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Packed with solutions, the Si-IV revo! utionizes yo

& " A-iew V-Shaped Clamp { '%

X \Y
o, £ of G B Innhovative V-shaped clamp jointly de
-,.._-- 1’; %'_._’ B Slim and yet high-rigidity die plates de
o%— . < '\ HHigh-speed ejector for high cycle operation
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~* ") New Injection Unit for Stable Mo \

Bl Extremely sharpiinjection acceleration for high-speec
B High-precision injection mechanism for more precise ZINg pressure
" B Double nozzle-touch mechanism preventing the stationary die

User-Friendly New Control System :
B Advanced production control system integrating T-station function
B Shock-less programming for smooth constant operation

B All-in-one menu screen for instant access to any screen
. M Flexible adaptability to your quality control management




" W Abundant types o
H The SRC-I metering sys
H The SRC-II metering

M Originally-developed PLASTAR GREASE and i
M Easy disposal of waste grease

B Dramatically reduced power consumption b )
M Low-noise operation for comfortable work environment

u can choose the best suitable injection unit
for your specific needs -




Uncompromising quality
Joint R&D with an Academic Institute Achieves
the Ultimate Machinery

Wide-platen design in response to market demand

O

Conventional
machine

Wide die plates and the V-shaped clamp combined together e i3 =
contribute to enhanced molding versatility. A i : Appeox

2-inch

Extended

Si-110V
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The clamping mechanism brought to a new dimension by the V-shaped toggle design
and fat-cut slim die-plate jointly-developed with prestigious Kyoto University

Innovative V-shaped toggle clamp is the solution

to apply clamping force in the center of mold.

Collaboration with Kyoto University has brought TOYQO toggle clamp
systems, one of our core technelogies, to a new dimension. As a result
of kinetic analysis conducted by Kyoto University, the toggle link
mechanism is given a steeper angle than that of conventional
mechanisms, so that the clamping force can be directed to the center of
the mold. This allows uniform distribution of clamping pressure along
the entire surface of the mold contributing to high quality molding and
efficient production with minimized defect rate.

Iv!c;able_pl_ate analy_sis '

Conventional

machine

CAE image of contact stress distribution

V-shaped clamp contributes to high cycle operation.
Since the V-shaped clamp unit requires a sherter link length and shorter
ball screw strokes, the overall mold opening/closing time can be
reduced.

Speed
(mm/s) & A
Conventional machine 1.36 s
750
0—
Si-110Iv 1.26s

Ultra-Rigid RASMA machine frame

TOYO's own RASMA machine frame features the most outstanding rigidity and

vibration resistance ever found in conventional machines in the industry.

Thanks to CAE analysis, the frame is given even higher rigidity while its weight is lessened.

Advantages

@High accuracy is maintained for many

Features

@Die plale parallelism is maintained.

@Heavy stress is dispersed through the years of machine use.

box structure. @small impact on other equipment.
@/\iachine vibration is suppressed to a @ With four-point support, frame deflection is
minimum; reduced to one-third compared to

conventional frame.

Highly-rigid, slim die plate design based on optimization
analysis of conventional machines.

Optimization of die plates was realized utilizing an optimization
analysis model developed by Kyoto University. The die plates are given
wider tie-bar spacing and even higher rigidity despite the fat-cut slim
design, thus contributing to higher kinetic efficiency and energy-saving.
In addition, the die plate delivers uniform clamping pressures over the
mold surface for ideal molding.

- Stationary plate analysis »

Si-110V

Conventional machine

Optimized analytical model

CAE image of
contact strass
distribution

Die plate load
distribution measured
using a prescale film

.

Load |5 distributed uniformly

£ e

Load distribution concentrated
on the outer surface

High speed ejector also helps high cycle operation.
The Si-V series employs a newly-developed high-speed ejector by
which the acceleration and breaking times are minimized while top
ejecting speed is increased.

(mm/s)
Comventional machine 0.86 s
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Assuring high quality ———
High-Speed and High-Precision Injection
Makes a Difference in Quality Molding

Extremely sharp acceleration facilitates high-speed molding and
super thin-wall molding

The D150BU injection unit is equipped with a low-inertia servomotor as
standard, so that the acceleration time can be shorlened by 60%. The Injection acceleration perfermance comparison
twin-motor-mounted D300BU injection unit is also available. It features

800
the sharpest acceleration capability in its class in the industry.

o Si-110V _D300BU

Model name

Si-110¥ D300BU | 500 mm/s 255G

Si-110v D150BU

I | Si-110W D150BU

Injection speed (mm/s)

Conventional machine

a 50 100 150

Injection time (ms)




High-precision injection mechanism and precise plasticizing pressure control

The injection unit is equipped with low-friction linear guides, so that the Comparison of sliding resistance in injection axis.
variation of back-pressure can be reduced 1o a hall thal of the A test was conducted to compare the sliding resistances by driving the
conventional injection unit. bearing case at a low speed along the injection axis. The test result

shows the sliding resistance of Si-IV was reduced to one-third compared
to the conventional model.

e

Driving torque comparison (5 mm/s)
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Uneven weight distribution

