.
‘ T1[sec] |
\ ) ) |
SehSE = x x
. S| AtE A= A=
Conventional Cycle Mold close Injection Charge Eject
SIS ’ ¢ ¢
Simultaneous Movement Rl AHE Ajgk o4E
Mold close Injection Charge Eject
| |
s = T2
BN oeslxl gsroler A 25 121223 EAE L5t Q0 QLIE U3t E rizy 2205 Az fsecl
Option, 220 ~ 400ton £2| (Option) = . .
(Opion, ) . QT 0] 2fgt AA| Safety first design

FE 37| 2 HE HE

et o 312, S21, 0[20| oK 20| Fato] HLEIOH, OFF 724 915 S,
ption

Developed according to the guidelines of the safety regulations board to conform to safety standards
in Korea, Europe & U.S.A.

TEH D3E ACMEZELS HMESIH Holt AL SEHEY 5% ToggleAlo| T2 M7 |7 & & AEHF LIS
Applying strong & quick response AC servo motor to realize 5-point toggle high speed clamping system and highly rigid injection
high injection speed. mechanism.

o FEAS Salf i El SHESIT 12| 58 EZ HZLIS
5-point toggle high speed clamping unit and high intensity injection mechanism

« DE8 13H AENE MEZEE TH6t0] AIESE 800mmy/s7HX|2]
SE AR A AISSEA0 Ed e
Injection speed up to 800mm/s and multi-step injection speed control produced _ _
by a high-output and high- response servo motor. o 1I3H, 1EQ3 MEREHE St 14 AIE HIFILIE
High speed injection mechanism by adopting a high-response high-torque servo motor

Servo motor Servo drive
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= MEAM AENEI|LGE-TAIZ|=

THELE =ll= A7 Electric Injection Molding Machine °

R stolz it (y)
ot= 3}H 4l X7{0 XX i X‘"O‘Io I O|'O|'|'=T I:ll.l:I 'Y
AIE 2= s Y =719| oMl = (Option) — —
Precise Injection & Compression condition control COH’[FO| SyStem (H |COM Gamma) i oemen
ZH H01E ZEet 1SH Closed Loop MZ AE A Z219| OIM| M= A xieidS Sat AL m =K
Excellent molding repeatability through quick response Closed Loop control. “ﬁﬁ@rﬁ B
——— D3 2o wmspRioR Hos ouan — il e E—
TFT clear screen and quicker response time 1 ; f
provide easy operation M. | v
L
|
L gzt ol o m Ll L
Real time data setting and operation T e
P = L °7| 412 ALK ZAl| U EEXT | Ls
Parting Line €2i2F Sensor SR ZHA| Sensor eizic k=N = 5 = e e s B===]
ing li : CINEIIE T o User-friendly Ul —H— ] =
Parting line open value sensor Clamping force sensor 5TEl [ETE| o gy iR bk LR
am sm sese—ssel—— +5 RUHE et 8
— . i i T T : i
*I‘%Xf oM MIZ User Friendly Feature “"'“‘ Manual operation button
SIAARYNE TS DY Sy 2mHg 2 74 s SR | : USBES, 7] AR
- ! USB port, Key switch(Option)
Intenswe Greasmg Applying Pattern Steel Frame Installing Large Window - "
« QX| 247} HE|E cSxl A Yol2RzEE 5 /I SH A S 1221X|(&#Z) 12 INCH(STD) 15Q1%|(&M) 15 INCH(OPTION)

Easy maintenance Protection from dust Easy Monitoring of Machine

HI2IZ}H Main display

7H2 Overview AIE Injection

38 A Sequence edit

A 12/ &A% 132 (Option) Frame &% / RiZ 201 (Option)
Injetion Unit 1 Point, Clamping Unit 1 Point Upper Frame Side/Product discharging
(Option) Device side (Option)

atlapem YW ]
TN e am|_am]y

FX 2 EXl Strycture & Feature

= A& 22E /2% STIHE S8t HE A& m Precise injection by Synchronous control(2 motor/ 2 axis). :ZJ?: 05; :;iifd A :f» i:E: }83 :3“711: f:E: 23 :Xltiétogixs}elﬁnifn accor—
(Zu&, 30 m Advanced 20% of injection capacity comparing with " 253 A . noiEi, SIF| Alclo] Of3t bt B w AR 2#m B dance with user demand

u EfA} HSA] CHH| AISEF 20% SFAL othercompany’s electric model. = Overview of machine operation ® Injection speed-Max 10steps = Mold close speed-Max Ssteps

n 02N A7 |, AISTLR0N ISt OPERQI AE AB, m High stiffness clamping unit, injection structure(Stable molding). :fﬁé ?g’r?r?ort Crfm‘?/ tEdeor postion - » goid'@g rpt;essfre_“faxﬁﬁgeps ; :moﬂor?:n Spfi(nj_tsfk;ps -

n YU HAS 2fet Center pressA9| 0|SHT AHS, m Center press typed moving platen for precision molding. o e DY PR AR e oo perEmeE By g

— BHS Zopi| 80101 Shot Shot, Z2iA| S SFEE - Center Press type prevents bad molding & provides long mold life
N & SR B cycle. =8 B35 Mold protect 0] Core

u EJO[HIO| L7 SFMS 2fo! Tie Bar AIE » Adopting Tie-Bar auto balancing device for improving durabilty. TP :

XIS EHER| ZE(Option)
~ 30| & BEA| EE M2 Spe0] 33 AIR Al NS KIS

274510 QFEHQI RS FXI.

- Maintaining stable clamping force to adjust Tie-Bar balance in the
case of thermal expansion in mold or using small size mold.

* M2 Hlm

s x| D o 2 = OfX| =g, 1T Mo[Z & 100%
= . .
" dgStEe HXH. Energy Saving, High Cycle
Safety Filling Function Mode < Of[LAK| BIA AJARH EXY : AE 30%
= - o = 5
et i BRA A 121 13% 2 BHES TUMMEI AN wCIABHOI DY ABX RIS w30{ oA BE AR} 4 B2 015 (12 B)
. 1—1-.- ANEA| QA0 o5t TEF iy Eres (Buiees 6 /1)1 Es n AMEXF 2 B m Able to set display unit by User s \EA A T30 S& = Monitoring digital outpu (1zone
:rx| s S o mE  m=dl ® Adjust sensitivity ® 2 CORE(Standard) standard)
H} 7Y s S = Able to change Core operation by
OfIAR] 2 AJAE User
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MEAM AENET| LGE-TAlZ|=

JIAEIAL: 2 allo uﬂﬁ Electric Injection Molding Machine

f.n.IiELlE-lE| AIAE‘" (LSPMS-G)
LS Process Monitoring System

WIFI Router MOIE{L
WIFI Router Wireless internet

E X Special Points

m HZAKX] | Remote Office | (pc

3G 24
3G Modem

[ WIFI / QIE{Sl WIFI / Internet ]

LSPMS-G (S™ZLIE{Z! A|AH) LSPMS-G (Process Monitoring System)

o D2} B3 #0[0KRt 27| A thx| 7Y
o WA 223 g2t/ SRt BE A

o KfBio} 7PiZio| M K71 9 / C22E T o 2l
o NoIZ El9), B, M S B2 Mf5{t T2 BA

® TLME: MH (Windows XP O[A)E S/W CD, 2t 7|A1E License,

® Facility layout configuration like customer's factory Layout

® Production volume and alarm/operation mode display

® Managing a molding conditions upload/download between the
server and the machine

® The graph display item (cycle time, temperature, cushions, etc.)

e Component ; Server(Windows XP or later) S/W CD, Licenses for
each machines.

LSPMS—-G/OPC (ZZHA} ERP2} HE2 28t OPC QIE{m|0|A)
LSPMS-G/OPC (OPC interface to work with Customer ERP)

o T1ZHAL MHOIA OPC QIE{H0|AS S5t 28 HE s

® OPC ™ 20 X[

o \MEV| 7S HHE AR HE

o TIZHAL AI¥C| OPC E2I0[PIE 715 27 A= B
HSAF THet

® OPCOf CHS YHPHE ; www.opcfoundation.org

® |nformation provided by a OPC interface from the customer
server

® OPC version 2.0

® Supporting a Real-Time operating information of Injection
Molding Machine

® Introducing a professional development companies when
customer request suitable OPC client function for their
specification.

® General Information about OPC ; www.opcfoundation.org

LSPMS—G (™2 L|E[R AJAH!) LSPMS-G (Process Monitoring System)

m DLIEE PCHOIM 7|7|2] 24|0]0FR HiX| A7
Factory layout design by a monitoring PC

m AYAFASE DI O/ EXt O FA|
m JAIZRel g 24 f/O22E TS | Ea

® Production volume and alarm/operation mode display

® Managing a molding conditions upload/download between the server and the machine

S e —— — . —
T 3 bt L LR L1
. T —4——= 7|7 Big
EE@E IEE N R —
-~ = ——= A2 71 3ig
- = E:——é Each hourly operating history
" - L R =
Productivity status for each machine
; I i
_— ==y, o T e
[l Shot distas - Hidm Maschine -ii : S I T
o e oap e = ZLEE &= 2= HA
8 (& A graph display for Monitering
BE=  *E6
s [i] om(t] e [ muzs-oms ] B
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" E — | MSA AEMET| LGE-TAIE[=

