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1. I/IHHOBB.]_II/IOHHZ.)I IIATUTOYCYHAS KOHCTPYKIINA y3J1a CMBIKAHUA C JIUTBIM FHHCPGOHI/I‘ICCKI/IM KOJIEHHO-PBIYa’KHBIM MEXaHU3MOM. TTocne JACTAIBHOTO PYYHOT'O ¥ IIPOTPaMMHOI'0 pacueTa
M03BOJISACT 0OeCeunTh GoJiee CTabHIbHYI0 PaboUy0 KPUBYIO, Oosiee ObICTpPBIH M CTaGHIIBHBIH IIPOLIECC CMBIKaHU, 60JIee IPOIODKUTEIBHBI CPOK IKCILTYaTaLUH.

2. biarozapsi IporpaMMHOMY KOHEYHO-3JIEMEHTHOMY aHAJIM3y HHHOBAILMOHHbIE JINTHIC IUTHTHI JUIS PEcC-(hOPM OTIIMYAKOTCS PALMOHAIBHOI KOHCTPYKIKEH, IPOCTOTOM 00CITy)KHBAHHS,
XOPOLIEH )KECTKOCThIO, BEICOKOIT MPOYHOCTBIO M MaIoi aedopmarueii.

3. DeKTpoHHas JIMHEHKa, IPUKPETICHHAs K KPECTOBHHE, MO3BOJISET OCYIIECTBIIATE HoJIee rHOKOe yIpaBlIeHne CKOPOCTRIO M 00ECTIEUHTE 3aIIUTY MPecC-(POPMBI.

4. Cucrema aBTOMaTH3ALMH 10/1a41 CMa3KH € CHTHANM3almel obecrieunBact 3QEKTHBHYIO CMa3Ky BCEX y3JI0B B PA3THUHBIX TOUKAX.

5. JlaHHBIE TEPMOIUIACTABTOMATHI B CPABHEHHUH C IPYTMMH MAIIMHAMU TOTO XK€ KJIacca OTIMYAIOTCs OOJIBIINM PACCTOSHUEM MEKIY KOJIOHHAMU, 00EMOM BIPHICKA U XO/IOM PACKPBITUS
npecc-hopm.

6. DiunTHYeckas o6paTHasi CTOPOHa IUTUT obecniednBacT 3QGEeKTHBHYIO 3alUTY OT MPOrHOaHus, 0COOCHHO B cilyyae, Korja npecc-(popMa HAMHOT'O MEHBIIC TUTHTHI.

1. New conjoined hyperbolic elbow five fulcrum clamping mechanism, after a detailed calculation, manual and software running curve is more stable, smooth
process is faster, and longer service life

2. New conjoined template through finite element analysis software, reasonable structure, convenient maintenance, good rigidity, high strength, small deformation
3. Electronic scale attached to cross, speed control is more agile, is conducive to protect the mould

4, Lubrication automatic detection alarm function, can effectively guarantee the lubrication of all nodes in place.

5. Compared with the same, we have a bigger bar spacing, molar volume and open mold, processing more plastic products, the high cost performance of the machine
6. Arched plate can protect mold effectively. Especially, in the mold is much small than plate situation.

info@avangardplast.ru
8-495-668-30-52
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1. Bonee 90% neraseii NPOXOIAT MOJIHOCTBIO HE3aBHCHMYIO 06pabOTKy, TOYHOCTh 06PabOTKH rapaHTHPOBAHA.

2. KpymHoMaciuTaOHbI# 06pabaThIBaIONIHiT IEHTP, MOPTAbHBIEC (hpe3epHbIe CTAHKH W APYToe 000pyJ0BaHHE 1aeT

BO3MOJKHOCTb IIPOM3BOANTH MAIIHHEL 10 3400 TOHH yCHIIHEM CMbIKaHHS.

3. Ceprudukanus cucreMbl MeHepkMenTa kadectsa ISO9001 obecrieunBaeT KauyeCTBEHHO-HOBBIH yPOBEHb
TIPETPHATHSL.

4, anHHHH CTPOroro pasjaejieHus Tpyaa Mmo3BOJACT OCYIICCTBIATE 3Cpq)€KTMBHLIﬁ KOHTPOJIb B KaX/IOM 3BCHC
MPOM3BOACTBEHHOM LIeTTH.