Conwentional machine BES-110N

0.16
—— " Mol hines: C tional maching and Si-1101
Low-friction linear guide B iiahiioiid il bbbl 4
Resin. HI-PS
With the bearing case just placed on the linear guides, its motion is less 0.12 thoteingcyet
susceptible to the machining accuracy of component parts or their
assembly condition compared to conventional mechanism. i
As a result, the screw and barrel alignment can be improved, and ’ ‘
plastication/metering can be stable due to low friction between the " E ‘
bearing case and linear guide. 004 —— e e —
Bearing case is supported by Bearin' case 0.00 -] | |
Siide Bats and busHings. ﬂ‘nsetaeli(jie(?eg_n R{max-min)g  oiStandard deviation) R/X (%) 37/X (%)
=
Conventicnal machine Si-110
Double nozzle-touch mechanism @TOYO (double nozzle-touch system)
preventing stationary die plate Ball screw Ball screw
from inclining - . =
This mechanism eliminates inclination of the stationary |
die plate and minimizes tie-bar balance fluctuation due to
mold open/close motion. As the nozzle-touch force is
generated by TOYO'S own unigue mechanism without
using a spring, stable nozzle reciprocating motion can be Mold clamp Mold open
maintained even in short stroke. % In all-electric machines, the nozzle-touch force is applied to the mold all the time

@General all-electric machines (single nozze-touch system)

| ——
MN—

' I
— 1

Spring + ball screws | Spring + ball screws

# |n all-electric machines, the nozzle-touch force is applied to the mold all the time




T L
M i il
= pm—
e ] LA PR : mr"‘mm - |
e - L || —
o ; 1 e ! . —o—— 4
s e B P i
I 1 l I
o |
: i '.
+
| ! 10IE LORIC
' 1184 ST Rt |
: 7 " o P—
[l ot
w
u
-
LT - 5
= 1 b
- |
- - |
- |- ‘ T N |

B O
1

T-Station network control system brings your production control to new stage

The T-Station is TOYO's original new network control system that can
remotely monitor as many as 32 injection molding machines using a
server. The Si-IV series has necessary software and interface for the
T-Station as standard. (Software on the server side is optional.) With the

M T-Station system configuration

MAIN BOARD

T-Station, the current machine operating status can be monitored
real-time no matter where you are via the intemet or a wireless LAN
The PLCS-12 control system tremendously improves the efficiency of
your production control regardless of a place or a time

A4 word prirder
Molding paramelers and history dala

Screen dala
Quality control data

O
T USB memory !
it (Extemal memory) —

Remote monitoring

2l




Constant smooth molding thanks to
shock-preventing motion control

The new control system precisely controls the speeds at the
acceleration and deceleration stages so that fast mold movement can
be made with no shock, showing a gentle mound-like speed curve.

¥ Conventional control system - New control system
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| D |mation tame
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| Acceletation time Adpstatlin
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All-in-one menu screen from which any
screen can be accessed

TR il =il
-] =1 1 ]
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Customer-satisfying PLCS-12 control
The PLCS-12 controller accommodates all the features that fulfill needs
and wishes given from customers to our previous PLCS-11controller.

Frustration-free, instant access to any screen

Any desired screen can be accessed directly from the main menu
screen. In addition, one screen can be shifted to another much quicker
than pravious controller,

Screen-storing function

Maximum five screens can be stored in the intemal memory. Stored
screens can be called up by just touching FORWARD or BACK buttons.
This function is just one of the unigue features you can find only in
PLCS-12 control.

Adjustable screen direction for comfortable operation

The control panel can be tilted upward by about 10°, and tumed
horizontally by about 90°. This structure promises operators to get better
view of the screen and easier key operation. In addition, enough room is
secured when necessary by tuming away the screen, which is convenient
when mold changing work is made, for example.

Octa-lingual screen

The screen language ¢an be chosen just at the touch of a language
shifting key. Eight characters are ready: English, Japanese,
Chinese(traditional, simplified), Thai, Korean, Hebrew and Spanish.

W PC-touch easy entry operation

e £ N1y With 10-key screen

- - - - - The popped up screen can
be dragged to a convenient place
for easy entry operation.

Software Keyboard

The kevboard appears as a pop-up,
. allowing key inputs similar to a personal
- compuler keyboard.
e e e
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~=7 Password function
- e e mam wmes The PLCS-12 controller is provided with
e == ) a 4-slep securily protection using
respective passwords for each authority
level. Il an upper lavel screen is lefl
unattendad for a cerlain time, il is
automatically shifted to a defaull lavel
screean.

Permitted op

Factory or division manager pal';:ée :;]t'r:ég\m

Adminisiration

Change or selting of machine
model codes, semi-fixed values
and environment screen

Change of molding parameters.

Maintenance Maintenance engineer

Process Process engineer

Machine start/st
Screen display only

W Easy-to-see screen design

e Injection/Plasticizing

operation screen
Specified screens can be
popped up.

Operation Operator

o -

1/0 monitor screen
All the input/output condition can
be observed al one glance.