TE=EL =ll- AT Electric Injection Molding Machine

(&5

A Major Specification @

Model LGE18II LGE30IT LGE501IT LGESOIT LGE110m LGE1701 LGE2201 LGE2801I LGE330I LGE4501 LGE5501
AHEE] INJECTION UNIT
A327|5 Screw Code A B Y | A B Y | A B Y | A B Y | A B Y *A B Y A B Y A B Y A B Y A B Y A B
AS2 17 Screw Diameter mm 16 | 18 18 | 20 22 22 | 25 28 25 28 32 28 82 | 36 32 36 40 36 40 45 40 45 50 50 55 60 65 70 80 70 75 85
O|ZAKEEH Injection Capacity Calculated ov’ 12 15 18 | 22 27 38 49 62 | 59 74 97 86 113 143 129 | 163 201 163 239 | 302 264 | 334 412 | 471 567 | 678 1278 1482 1935 1,616 1856 2,383
) PS g 1| 14 17 20 25 3 45 57 54 68 89 79 104 132 119 | 150 185 150 | 220 | 278 243 | 307 879 | 433 522 | 624 1,175 1,363 1,780 1,487 | 1,707 2,193
AI&2F Injection Capacity
PE g 9 1113 16 | 20 28 3 45 43 54 71 63 82 | 104 94 | 119 147 | 119 474 220 193 | 244 301 | 844 414 495 933 1082 1413 1,180 1,355 1,740
Hf AR Mpa 265 | 209 253 196 156 246 196 150 236 181 143 242 191 | 155 | 254 | 206 163 274 | 220 | 181 245 206 | 171 | 211 183 = 140 226 196 = 157
Max. Injection Pressure kgf/om? | 2700 = 2133 2,580 2,000 1,590 2,510 2,000 1,530 2,410 1,850 1,460 2,470 | 1,950 | 1,580 | 2,590 2,100 @ 1,660 2,800 2,250 1,850 2,500 2,100 1,750 2,150 1,870 1,430 2,300 2,000 1,600
B Aee Mpa 238 | 188 208 | 177 | 140 | 222 | 177 | 135 213 | 163 | 129 218 | 172 | 139 | 209 | 185 147 | 247 199 | 163 220 | 185 154 | 176 153 | 117 188 163 | 131
Standard | Max. Holding Pressure kgilem® | 2430 1920 2,322 1,800 1431 2259 1,800 1,377 2,169 1,665 1,314 2223 1755 1422 | 2331 1,890 1,494 2520 2,025 1665 2250 1,890 1,576 | 1,790 1,557 1,91 1915 1665 1,332
AEE Injection Rate ons | 60 | 76 76 98 123 | 98 123 161 123 161 | 204 121 | 153 | 188 153 | 188 239 | 188 = 239 = 295 205 | 356 424 | 531 616 | 804 616 = 707 908
AMEZE Injection Speed mm/sec 300 200 200 200 150 150 150 150 160 160
Hf AEor Mpa = 265 @ 209 242 | 196 @ 162 253 | 196 187 @ 246 196 150 236 181 | 143 242 | 191 | 155 | 270 | 220 176 | 274 | 220 | 181 245 | 260 171 | 211 | 183 | 140 = 226 = 196 157
Max. Injection Pressure keffer® | 2700 2183 2,470 2,000 1,650 | 2,580 2,000 1,910 2510 2,000 | 1,580 2410 1,850 1,460 2470 1,950 1580 | 2,750 2,250 1,800 2,800 2,250 @ 1,850 2,500 2,100 1,750 2,150 @ 1,870 1,430 2,300 2,000 | 1,600
;:; sher Mpa 238 @ 188 218 | 177 | 146 228 | 177 169 @ 222 177 135 213 163 | 129 218 | 172 139 | 243 | 199 159 247 199 | 163 220 | 185 154 | 176 153 | 117 = 188 163 131
(gﬁizﬂ) Max. Holding Pressure kofen? | 2430 1920 2,223 1,800 1485 | 2,322 1,800 1,719 | 2259 1,800 | 1,377 2,169 1,665 1,314 2203 1755 1422 2475 2025 1,620 2520 2025 1665 2250 1890 1575 1790 1,557 1,191 1915 1665 1332
AKEE Injection Rate om¥s 100 | 127 76 | 94 | 114 114 | 147 154 | 147 185 241 185 241 | 305 161 | 204 251 204 251 | 318 251 | 318 393 | 393 475 | 565 664 = 770 1,005 770 | 884 1,135
AKS4E Injection Speed mm/sec 500 300 300 300 250 300 300 200 200 200 200 200 200
A 7HASHS Plstiozing CapecityPS) koh | 95 | 18 | 17 | 23 | 33 | 33 45 59 36 47 59 47 | 59 85 52 74 99 64 85 111 71 93 | 185 135 | 173 218 | 215 256 360 256 | 324 436
Charging g2 s Screw Speed ipm ~500 ~500 ~500 ~400 ~400 ~350 ~ 300 ~ 250 ~ 250 ~ 200 ~ 200
EHZR| CLAMPING UNIT
S4#24 Clamping Force ton(kN) 30 30(294) 50(490) 80(784) 110(1,080) 170(1,666) 220(2,156) 280(2,744) 330(3,234) 450(4,420) 550(5,390)
EfoJH} 7424 Tie Bar Distance mm | 260 x 260 260 x 260 335 x 335 360 x 360 420 x 420 510x 510 580 x 580 640 x 640 715x715 830 x 830 900 x 900
SR|B1A Clamping Stroke mm 200 230 270 300 350 400 500 550 600 800 900
F|CHEE A Daylight mm 450 480 590 650 760 900 1,050 1,180 1,300 1,550 1,700
Smx|4 Die Plate Dimension mm | 380 x 400 380 x 400 470 x 480 555 x 590 600 x 620 720X 730 860 x 835 935 x 970 1,080 x 1,070 1,200 x 1,200 1,335 % 1,335
2= Mold Thickness mm 120~250 120 ~ 250 150 ~ 320 150 ~ 350 200 ~ 410 250 ~ 500 270 ~ 550 300 ~ 630 350 ~ 700 350 ~ 750 400 ~ 800
Q=3 Ejector Force ton 0.8 0.8 2 2 25 3.5 4.6 4.6 6.2 10 13
Q=Y Fjector Stroke mm 60 60 70 70 80 100 120 140 150 180 200
ZE GENERAL
5|Ef 22 Electric Heater kw | 44 | 44 | 44 48 | 53 53 | 84 100 84 100 128 100 128 | 146 128 | 146 143 | 146 143 | 162 143 162 175 175 211 215 233 26.6
717127 Machine Dimension : L xW x H m o 295x094x137  3.25x094x 1.37 3.70x1.03x1.46 413x1.11x1.64 4.92x1.23x1.68 5.42x1.41x1.87 6.28 x 1.56 x 1.90 6.88x 1.70x 1.97 7.47 x1.80x 2.12 9.78x2.19x2.17 10.09x 2.38 x 2.17
717152 Machine Weight fon 2 22 28 4 55 75 10.5 145 175 28 315
T 1.0|2AE8Y AR UHY AR AERT Note 1. Injection capacity calculated : Screw Area x Screw Stroke.
2. 74A3H MK SHE 0|24R(2F {07 E 4 UBLICE 2. Actual injection capacity output may vary from calculated injection capacity
3 AR T7|B CEES SEAYUL 3. Clamping system is double 5-point toggle structures.
4. 2t AEY, 2l BRI 710 Y 4 Qs E0) 2RALICH AR HZ7AAOIZ A7 28 ReHELICE 4. The maximum injection and holding pressures are maximum pressure that can be set on the machine.
5 Zh MEEIALE S At ALICE AH| 2|0 ASEDAE £5= ME Q0] 2fah AISHELC Actual setting pressure will be restricted by molding condition and cycle time.
6. 2837 = EHO[HF 7F24(H x V)2 609%01410{0{0F BLICH 5. The maximum injection rate and speed are calculated values. Actual injection rate and speed will be

12 ANL2 HE 22 S 2Io10d 0 0gio] g 4 QlEUh restricted by an injection pressure.
6. The mold size should be bigger than 60% of the Tie-bar distance. (HxV)

7. Due to continuous improvements, specifications are subject to change without notice.
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t