1, more than 90% parts completely independent processing,effectively guarantee
the processing precision

2, large-scale machining center,gantry milling and other equipment to make us
fully capable of processing 3400 tons of the following equipment

3,1S09001 quality management system certification,quality for the enterprise to
build on a new level

4, strict inspection division of labor,make the production each link control

1. Y3en Brpbicka B BHJe MOCTOBOM Oasiku oOecreyrBaeT paBHOMEPHBIN BIPBICK
1 BBICOKYIO TOYHOCTb IOBTOPAEMOCTH.

2. KOHTPOJ'IL JABJICHUSA BIIPBICKA, BBIACPIKKH IO IaBJICHHUEM B 3aMKHYTOM
KOHTYpE, TOYHas! PeryJIMPOBKa 0OPAaTHOTO TaBICHHS

3. CpeMHasi KOHCTPYKI[HSI IIHEKOBOH Mapsl oOecriedrnBaeT ya00CTBO pU 3aMeHe
4. BbICOKOKAUECTBEHHBIE YIUIOTHUTEIIN TapaHTUPYIOT CKOPOCTh U NaBJICHUE

1, the bridge beam injection ensure smooth, high repeat
precision

2, injection and holding pressure closed-loop control,
precision back pressure control

3, the structure of the screw on the cylinder demountable
type, easy to change

4, high quality seals, effectively guarantee the pressure
and speed

1. Micronb3yeTcst TEXHOIOTHsI HEPTrocOepekeHNsT ¢ TOUHBIM CEPBOYIPABICHUEM, YHEProcoepekeHne
10 70%

2. Y 100HbIi1 m0JIb30BaTEIbCKHIT HHTEPDETiC

3. KoHCTpYKIHS 37TEKTPHYCCKO# e COOTBETCTBYET MEXKTyHapOIHOMY CTaHAApTy 6€30MacHOCTH
4. KoMIUIeKTyeTCs 9JIeKTPUYECKUMI KOMIIOHCHTAMH M3BECTHBIX MHPOBBIX OPIHI0B

5. MHOroLBeTHOE yCTPOHCTBO CUTHAIM3ALMH, YETKOE 0TOOPaKeHHE COCTOSIHUS 000PYI0BAHHSL.

6. TTanens ynpaBieHus ocHaleHa QyHKIHeH MO3HIMOHMPOBAHHS VISl yA00CTBA MCTIONB30BAHUS

1, using energy-saving technology servo control precision,
can energy saving more than 70%

2, friendly operation interface

3, comply with international safety standards of electrical circuit design

4,adopt international famous electric components

5, multicolor alarm device, clear display machine status

6, patent operation button box adopts automatic positioning function,
use more human

1, Hcnone3oBanne THAPABINYCCKUX KOMITOHCHTOB H3BCCTHBIX MHPOBBIX 6p3HIIOB
obecreynBaeT HaIEKHYIO PabOTy CHCTEMbI

2. Hoeiiuas KOHCTPYKIIMS THAPABIMYECKOIl CHCTEMBI CIOcOOCTBYeET Goliee 3 peKTHBHOMY
noTpeOICHHIO SHEPTHH, 00eCTeynBaeT OBICTPHIi OTKINK, IeIacT HCMOMb30BaHKe ele Gonee
YIOOHBIM

3. VerpoieTBo aBapuitHOl chrHanm3aunu 3pGEeKTHBHO KOHTPOIMPYET TEMIICPATYPY Macia,
o0ecrieynBaeT 3aIMTy THAPABINYECKHX KOMIOHEHTOB H MEXaHHYECKHX YIUIOTHEHHI

4, I'ma3ok-oxomko YPOBHA Maca JienacT OﬁC]’ly)KlfIBﬂHHe MacJITHOTO KaHaia 60]156 HAJICKHBIM U
TPOCTBIM