Parameters, :
constants, ﬁlaphs and monitor data
Screen hard cof

Data storage o
Download from USB memory to

;ﬂ'ld UOWT'|0'5-;1 Parameters only
lo a persona (Memory card) a personal computer

computer “Intemal: 400 setups

-External: 400 setups (1 GB USB memory)
«Graphics: Internal 40 patterns

= ESC/P control code |-ESC/P control code compatible printers
RLEELEECILE  compatible printers | -USB printers (specified g;')?FDYO}

[
@
=
3




Handling a variety of resins
Originally Desighed Screws and Barrels Dedicated
to Your Specific Applications

A variety of screws developed utilizing TOYO's see-through
heat barrel technology meet your diversified resin-processing needs

A vari ety of TOYO's screws dedicated to speciﬁc uses Plated hopper throst Plasticizing test using
the see-through heat barrel
_

Optirnern L /TY

the pla
arrel

Pl_asticizing_condition in the heat barrel (PP with 0.5wt% of Red Master Bafch)

i dition i as the melt color turns to

I T T T UTED
—_—

fe your
abundant designs.




The SRC-II metering system ensures uniform metering density

Conventional system

Sal ponl for metsog

' Uneven

The Si-IV series is provided with the SRC-II metering system as
standard. With the SRC-II system, the screw imposes optimum pressure
on the melt immediately after metering. This process makes the melt
density even and brings about constant product weight in every molding
cycle.

Stability of weight

-
Injection stroke
-

= =y |

SRC-1 Wide cushicn \fuunm;:m i
" vesiation metes ity
31700 iR e TP Loy o on S '8,
Conventional system |
31500 SRC-II
Proaga, 4”\,’\(*1.* i w e
3 Iem L i i 'l A ,l i i i i h - Qmsﬂﬁ
10 20 30 a0 50 m’“; ik i
becomes even
SRC %=3.16668 R=00044g 0=000108 niocton swoke| (@ Even
Product: Small gear I Bg/ X=0.094%

Material: PA-66
No. of cavilies: 4 pcs.

Conventional
system

®¥=3.1423g H=0.0137g 0=0.0031g
G0 - %=0.205%
The above valuss include the weight of the sprus and the runner.

The SRC-II metering system prevents melt backflow

The SRC-II metering system (optional) locks the check
upon completion of metering
«Structure is simple.

*Check seat is standard.
-Standard metering is available
even with SRC-II screw check

W After metering

W During plastication

PAT. No. 35349%0

Flastication, metering
- -l
Sorew revoiuton

Suck back
e

Melt pressure at sciew ip

SCTEW eRSCing 5

= Time:

Plastcation Metenrg I?‘J.’ﬁ teck

-

Screw revolurion

Melt pressure: at serow tip |

Soiew 1TACINg Spe

-

Naftow pustion  Vesiation of
vanation

meteing deesty 0 5~0 6%

PAT. No. 3432776/ No, 3432782

M During suck back

——=Time

Variation of materng density is maroved
by prassue contral

sck triplet for SRC-I0 [ PAT. |

Check ring

fitted.
Locking mechanism Check nng is locked Suck back is carmied out wath
check ning lecked
Conventional ! ; '
system i i i
i s Mell may drift forwaird
Mell lows in. : Malt flow-in conlinues. : logidlaveciey Melt may dritt back.
Melt flows in. The SRC-Tscrew check is closed to stop melt flow upon start of suckback.
A Plasticizing and metering | Suck back Cooling _ Imitial injection i Injection !
o Corventicralsgteml o e o [
E | X Variation corstant
3 |
T
=
Time

Stability of metered melt density
Melt density variation after metering was compared
among three metering systems. The fluctuation of the
melt density can be shown with the variation of the
bar length in the molding given constant injection
stroke without holding pressure control.

WConventional metering system

tliﬂﬂﬂu‘.‘ '\"'!mml“

R=202 5nm R=167nm 0 =0 3496mm

WSAC-I metéring system

THTIITUTT T
N

=204 3 [=0.66m o =0.1552m

BSHC- I metering system

I!lll] illillllllllillllllll:

e TP

H=2028m A=021mm o =00511m

Product Bar flow R/X=0825% R/¥=0323% R-%=0104%
Resin' GP-PS Flow length [m Flow fangth {mm} Flow fength {mm)
205 27 28
204 a6 204
703 M i 705 |——t - 203 |masn —
201 - el 201
200 Erl 200
o 10 =0 30 40 B0 o f0 20 3 40 E0 o 10 20 F0 40 &
Numbar of injactions Numbar of injactjons ‘Numibar of mjacticns




Faci rtating Qu.

Ecology-ConscnoUs‘ Workmg Environ

Originally-developed PLSTAR GREASE
and lubricant-saving desigh reduces
grease consumption by 90%

The TOYO-developed PLASTAR GREASE
B3 No.2 has superior features in heat-
resistance, adhesivity, water-resistance and
wear-resistance. As a result, overall grease
consumption can be reduced to 10%
compared with that of conventional machines.