Z 3 EY AIRF Standard & Optional Equipment

= B2 o = 5 518 e B2 5 318 tem
1| XS 32A SREA Auto Lubrication Device | © 10 | 237 High ZEYX]| Screw Back Pressure Regulator | © 1 | 01 B2YRIBuze) Abnormal Operation Warning DeviceBuzzer) | © 2 | SlE{RIo] Heater Control | ©
o= - - .5l CIMBA| REx i i
2 | FEEX EX g7Y Tab Hole For Robot Installation | @ 11 | ASR H77I5 HIXPER| Screw Cold start Prevention Device | © 2 | OM HAERI23ES, A2, E2 A=Azt 34) ® olEf EHMBA| ZA| Heater Band Failure Indicator
3 | UE HR(AE)Z) Hydraulic Ejector(A-Circuit) | © 12| AZF1&2RF A3 Screw Suck Back | © cieitlel] Clgeaiiy eleing Dives 3 | i & 4ct T2 Hjof ®
4 | UE R(BEZ) Hydraulic Ejector(B-Circuit) | © 13 | Ag2 ElQuiAR|R H=HIX|R) ® 3 | HIE BE AYR(RRE g HARE) Emergency Stop Push Button | © Clamping Unit High Speed 4 Stages Control
5 | UE QX 32 Ejector Preserve Circuit | © Screw tip (for general resins, non-return valve) 4 | HiSIE XIS &2 FA| Automatic Barrel Heat-up Control Device | © 4 | OIHE| Hof Ejector Control | ©
6 | TEAMZ| 24 . 20} K| ® 14| =BT OF7{H(nteriock) Nozzle Safety Cover With Interlock | @ 5 | SR QEE Safety Gates With Interlocks | ©® 5 | 2LIEE Monitoring
Reducing Speed & Pressure for Mold Set-up 15 | SRS A AR Back pressure Relieving Circtit | @ 6 | 2F MARAEE ZER|AL| ® S BLEZ/EE Quality Monitoring / Alarm | ©
o - Shot Counter and Count up Detection for Target Production
7| Sy=susEER | © 16| Uiz, LA wEat A3 or ) ~NOIBARE / SHEAZH/ BTN | HRIATZE/
Trying to Close the Mold again with Mold Protection Anti-Wear & Corrosion Barrel and Screw 7 | PDRT ZEER|JY EHCH) PID Temperature Control | OP Cycle Time / Ejecting Time / Charging Time / Plasticizing Time/
8 | Xz &% S 2 FA| Automatic Mold Set-up Advice | ® 17 | o4EH= (£ 450, 100mm) OP 8 | SSREXA 2ia0)) 5lE ARAK| ® MNETHAIR] / HAESR| / ZELR| / ZICHAESY
=54nt X|K[Rk : Extension Nozzle (50, 100mm) Nozzle Temperature Control by SSR Injection Start Position / Holding Pressure Shifting Position /
9 | OISEM XIXIHX| Support for Moving Platen | © P y Cushion Position / Max. Injection Position
10| 7y Tab Hole Platen | OP 18| ofati & 5[E12 25 Hofal| op 9| BMEES Algrm Light | OP
_ _ i _ oI A 74 |
1] OEUE 8 TS 9 Multi-gjection & Vibrating Ejection | © Temperature Controller for Extension Nozzle Heat 10| X= oxiz2 Automatic Purge Circuit | ® LEMA 2 Process Warning | ©
12| 28 244s) Mold Clamp(Manua) | © 19 | B S2(Fan Bower) Fan Blower | OP 11| YHBLIER Ethernet Port © ~ AOIS2H/STINRIOL/ARARIOIS
13| mE ol Product Recaiver | OP 20| AeZ&E Shut Off Nozzle | OP Ethernet Port for Remote Monitoring System Overrunning Abnormal/Charging Time Abnormal/
= - - Plasticizing Time Abnormal
14| 27| SAER| Airblow offunit | OP 21| #XlE ®8 A3 Specialized Screw for Each Resin | OP 12| SIEHE O EAIYR] Heater Band Failure Indicator | ®
3 L P —— , « CIXIE 2A| Digital Indicates | ©
15| 28 x}= =T x7/(QDO) Automatic Mold Clamp | OP 13 | XI5 MY ZEHR(AR) Automatic Voltage Regulator(AVR) | OP
16| E12-R2 FO/ERIA B,C.D) Single Hycrauiic Core Puller | OP 14| HO{ARI 87| i Ol ) R R
= . ' g= & % g (ltem) Air Conditioning unit on Control Cabinet EEFRI/HR, 5
17 | 0I5 Y ZOEXIA B C,D) Dual Hydraulic Core Puller | OP & Screw Position / rpm / Back Pressure / Injection Pressure /
AZE OHIE ) . 15| OflH| ZME Auxiliary Consent | OP Clamping Open & Close Position / Ejector Position /
18| 297 0P Screw Ejector oF 1 Fg BN Instruction Manual O] v Nozzle & Barrel Temperature
TOMA| OFHZ MR | - opP 16 | A3 ME A L2312 Automatic Power Shut-Down Circuit | © ?
19| S5 it=E Pneumatic safety door open 2 77| Ak Standard Machine Color | ® o N .
20| TE B TsotPlaten | © 5 | aywaime LovelPad | ® 17| OFFIZ 1 QIEIE AYIKIE, 2E & T0) © 6| A28 Digtal Setting | ©
= amal|e Safety Door Open Interlock Circuit
21| T8 MEE20E T-slot Sub-Platen | OP | sy Chiller | OP i ] cNELE /U [ IR| AT MRt/ BRA EfRl/
22 | 0|E 7E 32 Gate cut Gircuit | OP 5 | 2| Crush op 18 | 7tA MEE QIEIE 3|2 Gas Injection Interlock Circuit | OP Injection Speed / Pressure / Position, Screw Back Pressure / rpm /
£ rusher i ~ _ 1
NE OE R _— - o | op _ 19 | HEAOIE 32 Valve Gate Circuit | OP bl B2 / SNHEE / $IRI / FAE/
23| A U= Injection Compression Device 6 | Lut=rf General Hopper | OP R . o Nozzle, Barrel Temperature / Open & Closing Time / Posttion / Clamping Force /
o 20 | OMIE & 3= Eject Retract Circuit | OP ) _ )
7 | 2o =200 Hopper Dryer | OP e o UETT ) SERE / HIRI, 2B
g | zmam Hopper Loader | OP 21| EROUESER Robot Interlock Circuit | © Ejector Forward / Back Speed / Position / Ejector Force
&= 3 7l & (item) . 22 | BY UEYT AJAL! Centralized Network System | OP
9 | 3Had Hopper Ladder | OP 7 | DATA 22| OoP
1 | LHOF HIO|MIE! Wear Resistant Bimetallic Barrel | ® 10| 27| Mixer | OP 3= Z x| 9 (item) - 100 2 AN HoJEf S5, AIZHH
2 | AIR(URXIE) Screw for general purpose | © 11| ZH[0I0f Conveyer | OP Save Mold Data up to 100 Molds
3 | =EZ9 o= 8l Cable Heater for Nozzie Zone | © 12| 282 ZH 3X| Hot runner Controller | OP 1] Az Aol Injection Control | © + S571E QI Lt 22| BE IS
4 | BlEf7AH HeaterCover | © 13| &2 Take- Out Robot | OP + ZAFE 54 3% Hof 5 stage Speed & 3 Stage Pressure Control | © sl N LB s
5 | OIZ2= Hof Pre-Heating Temperature Control | ® 14 | 9X| & B4 37 (Y AIS TZ0| ofd 37 opP * B2 R ClosedLoop | ® 8 | S¥2=Hof Mold Temperature Control | OP
6 | ASSLE M7 K ® Maintenance Tools + bRt At 2] Automatic Reducing Back Pressure Control | @ o | Aizojz| AlE AT, ARSI ojtz 1 52 oP
=l g - =87 — -
Injection Ram Advance and Retract Device 15 | Amof ItE Spare Parts | OP * NE U= Aot Hjof Injection Pressure Restriction Control | © Analog Output of Injection Position, Speed and Pressure
7 | Tleaain Maa| Injection Unit Swiveling Device | ® + A3F 3T Hof Screw RPM Control | ® 10 | 4t 212 A15(=2t0] HY) Product Completed Signal | OP
8 | =Z(0pen type) Nozzle-Open Type | @ « A9 HR HOf Screw Back Pressure Control | @ 11| USB UsB | OP
9 | LB SEA7| MEERIR|RP) Nozzle Retract Timing Selector | ® + 9 Hatro] Auxiliary Pressure Response Control | © 12| Z2IE{ Printer | OP
- 94| 2RI BUY ARG Position, Resin Pressure, Mold internal Signal | OP 13 | PC QIE{m|0]A PC Interface | OP
- HOF SEHM O Auxiliary Pressure Response Control | © 14 | XISUT 2H0] Hopper Block Temperature Control | OP

e

e
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Q¥ External Form Drawing

—
LS
© i ol
m b J = o,
- (= (I
LT T T T T T | | | | | T o]
E F A
D
M (Nonzzle stroke)
_[E
ZiN I
j ) \O o °
° = o==1 U S ‘
M i j/ ] - o e
. I | @ o g e
fﬁ = L -
| =3 LAy ;
Vi — kJ 17 | 67 \h_F [©)
3 O N 4-0
& 4
J (Ejector Stroke)
H (Clamping Stroke) G (Mold thickness)
| (Daylight)
(2] 2 mm)
Model A B © D E F G H | J K L M N 0O P Q R S T U
LGE18I 2900 1100 1365 976 @ 523 453 120~250 200 450 60 @100 50 230 100 45 40 M10 170 90 | ©@41.6 M10
LGE30I 3250 1100 | 1365 943 | 506 = 437 120~250 230 | 480 60 @100 50 230 100 45 40 M10 170 @ 90 | @41.6 M10
LGE501 3695 1137 | 1464 1026 561 465 150~320 270 | 590 70 @100 50 250 100 55 40 M10 170 90 | @42.6 M10
LGE8OI 4128 1196 | 1636 1107 | 581 526 150~350 300 | 650 70 @100 50 350 100 65 40 M10 170 @ 90 | @42.6 M10
LGE1100 4918 1203 1681 1231 643 588 200~410 350 760 | 80 @100 50 @ 400 210 35 145 M12 170 90 @416 M10
LGE1700 5422 1277 1868 1407 756 @ 651 250~500 400 900 | 100 @100 50 @ 450 210 15 55 Mi16 170 90 @416 M10
LGE220 6280 1304 1895 1562 828 734 270~550 500 1050 120 @100 50 @ 500 350 60 80 M16 170 90 @416 M10
LGE280I 6875 1346 1965 1702 901 801 300~630 550 1180 140 @100 50 @ 600 450 60 80 M20 170 90 @535 M10
LGE3300 7465 1414 2115 1801 958 @ 843 350~700 600 1300 150 @100 50 600 530 60 80 M20 170 90 @535 M10
LGE4500 | 9697 1360 1995 2150 1121 1029 350~750 800 1550 180 @100 50 @ 900 400 70 250 M20 280 190 @69 | M16
LGE550 10007 1360 2038 2337 1214 1123 400~800 900 1700 200 @100 50 | 900 400 75 250 M20 280 190 @73 M16
]
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MSA AESMEI| LGE-TT Al2[=

T = 5] Electric Injection Molding Machine

oA30|E =Q sH=
Major Upgraded Item Specification

AEHR| 2E0[M Z2t Improved modulation of Injection unit.

12t Up & Down modulation2 712X& 0| 2~3Et| it MEsi= XX st MZ
Injection unit can be changed easily for 2~3 level up/down modulation.

Model Frame Standard High-Speed Screw Dia.

" LaEss0 | ~(ia3os170)  (qesomieoey
M@BOS (170) | (uesomsooy
(M\ ~ li220s(170) ) m E———
Coeso | () (e

@0006E
®@000@
00000

1. == 0|&&X| ZHAS} Simplify a moving nozzle unit
2 dizl 20| £l unify a barrel length.
3. A= #2423} Standardize a injection unit

MEFR| £ (S L3t
Enhanced responsiveness of Injection speed.

1L [ #E [ 204 MEHA| 388 B, E2| WECE 3715 :
_._Il-’-‘- A}°*(500mm/s) 2E 271 S7|H|0] (Gefran System)

High speed / Standard / Ultra high speed : Available to change motor, pulley.
response : Ultra high speeds synchronous control with double motor

22011 ~ 33010 180II ~ 400II
« HZ Standard : 150mmy/s « 2 Standard : 170mm/s
112 High speed : 200mmy/s 112 High speed : 300mm/s

( 12 Ulira high speed : 500mm/s)

s 74 Improvement of performance.

Hloj2 / 2EM M8 31X HZ Apply Structure changed for bearing / load cell

P BEA K| S E4 iR, ASSY RIOMS B

+ Improve load cell sensing back pressure : Improve and control of injection pressure

 OFEOI H|f2 & : AFF Ot A2 S 2H /M« Stable of bearing structure :Improve for screw wear, noise,

A3z 7/22 7x0]| 12 BE201M Zo|

+ Easy to modulate screen couple ring structure

T-Box7Z T-Box structure
- T-Box@t FE742| OE0] Qs 2E4 SHZ0| FS2 23

« Improving high speed mold rotating time with in 0.9sec in
150ton machine.

S-shaft Load Cell

S — shaft X S-shaft structure
- 2EMO| 2A329| 5152 AW AXIE
* S-Shafts 2 HI0& &7} orgE

» Load cell defects load of ball screw directly.
« Stable structure for s-shaft & Bearing

MEZ LM7I0|E X|X| LM guide support for injection unit.

 NBER HY K|
FABR 2 et HIof 52 3

« Prevent deflection

« Improve control for back pressure and injection pressure.

MNEZRHEf0[2E0] ofsf K[|

NEXR= EO|ZEY G2 LM7E - 13 BA32 71X (2005)

Injection unit supported by 0|=01| 2faH XIX| Single-shatft ball screw Double-shaft nozzle touch
tie load. Injection unit supported by structure(200ton) structure(180ton)
tie load & under LM guide * =5 E{X|¥ 3,0ton + =ZEX|2 3,0ton (Z/ch 4.2ton)
< 0l84E : 15mm/s < 0|84E @ 28mm/s
+ Nozzle touch 3ton * Nozzle touch 3ton

2% 3 EX| 12X (180E)

+ Moving speed 15mm/s + Moving speed 28mm/s

2= L E HX| 2=

Double shaft nozzle touch structure.

« ST AR HIX| ST Tl SHA Ol L E ER|HE BT}

* 7101E 2B M2 IR ZA| oH"

« A8} Holy "7} Higl SHR7F ZhAst

« NEHZ| 252014 80|

* Prevent platen failling : Improve parallelism of platen and
nozzle touch pressure

* Remove the geared motor damage problem

* Increased user convenience : Simplified barrel

* Easy injection unit

MEFTH|A OIS S 2 S22 OJHE] U}

O OL- X TT-
Center press moving platen & Euromap ejector
« O} AHE] 28 MM S

OO OoOo
- REHY 0|ME U (2S20]48Z3)
* Improve productivity multi cavity
+ Unity the Euromap ejector(Enhanced modulation)

B

ERE MEfTRA 25
Conventional structure Center press structure

ﬂ
;
‘
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— | MBA AIEMYY| LGE-MAIE|=

TE=EL =ll- AT Electric Injection Molding Machine

ZQAI¥ Major Specification
Model
AHEEX| INJECTION UNIT

A&7 Injection Unit Code i1.2 (50t)
A3 2 XIA Screw Diameter mm 29 25
AT 8 Screw Stroke o112 112
O0|ZAIE2H Injection Capacity Calculated | cm” 43 55

N PS g | 39 | 5
Injection Capacity PE 0 31 40
| AE Mpa 271 | 216
Max. Injection Pressure Wit 2760 | 2200
BE | E0EY Mpa | 244 | 194
Standard | Max. Holding Pressure il 2484 1980

AEE Injection Rate omls |76 98

AEAL Injection Speed | mm/sec 200
o ALEH Wpa | 271 216

Max. Injection Pressure

kffem*) 2760 | 2200

Mpa = 244 = 194

nES

High | EcHeer

Spged Max. Holding Pressure kifon?| 2484 | 1980
(Option)
AEE Injection Rate /s | 114 147
MES4 T Injection Speed |mm/sec 300
JAg 53
A Plasticiﬁng Capacity : PS kol 33 45

Charging | x5 six Serew Speed | rom ~ 500
SRIEX| CLAMPING UNIT
37|24 Clamping Force ton(kN)
EfO|HF 74 Tie Bar Distance : Hx V' mm
SRS Clamping Stroke mm
Z|CHSEZH2A Daylight mm
S4IkX|4 Die Plate Dimension mm
&7 Mold Thickness mm
QF=2 Fjector Force fon
Q=3 Ejector Stroke mm
3 GENERAL
5|E{ Heater Kw 6.3
7|A37| Machine Dimension: Lx WxH = m
7 |AZE Machine Weight fon 38

1L 0ZAESY AR HUN AR AERT
2.7t4%H M 52 O[Z5X|24 A017} & - AgUH.
3. SHILAR TI5 TS SEAYUD,

4. 20 AISE, Z[0 2RI 71A0| 28 4 Qs 2 QUL HA

28

112
69
63
50

165

1684

149

1516
123

165

1684
149

1516
185

59

2 gz

LGESOII

1.7 (801)
25 | 28 32
126 126 126
62 | 78 | 101
57 | 71 9
45 | 57 74
271 | 216 165

2760 | 2200 1684
244 194 149
2484 |+ 1980 1516
98 123 161
200
271 216 165
2760 |« 2200 1684

244 194 149

2484 1980 1516
147 185 241
300
36 47 59

~ 400

80
360 x 360
300
650
555 x 590
150 ~ 350
2
70

8.1
415x1.14x1.63
4

5 E|Hf AIEE L AE S A YUICH 2R 20 MEETAE 5= AE Y0 96 RIRHEUIC

6. S8371= ELOIHE ZH2(H x V)2 60%0[0[010F LI,

1.2 NY2 HZY 22 TS 2ot t18l0] HyE + st

x 214 EE I9NYR SBSMRL

2.6 (1101)
28 | 32
145 145
89 117
82 107
65 | 85
282 216
2873 | 2200
254 194
2586 1980
123 161
200
282 | 216
2873 | 2200
254 194
2586 1980
185 | 241
300
47 59
~ 400
97
42

I} AJOIZ AIZ10] J3h RIBHELICE

36
145
148
136
108
170

1738
163
1564
204

170
1738
153
1664
305

85

25
126
62
57
45
271
2760
244
2484
%8

271
2760
244
2484
147

36

i.7 (801
28
126
78
71
57
216
2200
194
1980
123
200
216
2200
194
1980
185
300
47

~ 400

8.1

5.3

32
126
101
93
74
165
1684
149
1516
161

165
1684
149
1516
241

59

LGE1101I

2.6 (1101)
8 | 32 36
145 145 145
89 | 117 148
82 | 107 136
65 | 8 108
282 | 216 170

2873 | 2200 @ 1738

254 194 153

2586 | 1980 = 1564

123 161 204
200

282 216 170

2873 | 2200 = 1738

254 194 153

25686 1980 @ 1564
185 241 305
300
47 59 85

~ 400

110
420 x 420
350
760
600 x 620
200 ~ 410
3.5
120

9.7
4.87 x1.26 x 1.69
55

LGE150II

i3.6 (1501) 2.6 (1101) i3.6 (1501)
32 3 40 28 32 3 32 3 40 36

162 162 | 162 145 145 145 162 162 162 | 180
130 | 165 | 204 89 117 | 148 130 165 @ 204 183
120 | 162 | 187 82 107 1386 120 152 187 169
95 120 | 149 65 85 108 95 120 | 149 | 134
273 216 176 282 216 170 273 216 175 | 266
2784 | 2200 1782 | 2873 2200 1738 2784 2200 1782 2716
246 | 194 | 157 | 264 194 163 246 194 167 | 240
2506 1980 @ 1604 2586 1980 1564 @ 2506 1980 1604 2444
161 204 261 128 161 204 161 204 2561 | 173
200 200 200
273 216 176 282 216 170 273 | 216 175 = 266
2784 | 2200 1782 2873 2200 | 1738 | 2784 | 2200 1782 2716
246 | 194 | 157 | 264 194 163 246 @ 194 157 | 240
2506 1980 1604 2586 1980 | 1564 | 2506 = 1980 1604 2444
241 305 377 | 185 241 | 305 241 | 306 377 305
300 300 300
52 74 99 47 59 85 52 74 99 64
~ 350 ~ 400 ~ 350
150
510x 510
400
900
720 x 730
250 ~ 500
3.5
120
1.2 9.7 1.2

537 x1.44 x1.87
5.7 7.3 7.5

Note 1. Injection capacity calculated : Screw Area x Screw Stroke.

2. Actual injection capacity output may vary from calculated injection capacity

3. Clamping system is double 5-point toggle structures.

4. The maximum injection and holding pressures are maximum pressure that can be set
on the machine.
Actual setting pressure will be restricted by molding condition and cycle time.

5. The maximum injection rate and speed are calculated values.
Actual injection rate and speed will be restricted by an injection pressure.