H Cost reduction by reducing
grease consumption

HWEasy maintenance with less
greasing frequency

WlJinimized grease spill and cause
of product fallure

Wimproved working environment

Q Grease reduction
to approx. 1/10

PLASTAR GREASE B No. 2

Conventional grease

RoHS-compliant lead-free
control boards

In compliance with RoHS directive,
the Si-IV series uses lead-free §
control boards only. This is one of
the TOYQ's eco-friendly activities
from material procurement to
production causing less impact on
the environment.

Easy disposal of waste grease

The grease pan equipped as standard under the clamping unit collects
the waste grease and is removable to facilitale cleaning work.

Dramatically reduced power consumption

‘Amount of electricity

: _—
Product; Connector
Resin: PBT i
Product weight: 19 g
Molding cyde: 19 s —
Number of cavities: 4 pieces

i
i
‘
i
H
!
Ulic machine
. !
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w 1 i Electric machine iMk
g | N D

N i
5 10 15 0 P
Power consumption

Product: Testing plate —i
Resin: HI-PS

Product weight 50 g 7
Malding cycle 3385

Number of cavities: 2 pieces —

5578kW/h

\
™~

1.773KkW/h

Hychaulic machine  Coventicnal machine si1ow

Low-noise operation for comfortable
work environment

Quiet machine operation is
possible thanks to the use of a
sealed belt-drive unit. The noise
level is reduced by a maximum
8.1 dB (measured at the operation
area in front of the safety door).

Operation noise reduction at each process

Noise reduction

Conventional machine

Injection 71.9dB 655 dB —6.4dB
Plastication 69.5 dB 63.0dB —65dB
Mold opening/closing 805 dB 724 dB —81dB




1) Specifications

- The figures are subject to change without any legal obligation on the part of the manufacture
+ The maximum injecting pressure and the maximum holding pressure are attainable maximum set values. There values may be limited by molding conditions and cycle ime.

+ The injection rate and the maximum injecting speed are calculated values.

- When a screw in large diameter is used, some resins may not be processed

- When the maching is attached with an option, the capacity of the breaker

#1.A transformer(option) 15 necessary on the machine side.
[ The highlighted spacifications are recommended injection units.

may be changed

Si-55I7 Si-110
Injection gystem irine screw indine screw
Injection unit type B CH D CH D E
Injection stioke i Jest| wm em[sm|am|em|am] a0 |ew]am[sw[am|em[am| 4o |4s0] 50| se6]6m|sm s | 6w
Sctew dameter infmm) [osxtieforonsiorsajorseoloased opglrsbaloadall ows] 125t oaa zaloaaorseofonda 110Gl 2t 1oee) 1256 Aite] L sl 1250 1 41080 1 o] L8
Theoretical injection capacily ind | 079|100 | 140 140 | eee | ae0 [140 [ 262 [ 421 | 549|140 [ 262 | ae0 [ 260 | 140 [ 262 [ 421 | 540 | 421 | 628 [ 897 | 1226 628 | 87 [1226] 1623
Injeclion capeciy(P3) oz | 043 |opo| 077 | orr | 144 [ 197 {077 [144] 23t | 01 (077 [ 144 [ 197 [ 144 [ o77 [ 144 [ 231 [ 201 | 231 [ 345 | 492 [ 673 | 345 | 492 [ 673 | 8o
[nction unit — — — 0758 — D758l FisBU —
g | Ineston ate in¥/s = = 573 | 830 [119] — - s3] 82 [11] — | 561 [ 18] 9m |14 -
:'g Mex. injection speed infs — — 1181 — 1181 — 590 —
1 Max. injection pressure psi — — 0012 [ M141 | 26440 — — 36812 | M141|26440) — | 30812| Mi41 | 27716| 2274 —
Max. injection holding pressure|  psi — — 3812 28427 | 11320 — — 36812 | 26427 | 21320| — | 3681231270 | 24874| 19830 —
Injection unit - Br5BU — Di50BY — D150BU F200HBU F2008U
5|3 [ necton e nYs |3 [483 ] 51 = — [8m 11201450 — — 821120 1470] 11.29] 1470] 1861 [ 2300 1031 | 1306 ] 1611 [21.20
5 EQ M. injection spaed infs 1181 — 181 — 181 181 3%
E | Mex. injection pressure psi | %970] %070 34112 = — (oo |11z | mms - — [smet2] 3112 26res] asstz| spzm | asa7 |52 | 38700] 36250 3t 270 4163
= Max. injection holding pressure|  psi | 38570 | 38970 | 4112 — — | 36812 | 25584 | 21320 — — | P812 | 25504 | 21320139812 | 32706 | 25584 | 20608 | 30290 | 36259 | 27006| 21320
Injection unit BH10BU (3H1508U) | CH1S0BU (CH300BU) 03008 CH1S0BI (CH0BU) | chésml D300B) —
| Inestonrae s |66 | 775 | 95 (f?’% (:gg) (Qg% _ |1a70| 1870|2458 “93% dé;% (;ggg) 58| — |1370| 1870 | 5 _
o
Ei Max. injection speed ins 1968 136827 59 1363 (2'?% é?% (2'?% B 363 =
R oo o ]| = |2 11258 o 55 — |2 8 -
Recovery rate (P3) oz/s [oio [oid [ oi7 [o13 [0 [ 040 [ oia [024 [ oo [oeo [ 013 [ o Joso [ o4 [ 013 [0 [ 040 [oso [ 040 oeo [ogz [ 10 [ om | og7 [ 110] 168
Serew revolution spesd min-! 50 350 350 350 30 i)
Nozzle pressing force U Ston 11 2.2 22 22 22 27
Clamping system Double toggk Double toggle
Clamping force U Ston 55 10
Clamping stoke n 1062 1417
g Iin. mold height n 59 590
Z [ Wax mold heght n 14% 2007
; Tie har clearance {HxV) n 1417 x1219 1811 x 1614
Die plate size (HxY) in 1968 %1841 24.80% 2283
Ejector force U.Ston 215 275
Ejector stioke in 275 33
Heale: cenaciy k| 205 [oors]oses]2as] a5 [ A [ 257 345 [ 50| 508 [ovs | 45 | 55 | 45 [ans| 45 | 5o [ 585 [ 5:0 | 565 e [ 795 ] 585 | 60 [ 795 [0
Iold heignt motor output kW 01 02
Nozzle touch motor output kW 0f a2 0 02
Wechine dimension (L) in 145 dig;% d%‘;’% d:égg) 49p |17 55141 43{ 14538 163 77 (:gﬂ)) (:gg-% 1676316377 16377 16377 sems] 177 16 161 14{184 40{ 005 101 14184 40| tacos ot 28
(o | Mectine cimensions (W =H) in 040 x51 81 13809 % 6464 {CHAB0BU : 4383 X 6570) 4573 6464
E Power source — Thiee-phese AC 200V/200, 230V+10% S0Hz/B0Hz Thiee phase AC 2004/200, 230VH0% 50Hz/60Hz
E Iain breaker capacity A 75 (CHIO0BL/D300BU < 150) 125 (CH300BU/DA00BU : 150, CH450BU : 225)
_ BTl 10 sl D758l 13 CH150BU : 20 7580 13 0 14
Total elestiic capecity Ria | BitoBy 14 el DI5BU: 20 CH300BU 31 Di508U: 20 FIO0HBU - 47
BHI50BU: 19 DARY: %5 CHA50BU 50 DI0RU : 35 FO00RU 29
Cable siz 230V Class[480V Cless %11 | 72 one[oot] g:ggﬂ 832%8}2} %H 882{883 g:ggﬁ ggg{g% B?%u :ggg{ggé] ompm
CH450RU < o0e[00a] 03008 : 0.05[002]
Iechire weight U.Ston 22 24 24 41 41 44
NOTES