6. The mold size should be bigger than 60% of the Tie-bar distance. (HxV)

7. Due to continuous improvements, specifications are subject to change without notice.

i5 (1801)
40
180
226
208
165
216
2200
194
1980
214
170
216
2200
194
1980
377
300
85

~ 300

14.3

7.7

45
180
286
263
209
170

1738
163
1564
270

170
1738
153
1664
477

11

32
162
130
120

95
273

2784
246
2506
161

273
2784
246
2506
241

52

i3.6 (1501)
36
162
165
152
120
216
2200
194
1980
204
200
216
2200
194
1980
305
300
74

~ 350

8.3

40
162
204
187
149
1756

1782
1567

1604
251

175
1782
157
1604
377

9

LGE180II

i5 (1801)

7.1 (2201)

36 40 | 45 | 40 45 | 50
180 180 180 203 | 208 @ 203
183 226 286 255 823 399

169 208 263 2365 297 | 367
134 | 165 209 | 186 236 @ 291
266 216 | 170 273 216 | 175
2200 2200
240 | 194 | 163 246 194 157

1980 1604
173 214 270 214 270 334

2716 1738 2784 1782

2444 1 1980 | 1564 2506
170 170
266 216 170 273 216 | 175
2716 2200 1738 2784 2200 1782
240 | 194 | 1583 246 194 | 157
2444 1980 1564 2506 1980 1604
305 | 377 | 4r7 377 477 | 589
300 300
64 85 111 7 93 135
~ 300 ~ 250
180
560 x 510
450
1000
800 x 750
270 ~ 550
4.6

120

14.3 16.3
594 x1.51x1.87
8.5 8.7

LGEasgy

e

e
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— | MBA AIEMYY| LGE-MAIE|=

TE=EL =ll- AT Electric Injection Molding Machine

ZQAI¥ Major Specification
Model
AHEEX| INJECTION UNIT

A&7 Injection Unit Code i5 (180t)
A3 2 XIA Screw Diameter mm 36 40
A= 8™ Screw Stroke mm 180 180
O0|ZAIE2H Injection Capacity Calculated | cm” 183 226

NEZ PS g 169 | 208
Injection Capacity PE g 134 165
) AIE0 Mpa = 266 = 216

Max. Injection Pressure ki’ 2716 9200

X A9t Mpa = 240 194
Standard | Max. Holding Pressure klom? 0444 | 1980

ALEE Injection Rate om/s | 173 214

AEAL Injection Speed |\ mm/sec 170
o ALEH Wpa = 266 | 216

Max. Injection Pressure

kglen?| 2716 | 2200

Mpa = 240 @ 194

nES

High | Z[cHEQt
Speed | Max. Holding Pressure
(Option)

AEE Injection Rate om’s | 305 377

kil 2444 1980

ME4E Injection Speed |mm/sec 300
yESRcE

A | Plasticizing Capacity : PS n 64 85

Charging | A2 six Serew Speed  rom ~300
SRIEX| CLAMPING UNIT

37|24 Clamping Force ton(kN)

EfO|HF 7F4 Tie Bar Distance : Hx V. mm

x| Clamping Stroke mm

Z|CHSEZH2A Daylight mm

S4ukX|4 Die Plate Dimension mm

2SS4 Mold Thickness mm

QF=2 Fjector Force fon

Q=3 Ejector Stroke mm

3 GENERAL

5|E{ Heater KW 143
7|A37| Machine Dimension: Lx WxH | m

7| A5 Machine Weight fon 10.3

T 1.0|2AE8Y AR HHN Y AR AERT

45
180
286
263
209
170

1738

163
1564
270

170
1738
153
1564
a17

m

40
203
256
235
186
273

2784
246
2506
214

273
2784
246
2506
377

71

LGE2201I

7.1 (2201)
45
203
323
297
236
216
2200
194
1980
270
170
216
2200
194
1980
477
300
e

~ 250

220
580 x 580
500
1130
860 x 835
270 ~ 630
46
130

16.3

50
203
399
367
201
175

1782
157
1604
334

175
1782
157
1604
589

135

6.67 x1.57x1.9

10.5

45
225
358
329
261
275

2800
247
2520
270

275
2800
247
2520
398

93

10 (2801)
50
205
442
406
323
221
2250
199
2025
334
170
216
2200
194
1980
491
250
135

~ 250

19.9

10.7

2. 7148t MK SH2 0|2X|2 {017t = USLICEH

3 SRILAE T IS HEEZ SPAYU,

4. Z{0H AER, ZI) EAR= 70 22 Q= 2 ZALICH 2RIZHE2 SAX AT A0S A0 Ofoh RiSHELICE
5 E|Hf AIEE L AE S A YUICH 2R 20 MEETAE 5= AE Y0 96 RIRHEUIC

6. S8371= ELOIHE 2H2(H x V)2 60%0[0[010F LI,

1.2 NY2 HZY 22 TS 2ot tn8l0] HyE + st

x Z04 EE DUAIR SEFHYLCL

[ y=1=)

55
225
535
492
390
181

1850
163
1665
404

181
1850
163
1665
595

173

40
203
255
235
186
273

2784
246
2506
214

273
2784
246
2506
377

71

i7.1 (2201)
45
203
303
297
236
216
2200
194
1980
270
170
216
2200
194
1980
477
300
93

~ 250

16.3

14.3

50
203
399
367
201
175

1782
167
1604
334

175
1782
157
1604
589

135

LGE2801Il

10 (2801)
45 | 50 @ 55
205 | 225 225
358 | 442 | 535
329 406 492
261 | 323 390
275 | 221 181
2800
247 | 199 163

2250 = 1850

2620 | 2025 @ 1665
270 334 404
170
275 216 181
2800 = 2250 | 1850
247 194 163
2620 1980 | 1665
398 491 594
250
93 135 173

~250

280
640 x 640
550
1250
935 x 970
300 ~ 700
6.2
150

19.9
7.02x1.75x1.94
14.5

LGE3501I
13 (3501) 10280 13 (3501)
50 | 55 60 | 45 50 55 | 50 55 | 60 55
248 | 248 | 248 225 225 205 248 | 248 248 270
487 | 589 701 | 358 442 535 487 589 701 641
448 542 645 320 406 492 | 448 | 542 | 645 590
355 430 512 261 323 890 355 430 512 468
265 | 216 181 | 275 221 181 | 265 216 181 255
2700 | 2200 1850 | 2800 2250 1850 | 2700 2200 1850 = 2600
238 | 194 163 | 247 199 163 | 238 194 163 229
2430 1980 1665 2520 2025 1665 2430 1980 1665 2340
334 | 404 481 | 270 334 404 | 334 404 | 481 404
170 170 170
265 | 216 181 | 275 216 181 | 265 216 181 255
2700 2200 1850 2800 2200 1850 | 2700 2200 1850 2600
238 | 194 163 | 247 194 163 | 238 194 163 229
2430 | 1980 1665 2520 1980 1665 2430 1980 1665 = 2340
393 475 565 398 491 594 393 475 565 475
200 250 200
119 152 192 93 135 173 | 119 152 | 192 | 152
~ 220 ~ 250 ~ 220
350
765x 715
650
1400
1080x 1070
350 ~ 750
6.2
150
230 199 230
7.56x1.88x2.08
14.7 173 175

Note 1. Injection capacity calculated : Screw Area x Screw Stroke.

2. Actual injection capacity output may vary from calculated injection capacity

3. Clamping system is double 5-point toggle structures.

4. The maximum injection and holding pressures are maximum pressure that can be set
on the machine.
Actual setting pressure will be restricted by molding condition and cycle time.

5. The maximum injection rate and speed are calculated values.
Actual injection rate and speed will be restricted by an injection pressure.

6. The mold size should be bigger than 60% of the Tie-bar distance. (HxV)

7. Due to continuous improvements, specifications are subject to change without notice.

16.7 (4001
60
270
763
702
557
216
2200
194
1980
481
170
216
2200
194
1980
565
200
192

~ 220

243

17.7

65
270
896
824
654
181

1850
163
1665
564

181
1850
163
1665
664

237

50
248
487
448
355
265

2700
238
2430
334

265
2700
238
2430
393

119

13 (3501)

55
248
589
542
430
216

2200
194
1980
404
170
216
2200
194
1980
475
200
162
~220

23.0

17.8

LGE400II
6.7 (400
60 | 55 60 65
248 | 270 | 270 270
701 | 641 | 763 8%
645 | 500 702 824
512 | 468 @ 557 654
181 255 216 | 181
1850 2600 2200 = 1850
163 229 | 194 163
1665 2340 1980 1665
481 | 404 | 481 564
170
181 255 216 | 181
1850 2600 2200 1850
163 229 194 1683
1665 2340 1980 1665
565 | 475 565 664
200
192 152 192 287
~220
400
770x720
700
1450
1130x 1070
350 ~ 750
8
150
243
7.79x2.06x2.18
180

LGE850II

75

1,856
1,707
1,355
196
2,000
163
1,665
707
160
196
2,000
163
1,665
884
200
324
~200

850
1320 x 1120
1,200
2,500
1870 x 1670
500 ~ 1300
24
240

26.6
11.21x2.90x 2.49
60 (F8)

LGEasgy

e

e
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MSA AESMEI| LGE-TT Al2[=

TE=EL =ll- AT Electric Injection Molding Machine

QIFL External Form Drawing

Moving Platen Drawing

140 140 5-¢30 HOLES
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140
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® = ==
M b ﬁj;h,,,
. T T ﬂ:j\ i ]
= Ny
l === S
Vi R
Qo O D‘
J (Ejector Stroke) O 0 O

H (Clamping Stroke)

G (Mold thickness)

| (Daylight)

Model A B
LGESOM | 4148 1199
LGE110Il ~ 4868 1200
LGE150 | 5367 1274
LGE180I 5935 1300
LGE220l 6670 1310
LGE280I | 7020 | 1325
LGE350M 7555 1392
LGE400I | 7790 | 1420
LGESS0M 11208 1480

D E F G
1139 597 | 542 150~350
1263 659 604 200~410
1439 772 | 667 250~500
1509 | 790 | 719 270~550
1594 845 749 270~630
1754 1 960 = 794 300~700
1884 1000 884 350~750
2059 1110 949 350~750
2043 1471 | 1471 500~1300
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= MSA oM /O|RHE! AlEM Y
TRl o[l: = Two Color / Dissimilar Material Electric Machine

S A / O[XHE! AlSAd=d7 |
Two Color / Dissimilar Material Machine

QIHA UNT ZX| Index unit AIE EX| Injection unit

=L A= HS 0|M/0[ME AEY|

L2, 7E HS 0[M/0|ME AE d¥V|et SStet ds

Developed two color electric machine in Korea Equal performance & quality with

Japanese and European two color/dissimilar injection molding machine

X U EX Structure & Feature

I ZE TS 0|M / O[FHE ALE M7
Developed first Two color/Dissimilar material electric machine in
KOREA.

AC Servo MotorS AFZ28 Index Unit 2222 28 |M A)ZHCiE
L BUE S

Adopting AC Servo motor realizes faster mold rotating time &
more precise position control

- 28 3TAIZH0.9Z0ILH) A (150ton)

- 28 3TAIZH1.2020|LH) A3 (250ton)

« Improving high speed mold rotating time within 0.9sec in 150ton machine.

+ Improving high speed mold rotating time within 1.2sec in 250ton machine.

U R 1M / OJZHE AKE7| ChH| 114 AKE A3 (300mm/sec)
Enable High speed injection(300mm/sec) comparing to Hydraulic
two color/dissimilar material machine.

..

LGE 150C / LGE 250C

CAESHAIZ S8 /A2 1Y SIS Hsigion, BY
A30| 245t S3 2 HiAl0] 0] HEH MR

Applying high intensity clamping unit by optimized design
through CAE analysis. Applying Center press type for precise
molding

U Z|tY size@| EtOJH 2Hnt 71 S 2 7{2|Z 2E5IH
Citet size| & ALB0| 7k58t

Enable using variable size mold by longest tie bar distance and
longest adjusting distance of mold in Korea.

« QIEIA UNIT size @805 (150ton)

« QIEIA UNIT size @1100 (250ton)

+ Index UNIT size @805 (150ton)
* Index UNIT size @1100 (250ton)

MEZE ZE Applying Servo motor
— YA CH] 1/2 BEHAIZE AS (0.86 sec)

Reduce rotation time by half comparing with hydraulic type(0.86 sec)
— SIR| T3 2 MU B4

Improving position control & precise molding

QErS 2H{7| AF2  External distributor

- Et7] THBO| — 42 HE 7} x| S S
Easy replacement of distributor — additional installation of cooling
port

- S{EE L W2iRlol AT — R/ 4/ FeAl 9K, 9XlE4 B0
Removing internal cooling line in rotating plate — easy for mainte-
nance due to prevention of oil & water leakage, heat loss

Stopper 12X 0| Easy replacement of Stopper

- 0i2 3 oAl AEH &f|C2t 2 x| 80| — RXH| B
In the case of wear and breakage, users can easily replace cap and
stopper head — reduce maintenance cost

— H|O|T HEf — HUR 2F 80|
Tapper type — Easy to revise correct position

Locking cylinder

S 5HA Analyzing mold platen

Center PressttfAlo] 124 X3 gEmgo2 350 U3t SR B
High rigid, low distortion clamping unit (center press type)

7|Z& Conventional A Advance

12, 1EQT MEDHE MES 14 AE WIS
High speed injection mechanism equipped high response & high torque
servo motor

Q2 CIXRl Appearance

All cover box EfRlQ = O St 3l Cio[Ltalstn MEE CIXel
All cover box type design for better safety and appearance

M =X Clamping unit

Wide Tt HE 700mm x 410mm

Wide platen 700mm x 410mm

S 2A A 0I5 B K82 S5t 33 22 RUT Y

Adopting stress diversification type in moving platen for mold protection
Rearddto| Yr[Hoz SH| 7|7 st

Stabilizing in clamping unit via installation of Rear platen

SR £z0| 1235} AIBIOZ Cycle time HE

Reducing cycle time by high speed of clamping unit

M EE0f #|0IS A2 FECZ i FH ek

Improvement on wiring through equipping cable chain in servo motor

&7 &x| Clamping unit

Tiajet A U QP HO| AAH
Stable control system with convenient
handling

TSE 2} eRioR Holst

TFT clear screen and quicker response
time provide easy operation
HAREOIOIE 2E & &%

Real time data setting and operation

7| 2l MEA S Ul
User-friendly Ul

A (o) =
&5 20 HE

Manual operation button
USBZE, 7| AQIXI(EAM)
USB port, Key switch(Option)

HICOM-Y

~

‘/‘
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J: MSA o] /O[7HA! AFEM YT
—/H1: oIl: AT Two Color / Dissimilar Material Electric Machine

2IFT External Form Drawing

o

5] 5HX
23 2

(Mold ingtallation
seat of fixing die plate) E

T (L

o

|

60

e o

G

257 2210 A S0 2Ap Y

(Detail of take—out (Hopper mounting surface)

robot installation seat)

00|

100 200 200 200 M16

Model A B
LGE150C 1,700 = 5,700
LGE250C 1,980 = 6,800

HZST Moving Platen Drawing

LGE150C

96-M16 Top depth 35

410
400
350
300
250
200

115

LGE250C

BO-M16 Tap depth 30

100 300 200 300 M20

950

500
350 75

m
™~

560
500
350
250

44099900

— o)

-

| MDA
34 (448 T %
+4 | 4+ .

FAI Major Specification @

Modelo
ALEEX| INJECTION UNIT

A327|3 Screw Code
A3Z XA Screw Diameter mm

O|2AIEE4 Injection Capacity Calculated|  cm®

- PS g
AEEZF Injection Capacity
9
P Mpa
Max. Injection Pressure kgf/em?
HZE Z|cHE Mpa
Standard | Max. Holding Pressure kgi/cm?
AEE Injection Rate cm/s

AS4E Injection Speed | mm/sec

Heh AR Mpa

Max. Injection Pressure om?
a2 I kgf/cm:
High ES(uI=) Mpa

Speed | Max. Holding Pressure kgf/ome
(Option) AEE Injection Rate om¥/s
AESE Injection Speed | mm/sec
A kA8 52 Plasticizing CapacitylPS) | ka/h
Charging | A2 5|74 Screw Speed | rpm
SHIYX| CLAMPING UNIT

x| Clamping Force ton(kN)

EfO|H} 7tZ4 Tie Bar Distance :HxV =~ MM

X[ Clamping Stroke mm
Z|CHTZH2 Daylight mm
2| Mold Thickness mm
QF=2 Ejector Force ton
QHESHA Ejector Stroke mm
QU= Z 3 Ejector Rod Protrusion mm
S| HMEHR|X| Rotary Table Positioning

Z|

=23 37| Max. Mold Size mm

Z|ChZ &2 Max. Mold Weight on MovingPlaten |~ kg
S& GENERAL

5|E{ Heater kW

7|A127| Machine Dimension:: L x W x H m

7| A1Z Machine Weight ton

T 1L 0|2AEEY AR UK x AR AERT

25
59
54
43
246
2,510
222
2,259
98

246
2,510
222
2,259
147

36

8.4

2. 718t MR SH2 0|24X|2 KO} 4= USLIC

3 AIEAE IS HEHZE SHAYUC

4. Z|CH AE Y, 2|0 BUR|= 710 2E 4

HBZAD AOIZ AIZHOf oo HIBHELIC

5 Z{tH NEEIARE S= At AU &K

el &St

6. 837 I= E{O[8H 2Z4(H x V) 60%01-0[G10F BLICY,

1.2 NY2 HME0| S TS Hloto] tl2gio]

A A
LZERR /S

1% (80T)

0.15
28
74
68
54
196
2,000
177
1,800
123
200
196
2,000
177
1,800
185
300
47
~ 400

10.1

= A e, ARz

Lt

B I
LGE150C LGE250C
2 X= (80T) 1 XI& (1507) 2 X& (150T)
0.15 028 0.28
32 25 28 32 32 36 40 32 36 40 —
97 59 74 97 129 163 201 129 163 201
89 54 68 89 19 | 150 185 119 150 185
7 43 54 7 94 19 147 94 19 | 147
150 246 196 150 242 191 155 | 242 191 155
1530 2510 2000 1,530 2470 1950 1580 2470 1950 1580
185 22 177 13 218 172 139 218 172 139
1377 2259 1800 1,377 2223 1,755 1422 2223 1755 1422 P—
161 98 123 161 121 153 188 121 153 188
200 150 150
150 246 196 150 242 191 155 | 242 191 155
1530 2510 2000 1,530 2470 1950 | 1,580 @ 2470 1950 1,580
185 222 177 135 218 172 140 218 172 140
1377 | 2259 1800 1,377 2223 1,755 1422 2223 1755 1422
241 147 185 241 161 204 251 161 204 251 ——
300 200 200
59 36 47 59 52 74 99 52 74 99
~ 400 ~ 350 ~ 350

700x410 950 x 560

1,050 1,300
150 ~ 650 200 ~ 750

180", Servomotor Drive

250

550 S

45

150
100

180", Servomotor Drive

(240 x 490)2EA (450 x 550)2EA
250 x 2EA 500 x 2EA
12.8 8.4 10.1 128 128 | 146 143 128 146 = 143

571x1.7x2.0 6.8x1.98x2.1

S BB AL 455 A 20

15

Note 1. Injection capacity calculated : Screw Area x Screw Stroke.

2. Actual injection capacity output may vary from calculated injection capacity

3. Clamping system is double 5-point toggle structures.

4. The maximum injection and holding pressures are maximum pressure that can be set on the machine.
Actual setting pressure will be restricted by molding condition and cycle time.