These values may be limited by sef injecting pressures.




Si-15017 Si-200W

Injection system == inine screw inine screw
Injection unit type o D F F G
Injection stroke in 283 | 3l 440 440 | 503 | 566 | 629 | 503 | BE6 529 440 | 503 | 586 | 629 | 503 | KGR 629 £29 | 1.4 181
Screw diameter infrmm) 07800 | 0924} 110028) | 1. 2602) (1.1028) | 1250823 | 1414360 | 1570400 | 1250320 | 1410369 | .570400 | 1810461 10280 | 12500 | 1410360 | 1.5704C) | 126(32) | 141360 | 1570400 | 11046 1570400 181046) | 1 98l |2 161560
Theoretfical injection capacity ind [ 140 | 282 | 421 | 549 | 421 | 628 | 897 | 1226 | 628 | BYf | 1226|1623 421 | 628 | BYY | 1226 | 628 | 897 | 1226|1623 | 1226 | 1867 | 2398 | 2898
Injection capaciy(PS) oz | OF7 | 144 | 23 | 301 | 231 | 345 | 492 | 673 | 345 | 492 | B73 | 891 | 23 | 345 | 4532 | 673 | 345 | 49 | 673 | 891 | 673 | 1025 | 1316 | 159

Injection unit — — F758U — Fr58U — —
o | heston e s = 561 | 7% [ 93 [ 4 = 561 [ 13 [ am [ 147 - -
:% Iax. injection speed Infs — 5490 — 590 — —
| Mex. injection pressue psi — 38812 | M141 | 27116 | 22741 — 812 | M141 | 27716 | 22141 — —

Iax. injection holding pressure |  psi — 36812 | 270 | 24874 | 19829 — 20812 | H270 | 24874 | 19858 — —

Injection unit — D150BU F20CHBU F200BU F200HBY F200BU GI00BY

& | [ neston e n¥s | — 8w [1120] 1470|1120 [ 1470 1881 [ 2000 | 103t [ 1308 [ 1611 [ 2130 | 1120 ] 1470 188t [ 2300 | 101 [ 1306 [ 1611 Jor0 | 16t [ 210 2504 | 2045

E ‘; Max. injection speed Infs 1181 1181 826 1181 Vs fa¥.s]