5. The maximum injection rate and speed are calculated values.
Actual injection rate and speed will be restricted by an injection pressure.

6. The mold size should be bigger than 60% of the Tie-bar distance. (HxV)

7. Due to continuous improvements, specifications are subject to change without notice.

Electric Injection Molding Machine
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Ll BE ADE NENYT|
—Hl-:Il- Al Super High Speed Electric Machine

S 20 ME3e|

Super High Speed Electric Machine

Packaging} Mobile H[Z M&Z 2I§t Hi-Cycle@ Z1£7| 7

Developed high cycle and super high speed machine for

packaging and mobile product

1S M3 95tk AR 62% T

« 7| ZE} CHH| 72% XA 2EFALS

+ Reducing acceleration time by 62% compare to general
electric machine for thin - wall molding

* Applying less inertia motor by 72% than conventional motor.

15 NES SR £
Advanced speed control for high speed injection.
« 7|& Cht] AEERIOIFE7 | 8l TS

91| QPAS 9I3t HHESR) Wl gl o1ar AR

* CIXIE 84 ME QIEH0|A MEHOZ OHEY Slrf

* Injection control time is 8 times faster than conventional machine.

* Applying high resolution encoder for precise position control
+ High stability through digital communication servo interface

LGE1100-UHS / LGE15011-UHS

DEMES Bt 57| 73
Dual control for high speed

1 7SS YR M2ty 2E E7| TS (MESE 800mm/s)

- DA CXE S 7|2 SEY Y

+ Operating dual low inertia motor for high acceleration(800mm/s)
« Improve response by fast digital communication

High speed control system

Monitoring LED(See detail)

Display with optional(Touch screen)

F1~F8 Function(Key)
Numeric(Keyboard)

Cursor Key
20 Monitor keys with customisable
symbols and function

49 Machine movement keys with
customisable symbols and function
USB port

HICOM-6000

2IFT External Form Drawing

D"} I EEEEEEEEE
) | E i inee
=] O i
T "o gl
o | | L | mllle ol sn
E F A

M (Nonzzie stroke)
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Ful: Jr

o LENNIN

~

Lol —
\J(JEdqulmke) oo

H (campng sio) G (vgid tickness)
| (0ayiight)

Model A B C D E F G H | K
LGE11011 4,9181,2031,6811,231 643 | 588 200~410 | 350 760 80 @100
LGE15011 5,4221,2771,8681,407 756 | 651 250~500 | 400 900 100 100

(S

Model L M N O P Q R S T u
LGE1101 50 400 210 35 145 M12 170 90 @416 M0
LGE1501] | 50 450 210 15 | 55 M16 170 90 @416 M0

pr—

HZAI Moving Platen Drawing =8
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ZFAI Major Specification

Modelo LGE1101I - LGE150I1-UHS
AEEX| INJECTION UNIT
us us
A= X7 Screw Diameter mmo 22 25 | 28 22 25 28

0|2AE2H Injection Capacity Calculated om? 42 54 68 42 54 68 P —

a2 PS o 39 50 63 39 50 63
Injection Capacity PE. 0 31 39 50 31 89 50
A0 ARSI Moa | 231 179 143 255 196 157

Max. njection Pressure /e 2,360 1,830 1,460 2,600 2,000 1,600

HE | EEet Mpa | 208 161 129 229 176 141
Standard | Max. Holding Pressure koflem® | 2,124 1,647 1,314 2,340 1,800 1,440
AHES Injection Rate cm’s 1 190 245 308 304 393 493 :
ME4E Injection Speed | mm/sec 500 800
A ARSI Mpa | 333 | 294 235

nES
High | Zcqet Mpa | 300 265 212
Spe_ed Max. Holding Pressure kgffen’ 3,060 2,700 2,160
(Option)

A2 | plasticizing Capacity : PS

Max. Injection Pressure kef/cm? 3,400 3.000| 2,400

AHEE Injection Rate cm’/s 190 245 308

MNE4E Injection Speed | mm/sec 500

TpAsH =
143 S keh | 29 36 44 20 | 36 | 44

Charging | A5z sjRA Serew Speed | rom ~ 500 ~ 500
SHIEX| CLAMPING UNIT
&H Clamping Force ton(kN) 110(1,080) 110(1,080)
EJO|H} ZHZ Tie Bar Distance :HxV | MM 420 x 420 420 x 420
SHAA Clamping Stroke mm 350 350
F|§ @2 Daylight mm 760 760 S
ST Mold Thickness mm 200 ~ 410 200 ~ 410
o1& Ejector Force ton 25 25
o1& Ejector Stroke mm 80 80
3& GENERAL
|E{ Heater KW 53 63 81 53 63 81
7|A127| Machine Dimension:: L x W x H m 492 x1.20x 1.68 4.92 x1.20 x 1.68

7|32 Machine Weight ton 48 48
1 0|2AERY: AR T x AR AE2T

Note

2. 718t MR SH2 0|2X|2 KO} 4= USLIC

3 SAIYARR T I CISE2 SEAIRLL

4 Z[0 ALES, ZITH 2IR= A0 2-E 2 Qs 2 LD SRR SERALA0IE
AIZHOl 2fah BIRHELIC

5 [0 ASEIAE £ A ZYLICH 2R 20 MEEDALS S ALS 2f20] 2f3H
SREEIE

6. 837 |i= EfOIt ZH2(H x V)2 60%01440{010F BILICH,

7.2 NY2 HZS 52 S 5t 0 18l0] HAE &= USLCH

1. Injection capacity calculated : Screw Area x Screw Stroke.

2. Actual injection capacity output may vary from calculated injection capacity

3. Clamping system is double 5-point toggle structures.

4. The maximum injection and holding pressures are maximum pressure that can be set on
the machine.
Actual setting pressure will be restricted by molding condition and cycle time.

5. The maximum injection rate and speed are calculated values.
Actual injection rate and speed will be restricted by an injection pressure.

6. The mold size should be bigger than 60% of the Tie-bar distance. (HxV)

7. Due to continuous improvements, specifications are subject to change without notice.
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HESA O Arsgey|

IHEH==HI]: -Il- #] Super Large-size Electric Injection Molding Machine

FEA O ALEASEY|

Super Large-size Electric Injection Molding Machine

UFRO| i dHSHE ot MA 2l 1eF2| 1ds AHEEEY|

Realizing the world best high quality injection molding machine through new molding method

- ANEYE, S5t wE U o-2E ME ZH XY

- E2jolE XY AL U3 M Hol HE B4

+ Supporting the Molding Compression, Chemical Expanding
and In-Mold Molding Method

+ Advanced Injection Compression Priority Control
Supported Drive

LGE1300HB / LGE2000HB

IMs NEA MIASH  AESEE 120m/s, SAIEE 1000mm/s
High-performance, High-Quality molding capacity :
Injection Speed 120m/s, Clamping Speed 1000m/s.
* QIRIFO HLUZ 1 £0,01mm (71F AL +0.3m)
- YEGAE H(0f TR +0.5m (712 HSAL M7 IS US)
« Degree of Position Control : £0.01mm
(Conventional Hydraulic Type : £0.3mm)

+ Deviation of Die Plate Parallel Control : £0.5mm
(Conventional Electric Type : Non-Control System)

LGE1 o0k

A& L& Mold Compression

A021%| 01 Z5i2 vatHiE
Over 40" Optical Film Products

38t W Chemical Expanding

BHIE, BSY XIS/ 25
Low-Cost, Low-Weight \ehicle
/ Appliances Components

21-8E 49 In-Mold Molding Method

SEHE, 1= LA
Reducing the Process, High-Quality
Interior Material

75 OlLX| 2, 74 737 HSst A 0k M EAIE S510] 40~60% ol x| EZ

Reduced 40~60% Energy by the Recycling Unused Energy, Electrification of Hydraulic Drive System and Friction Reduced Design

H|{E Controller

Fixed Pump, Direction Valve, Hydraulic Control M En-
ergy Regeneration Power Unit, Variable Pump, Servo
Valve, Servo Motor Control

ME, 7tA8}7|7 Injection, Plasticizing Unit

NHO aiste Q0|0 — of x| 31 - -
e QUIE, JiHAEE MEE MEDE Hof FYUMEH RYURH — 2A38

NEZE (57|12 Hoj OFEmHE (B2) — 2ol Jlols (75X
Hydraulic Cylinder, Hydraulic Motor M Ball Screw,
Servo Motor (Motive Motor Control)

&#| 7|7t Clamping Unit

Friction Pad (Surface Contact)
M Linear Guide (Cloud-Rolling Contact)

SAINZ - 2 Al OIS — MEDE, BA3R,
2|L|of 710|= XE

Clamping Unit : Hydraulic Cylinder Friction Pad

M Adopting Servo Motor, Ball Screw, Linear Guide

CRTEREERE R TR
SRR ER RN NRARNRT

EERES
Die Plate Structural Analysis

710|E A5

Guided Structural Analysis

« T5K5 (30 ton) B2 14, 1HY 015 HAHLE 7Y

- HS BE HE0| Mzl SHES 93t Linad oS TR0 sl

- P 3 Vt0le PSS St A 2 HS

« Development of High-Speed and High-Precision Feed Mechanism of
High-Load (30 ton) Components

« Development of Forecasting Program of Durability Life Cycle for Reli-
ability Secure of the Components of Electrical Drive system

+ Design and Verification through Structural Analysis of Die Plate and
Guide

SHAE SEH0: FYAAY — ME/FY Sl0|22|= AJAH
Clamping Injection Integrated Control : Hydraulic Sys-
tem M Servo / Hydraulic Hybrid System

« Coupled System@| x| S7[H0] 7|& JHet

+ AIE 22 Hoj 2malE

<2 1S A B4 A5t S ZEIIY ARS

+ Development of Control Motive Control Technology of Coupled System
+ Development of Injection Compression Control Algorithm

« Using S-Profile to Relieve Impact during Rapid Variable Speed Period

ARE & 7148 ER| : RYUAEH - MERE, EATR
(@MEZ), FYURE — MEZH (@71A81E)
Injection and Plasticizing Unit : Hydraulic Cylinder M
Servo Motor, Ball Screw (@Injection Side), Hydraulic
Motor M Servo Motor (@ Plasticizing Side)
Tl SRS 9f5t MEHY ALS AL Y
- D4 7 3 B A AASIS 3 YU SRxcRD
e MOE S5t 4 meiy ey
+ Development of Less-Inertia Injection Mechanism for Secure of
Acceleration Capacity
+ Advanced Injection Reproducibility through Precision Closed-Roof
Back Pressure Control for Minimizing High-Speed Charge and
Weight Deviation

Eto[Ht IX| O] : DY, ek ZHIMOJE —

7HHEE MEWME HIEE CIXIE R M

Tie-bar Position Control : Fixed Pump, Direction Valve,

Potentiometer M Variable Pump, Servo Valve,

Non-Contact Digital Position Sensor

- 5um 55 DAY CIXIZ x| AN MEO2 9J7| 27 HelT Sty

« ZEXCRI H01E S&t Efo[HE AR K0}

< Y HAT Ao 7 HY

« Improvement on Position Measurement Accuracy through Installing
5um Resolution High-Quality Digital Position Sensor

+ Tie-bar Position Control through Closed-Roof Control

+ Development of degree of Die Plate Parallelization Control Technology

Eto[dt 1 Etolst 2 Efojst 3 Efojut 4

Tie-bar1 Tie-bar2 Tie-bar3 Tie-bar4

24 ®0{7] motion Controller

Azt

}

Charge

3 3

]
Tl )

v v
AbE Al
Inje ction Charge

v v v 1 1
‘ axis ' ‘ axis ' ‘ axis ' ‘ axis ' v —
ot ‘ &3 ‘
- e - - Pressure Boost Clamping
P | P P P P 4
VP VvPqj VP VPqj
o e flTe el

Inje ction i
lamping
I E A s P
4

A
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HESA O Arsgey|

THE=—=E1. -ll= A Super Large-size Electric Injection Molding Machine

25 Sx2 S5t High Cycle 72 NAIZH HE

Reducing Injection Time by High Cycle Realization through Multiple Movement

« BH0IS &3t (1000 mm/s), AEESE 143t (120 mmys) + High-Speed Clamping Movement Time (1000 mm/s), High-Speed Injection Time (120 mm/s)
« Support for Mold Open during Charge, Eject during Charge and Mold Open

A S M AL S FHER M S FE X

7tA3H60s)

4105 sec S((10s) Flestcinales) I S7H(10s)
Hydraulic Type105 sec  old Close(10s) I Mold Open(10s)

MSA70 sec %ml(BS)
Electric Type 70 sec Mold Close(8s)

Qolrg 21 s
Secured Oil Leakage Quality
< IR E SIS W E4 TN M AAH HE

— oi| ISt LHA AT2X| L0 SR SiS

— oil ISt DIM & LA THZ/HAEY a2

- SYUA QUFR UB — SE MY HEE FUMO 7ts
* Y Fitering Sys. X (7 2XIxIH)
- AER 22l S (MU ZEE & A )

+ Applying Patent Applicated Horning Treatment and Merkel Sealing
System
- No Scratch by seal — No Oil Leakage
- No Internal Chip Forming — No Damage (Packing & Cylinder)
- No Oll Leakage during Boosting — Able to Precise control via Reproducibility
* Applying Precise Filtering System (Removing Oil Leakage Factor)
+ Excellent Hydraulic Oil Control (Filtering Minute Particle & Sensing )

Mzjeis o Zigon M2

Minimum Space, Less Hydraulic Oil

* ZYE Two—Platen HZALIS A7A| (RIQA] Cht| 20% 014 HX| HH £4 )

- MSEE S AR AHIY B (RISH 1 5000)

+ The compact two-platen clamping mechanism reduces floor space over
20% comparing with hydraulic machine

+ Reducing hydraulic oil quantity via electricalization(Hydraulic oil quantity :
5000)

T 30 AEA Sl 2 ARS W 7
Expended Hydraulic Core Puller Sequence and Easier Use
+ 20| T S ST AJHAL XIRER 4Y XIH
(TOf Az, BZE 2l C2E 0[]0 AJEA XE 7t5)
- 3L S AEAU0IM 20{9) /28 R4 X1H 7t
« Support to Set-up Core Advance and Retreat Sequence
(Enable to combine the Sequence besides Core A, B and C mode)
+ Enable to Set Priority Core Advance and Retreat on Same Movement
Sequence

7tA3H51s)
Plasticizing(51s)

S7H(8s) -
35sHE
L 2B ETE) Reducing time : 35 s
R R T >

Zi Hold SrdS ffet MIF CIRR

The new design for work convenience

I S| BT K| X2) Melol Holy £1 U HENE T

SN2 9i3t 7t 2 AT R

+ R T QX| 4| Bl SIS 9f5t FXE U HERREE Door A

* Installing covers and stairs for better access to non-operational side and
convenient resin cleaning process of nozzle during purging operation

+ Installing doors in the operational and non-operational sides for conve-
nient maintenance of hydraulic power pack

18S DAA07] H 212 ZISHE HMI
High Performance Motion Controller and
Human-Friendly HMI

* KA Ao 145 BH 07| & 14 UES 252 Sl
U x| H AU Hof Ao

« & E210|E L§E2| Dynamic Servo Control (X[HIA E3 7|2)2
08t DT S

« ME/HIE [ V/f S CiYet E210[2 Hof 71 M8

- \t&317| Ha|st mstEol 157 TFT ClAS2]0| &2 & EiX| 715 XIH

+ HIe] 9l tl=2|Z S5t Cioyst A 9 of2! piojef 22| 52 3

- s BH HOPIE St CHE 28 37| M| 71 73

+ High Accuracy Positioning and Pressure Control Via High Performance
Motion Controller and High Speed 1/0 Module of Siemens

+ High Response Using Internal Dynamic Servo Control of Servo Drive
(Patented Formula of Siemens)

+ Applying various drive control (servo, vector and /A, etc)

« High definition 15” TFT display and touch screen provide
easy operation

+ Improved Production and History Data Management Via External
Memory Of HMI

+ Multi Axis Motor Motion Control Via High Performance
Motion Controller

SUE HSS #I2t FE 38

Optional Ejector Coping With a Clean room

+ QA Fector

« MSA| Eiector : 2R QIXtHIXIE S5t Clean 1t
« Hydraulic Ejector

« Electric Ejector : No ol usage and clean production

3t il Y WEAO0|E 0| 715 LHE(SM)
Built-in Hot Runner and Valve Gate Control (Optional)

HZATE Moving Platen Drawing -8
LGE 1300HB - LGE 2000HB
LGE - 1300HB

LGE - 2000HB

Moving Die

| et

Y EE TR
(Alk

ZFAI2F Major Specification

ASE%| INJECTION UNIT

A&7\ injection Code 115 i150
A3 7|5 Screw Code A B A B
AIE XA Screw Diameter mm 115 125 125 130
A2 37 Screw Stroke mm 630 685(5.5D)
A= /D Screw L/D - - 22
O|2AEEH Injection Capacity Calculated | cm? 6,570 7,762 8,430 9,120
AFE2f Injection Capacity (ps) ¢ | 6044 7141 7750 8390
A& Injection Force kg 190,080 @ 190,214 224,575 224,575
AIE3 Injection Pressure kglom? 1,830 | 1,550 = 1,830 1,692
AELLE Injection Speed cmd/sec 14 12

A& Injection Rate cm¥sec| 1,454 1,718 1,473 1,593

7tAsksE Plasticizing Capacity (ps) kg/h - _

A= 5|4 Screw Speed pm 140 130
S| CLAMPING UNIT

|2 Clamping Force fon 1,300 2,000

347124 Mold Open Force ton 90 140

E}0|H} 724 Tie Bar Distance : Hx V mm 1,400 x 1,400(1,500 x 1,400) 1,800 x 1.600

TX |4~ Die Plate Dimension mm1,950x19502,050x1950) 2,450 x 2.250
I Clamping Stroke mm 1,800/1,300 2,400/1,700
F|CHm7ZEA Daylight mm 2,500 2,500/3,200
AT Min. Mold Thickness mm 700 ~ 1,200 800 ~ 1,500
7|4 = Mold open & Clse Speed | mm/min 60 60
Q+=3 Ejector Force ton 36 45
QIESM Ejector Stroke mm 300 250
38 GENERAL

Ae-22 Utilized Ol Quantity ! 500 500
M5 7[S2H60Hz) Electric Motor kw 45 45
MEZETHY Servo Motor kw 230 300
HEATERE2 Electric Heater kw 78 92 100

7|A|132.7| Maching Dimension : LWxH =~ m | 11.67 x 3.63 x 3.29 14x41x4

Bt imension - 23x0.7x1.5(e ¥z 24 32X 08x2.2(9% 4 #4
At 37] Sero B Dimensin : LWxH m Addition Extema(\ Attachment) | Addition Extemegl Attachment)

7| A= Machine Weight ton 90 110

T LASE AEE, 714 SH2 A AI9H 7|1 HEO) T2t ek ok ASUL
2. XIEHRI TS 215101 011 0] 7] M2 B E & UFULCE

Note 1. Injection capacity, injection rate and plasticizing vary with material and machine conditions.
2. Due to continuous improvements, Specifications are subject to change without notice.
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LGE-C Series LGE-1I Series LGE-II Series

LGE-UHS Series
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