2 | T | Mex. injestion pressure psi — | 3812 | M112 | 26295 | 36817 | 6053 | 28427 | 23452 | 38250 | 36253 | 31270 | 2163 | 35617 | 6253 | 28427 | M7 | 3850 | 6253 | MAT0 | 163 | 35300 | 70 | 27006 | 22741
Max. injection holding pressure | psi — | 35612 | 25584 | 21320 | 36612 | 32705 | 25584 | 20908 | 30250 | 36250 | 27006 | 21330 | 38612 | 32705 | 25504 | 20609 | 38350 | 36255 | 27008 | 21320 | 35309 | 28477 | 24163 | 1969
Injection unit s BEeeEl - - e F400BU G450RU
Injection rate s | — | 1379|1873 | 453 = e - 1965 | 2484 | 30A0 | 4058 | 2300 | 3045 | 3594 | 4351

3

%, Iax. injection speed in's 1968 — — — 1574 1181

;l; Iax. injection pressure psi — | 38812 | 4112 | 26235 — — — 30290 | 36253 | HET0 | 24163 | 35388 | 31270 | 27006 | 22741
Iax. injection holding pressure | psi — | 38612 | 25584 | 21320 — — — 30290 | 36255 | 27006 | 21320 | 35383 | 28427 | 24163 | 19850

Recovery rate (PS)] ozfs | — [0 [od0 [oeo [ [om | oz [ 140 [ oeo [ oer | 110 [ 165 [ 40 [oeo [ oer [ 110 Joeo [ o7 [ tio | 168 [ose [ 153 [ 195 [ 220

Screw revolution spesd min-! 350 350 35 Bl

Mozzle pressing force USton 22 27 27 27

Clamping system — Dotble gzl Couble toggle

Clamping force USton 150 AW

Clamping stoke in 1574 185)

g Min. mold height n 590 787

% Maxc. mold height in 2165 2362

é Tie bar clearance (HxY) in 2007 x1811 2204 % 2204

Die plate size (HxV) in 2716% 2519 070 3070

Ejeclor force USon 385 385

Ejector stoke in 3 472

Heater ceracily ki [esrs] 45 [ sso [ 5es [ A [ 505 [ emo [ 705 | ses | em [ 798 [0 a5 | 5os [ e | 7on | 5es [ em [ 798 [1a0] 795 [110 [ 13m0 [ e
Mold height moter output kW 0z 02

Nozzle touch motor eutput kW 0 02

Machire dimension (L) in 17550 181 81 | 18574 | 18501 | 19366 | 18574 | 16901 | 19366 | 20047 [ 200 | 208 | 2091 | M1370 0BT | 20505 1370|200 51 | £1885| 20570 | 22846| 237 16

" Machire dimensions (WX H) in 4862 XFRTS 52957085

£ | Powet source = Thies phese AC 200K/ 200, 23108 BCH2/60H Thrse press AC 20CK/200, 2300 H 08 B0Hz/B0Hz

E Main breaker capacity A 125 (D300BU < 150) 175 (F400BU, G4B0BU - 725)

Totdl electic capacity KA ngﬂ gg ggggBU - L?’ g&EI:JBU ; g; &%SH g
F200RU © 29 F200BU 29, FAUCBU © 49
Cable 522230V Olss 460V Cless ¥1] | 72 o ggg%ggg% om0y i ggg%ggl] o gg{g 8%
Facopl - oosfony]
Mechire weight USion 53 58 78 81
NOTES

- The figures are subject to change without any legal obligation on the part of the manufacture

+ The maximum injecting pressure and the maximum holding pressure are attainable meximum set values. There values may be limited by molding conditions and cycle time.
+ The injection rate and the maximum injectng speed are calculated values. These values may be limited by set injecting pressures.

- When a screw inlaree diameter is used, some rasins may not be processed

+ When the machine is attached with an option, the capacity of the breaker. may be changed

#1.A ransformer(option) 15 necessary on the machine side

[ 1The highlighted specifications are recommended injection unifs



)) Specifications

Si-2500
_J[I__j&gtm syslem ~ in-line screw
Injection unit type . F G H
Injection stroke in 503 566 629 620 7.24 787 7.87 866
Screw diameler infmm) | 1.25(32) | 141(38) | 157(40) | 181(46) | 157(40) | 1.81(46) | 1.96(50) | 216(s5) | 1.96(50) | 216(55) | 2:36(60)
Theoretical injection capacity in? 6.28 897 1226 1623 12.26 18.67 2398 28,09 2398 3185 a7.98
Injection capecity(PS) oz 345 492 673 8.91 673 10.25 1316 15.91 1316 1749 2084
Injection unit = = =
= | Injection rate in?/s = — =
g Ma. injection speed in/s = =
Max, injection pressure psi = = =
Max, injection hokding pressure | psi = = =
| [ Inectionunit = F2008U G300BU H370BU
E g Injection rate in/s 10.31 13.06 16.11 2130 1611 21.30 2514 | 3045 2398 28.99 .48
Q | 2 | Max. inection speed in's 826 8.26 7.87
2| £ Max. injeotion pressure psi 28200 36250 31270 24183 35280 31270 27008 22741 34083 28427 24183
i Max. injection holding prassure | psi 38290 36259 27008 21320 35389 28427 24163 16899 31270 25584 21320
Injection unit E F400BU G4508U =
§ Iniection rate in/s 19.65 2434 30.69 4058 23.00 3045 3594 4351 -
$| Max. necton speed in's 15.74 11.81 -
3 Max. injection presstre psi 38290 36259 31270 24163 35380 31270 27008 22741
Max. injaction holding pressure | psi 38290 26250 27006 21320 35380 28427 24163 19899 =
Recovery rale (PS) ozfs 0.60 087 110 1.68 095 153 1.95 222 195 222 | o2&
Screw revolution speed min! 350 300 300
Nezzle pressing force U.Siton 27 27 33
Clamping system = Double toggle
Clamping force USion 250
Clamping stroke in 2165
2 | Mo e [ 81
£ | Max. mokd height in 26.77
g Tie ber clearance (HXV) in 24.01 X 2401
Die plate size (HXV) in 32283228
| Ejector force USlon 582
Ejector stroke in 590
Healer capacity KW 585 650 | 785 | 120 | 78 | 1120 | 1350 16.70 1350 1670 | 1950
Mold height motor output kW 04
Nozzle touch motor output kW 0.2 0.4
Machine dimension (L) in 20547 20767 23448 23287 23068 24244 25110 244,05 25086 257,63
Machire dimensions (WxH) in 54.84 X 7102
% Posier source = Three-phase AC 200V/200, 230V+10% 50Hz/60Hz
I
5 | Main breaker capacity A 200 (FA00BU, G4508U : 225)
y : F400BU : 49 G300BU : 43
Total electric capacity KVA F200BU £ 29 G4508U :58 52
Cable sze230V Class|460V Ciass 1) | ine 0.09[0.03]
Machine veight USion 121 [ 124 132
NOTES

« The figures are subject o change without any legal obligation on the part of the manufactue.
+ The maximum inecting prassure and the maxamum holding pressume are attainable madmum set values. There values may be linited by molding conditions and cycle time.

+ The injection rate and the maximum necting speed are calculated values,

+ When a screw in large diameter 1s used, some tesirs may nol be processed.

+ When the machine is attached with an option, the capacity of the breaker.

1A nansformer{option) is necassary on the machine side,
The highlighted specifications are recommendad injection units.

may be changed.

Thesa values may be imited by set injecting prossures.
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)) Standard/Optional Equipment

Si-1101v

64 LISE mterface {1 port)
(For mamory or printer)

Heat Insutatng board
(general or high precision)

00

00

USE memory (S
{TOYQ specification: 1 GB, approx
400 mold selups can be storad)

Purge cover (with interiock)

Mokd conlirg water lina Mokd ejector plate ratuer
detector (Matal contact]

A

Various sigral cutput
{4 nonrvoltage normally-open contacts)

@ Hydraulie core systam



)) Standard/Optional Features

) ~eallre

1 | SRC- 1l metering system & 61 PLCS-12 microprocessor-aided control (TFT color LCD with full towch panel) | @
2 | SRC-IN metering system (@) 62 | Digital selling of all the parameters @
3 | SNF control @ 63 | Intemal memory of 400 mold selups &
4 | Closed-loop control of Injection speed, position and pressure| @ 64 | USB interface (1 port} (For memory or printer) &
5 | Programmable control of injection (2 lo 7 sleps) L 65 | Graphic display of injeclion, melering and meter waves (with memory funclion) | @
6 | Programmable control of metering (1 to 3 steps) %) 66 | Monilor graph indication ® |
7 | Holding pressure changeover via position, time and pressure ® 67 | Slatislical processing of monitored dala @
8 | Slope control of injection [ ] 68 | Manned/Unmanned mode switching function [ ]
9 | Suck-back conlrol (before and after melering) @ 69 | Hour meter (operated hours indicalion) @
10 | No-back pressure metering in manual mode (Selling possible) | @ 70 Multi-counter (injection, lot, repeating lot, warning bell, ®
11 | Injection during high-pressure clamping @ initial rejection, continuous failures, and operation)
12 | Inieclion unil swiveling mechanism (wilh nozzls alignmenl mechanism) | @ 71 Monitoring function {Up to 32 ilems seleclable; including °
13 | Melt run-out detection system @ positions, speeds, pressires, limes, and revolutions)
14 | Automatic purging system ® 72 Alam {unction {cycle, up-down lolerance, heater ®
15 | Purge cover (with interlock) ® disconnection, thermocouple disconnection, safety door, ele.)
| 16 | Non-standard diameler screw and barrel Qo 75 | Machine conditions display (operating mode. completion ®
% 17 Wear-tesistant screw {for diameter 40 or smaller) 0 of clamping, and ejeclor retraction limit)
2. and barrel (Tor diameter ¢ 46 or larger) O 74 Production control function (job completion ratio, PY
| 18 | Specially designed screw *1 (@] prospective lime of job completion, elc.)
19 | Nozzle reciprocating function L] 75 | Maintenance function (1-cycle graphic, alam history, PY
20 | Air-operated check nozzle O grease timing display, and servo amplifier communication)
21 | Long nozzle/Small diameter long nozzle [@) 76 | Self-diagnostic function [
22 | Dualline nozzle temperature control O | 77 | Screw cold-starl prevention system (wilh counldown lime display) &
o e (for diameter ¢20 or smaller) ® 78 | Fine PID temperalure control (with soft-start function) @
(for diameter ¢24 or larger) O 79 | PID automatic luning function @
o4 | ‘saain s (for diameter $36 or smaller) O 80 | One week automatic heater on-off calendar @
(for diameter 40 or larger) @ 5| 81 | Vacuum device interface O
25 | Hopper throat temperature control (PID) ® "5: 82 | Valve gate interface (=]
26 | Heater SSR control ] ©| 83 | Conveyor starting interface (9]
27 | Heater lemperature holding control ® 84 | Automalic mold clamping device interface (@)
28 | Melt remaining monitor function ® 85 | Quality control system (A++) (@}
29 | 5-zone heater {4-zone heater for $24 or smaller screw unit) %2 | @ 86 | Molding parameter control soft 2]
30 | High lemperalure use healer band (up to 500°C) O 87 | Molding machine monitor system (T-Stalion) O
31 | Hopper (with shulter) [ ] 88 | Injection compression system (Standard specification) @
32 | Hopper swiveling device @ 89 | Pre-galing system @
33 | ClosecHoop control of speed and position for mold opening and closing | @ 90 | Holding pressure vibration system O
34 | Closed-loop control of ejection speed and posilicn e 91 | Indicator light in one color (Red) (@]
35 ngrammmle control of mold opening (2 to 5 steps) @ 92 | indicator fight in threa colors {Red, yellow, and green; with mode selection furclien) (&)
36 | Programmable control of mold closing {3 to 5 steps) @ 93 | Unscrewing molor connecting circuit {with socket) O
| 37 | Mold exchanging mode (low pressure, low speed) e | 94 | Printer outpul terminal with ESC/P control code compalibility (8]
38 | Automalic clamping force adjusiment system [0} 95 | 100 V plug socket lor printer (1 port) [ )
39 | Automatic clamping force selup system %3 @ 96 | 100 V plug socket (2 ports, power source by customer) (&)
40 | Low pressure mold profection system ® 97 | 100 V plug socket (2 ports, with transformer of & A each) (@]
41 | Mold protection in mold opening and ejecling N i 98 | 200 V plug socket (4 ports, 2 lines of 30 A) )
E@_ | Movable die plate supported by double rollers @ 99 | 200 V plug socket (4 ports, 2 lines of 30 A, wilh breaker) O
43 | Double safety system (electrical and mechanical) @ 100 | Various signal outputs (4 non-vollage nomally-open contacts) (@)
44 | Emergency slop pushbuiicn {for operation and non-operation sides) | @ | | 101 | Kanji character printer 8]
45 | Air ejeclor (single or dual lines) O 102 Local-language display (English, Chinese PY
46 | 3-way valve for air e;ector {single or dual lines) Q (Simplified/Traditional), Thai, Spanish, Korean, or Hebrew)
| 47 | Air-driven core system (single) |y 103 | Compatibility with various voltage source (with transformer) | O
g 48 | Hydraulic core system (single or dual; independent hydraulic uni) O 104 | Setting value history ®
ol 490 Ejector center pull For Si55N 10 200N ® 105 | Security function =3
back specilication For Si- 250N @) 106 | Ejector advance core aclion mode changeover specifications | @
50 | Ejector pull back control (& 107 | SPl interface 0O
' 51 | Programmable conlrol of sjeclor forwarding (1 lo 3 sleps) L 108 | HELP indication &
52 | 2-step efecior @ 109 | Automatic greasing device &
53 | Ejecting during mold opening (by position setting) @ 110 | Automatic enlire grease lubricaling device (o]
54 | Mold ejector plate refurn detector (metal contacts) I B2 111 | Mold cocling watler line Eel
55 | Mold lemperalure display (2 lines; with magnel sensor) @] 112 | Cooling waler llow gauge (@)
56 | Mold temperature control (2 lines; with magnet sensor) O | 113 | USB memory (TOYO specification; 1 GB) (400 mold selups) 5| @
57 | T-slotled die plate *4  For Si-150l to 250 o] | 114 | Unloader interface @
58 | Heatinsulating board (General or high precision) O 115 | Rubber pads ® | O
For Si-55IV : 60mm @ 116 | Accessaries (mokd clamp. tool, backup grease and hand grease pump) | @
59 | Mold height extension For Si-110V : 60mm PY 117 | Chute @
For Si-150V and up : 100mm 118 | Auxiliary step (@)
60 | Reversible chule (Si-110N and smaller models only) (@] #1 For further dotails on the spacially designed scrow, contact us
# 2 The standard band heater can be used for lemperatures up o 350C
In the above table: For higher tempesatures, use the high temperature band heater
@ Standard *3 When a spacially dasigned mold is isad. consult us

() Options which can be fitted afler shipmenl
) Options which should be fitted at TOYO

*4 Contact us for the Si-1001V or smaller models.
# 5 Tha mok setup capacity when only the molding parameters are stored

Specifications
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