5. BHyTpeHHHE IOBEPXHOCTH MACIITHOro 6aka 06paboTaHbl IPOTHB 0OPA30BAHMS MBLIH H
PKaBUYMHBI

Bce malmup! aHAMM3HPYIOTCS CEUAILHBIM IPOrPAMMHBIM obecreueHueM, 61aroaps yemy
JKECTKOCTb MALIHMH JIyYIlle, a YCHIINS pacrpesieNieHbl 6oiee palioHaIbHO

1, using the world famous hydraulic components, the effective protection
system reliability

2, the latest hydraulic system design, make energy consumption province,
reflect a more agile, it is more convenient to use

3, the oil temperature alarm device, effectively control the oil temperature,
hydraulic components and mechanical seals

4, visual oil window, make the oil more reliable and simple maintenance

5, internal adopts pensu processing tank

6, All frame specially analysis software, the machine better rigidity,

bearing more reasonable


mihai
1. Более 90% деталей проходят полностью независимую обработку, точность обработки гарантирована.

2. Крупномасштабный обрабатывающий центр, портальные фрезерные станки и другое оборудование дает возможность производить машины до 3400 тонн усилием смыкания.

3. Сертификация системы менеджмента качества ISO9001 обеспечивает качественно-новый уровень предприятия. 

4. Принцип строгого разделения труда позволяет осуществлять эффективный контроль в каждом звене производственной цепи.

mihai
1. Узел впрыска в виде мостовой балки обеспечивает равномерный впрыск и высокую точность повторяемости.

2. Контроль давления впрыска, выдержки под давлением в замкнутом контуре, точная регулировка обратного давления

3. Съемная конструкция шнековой пары обеспечивает удобство при замене

4. Высококачественные уплотнители гарантируют скорость и давление

mihai
1. Используется технология энергосбережения с точным сервоуправлением, энергосбережение до 70%

2. Удобный пользовательский интерфейс

3. Конструкция электрической цепи соответствует международному стандарту безопасности 

4. Комплектуется электрическими компонентами известных мировых брэндов

5. Многоцветное устройство сигнализации, четкое отображение состояния оборудования.

6. Панель управления оснащена функцией позиционирования для удобства использования

mihai
1. Использование гидравлических компонентов известных мировых брэндов обеспечивает надежную работу системы

2. Новейшая конструкция гидравлической системы способствует более эффективному потреблению энергии, обеспечивает быстрый отклик, делает использование еще более удобным

3. Устройство аварийной сигнализации эффективно контролирует температуру масла, обеспечивает защиту гидравлических компонентов и механических уплотнений

4. Глазок-окошко уровня масла делает обслуживание масляного канала более надежным и простым

5. Внутренние поверхности масляного бака обработаны против образования пыли и ржавчины

Все машины анализируются специальным программным обеспечением, благодаря чему жесткость машин лучше, а усилия распределены более рационально

mihai
1. Инновационная пятиточечная конструкция узла смыкания с литым гиперболическим коленно-рычажным механизмом. После детального ручного и программного расчета позволяет обеспечить более стабильную рабочую кривую, более быстрый и стабильный процесс смыкания, более продолжительный срок эксплуатации.

2. Благодаря программному конечно-элементному анализу инновационные литые плиты для пресс-форм отличаются рациональной конструкцией, простотой обслуживания, хорошей жесткостью, высокой прочностью и малой деформацией.

3. Электронная линейка, прикрепленная к крестовине, позволяет осуществлять более гибкое управление скоростью и обеспечить защиту пресс-формы.

4. Система автоматизации подачи смазки с сигнализацией обеспечивает эффективную смазку всех узлов в различных точках.

5. Данные термопластавтоматы в сравнении с другими машинами того же класса отличаются бо̀льшим расстоянием между колоннами, объемом впрыска и ходом раскрытия пресс-форм. 

6. Эллиптическая обратная сторона плит обеспечивает эффективную защиту от прогибания, особенно в случае, когда пресс-форма намного меньше плиты.

mihai
Email : info@avangardplast.ru tel :       8-495-668-30-52

tel :       8-904-066-27-30
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Mogenb

MexayHapoaHas MapkupoBKa
INTERNATIONALLY RECOGNIZED MODEL

ObBo3zHaueHve WHeka

INJECTION UNIT

A

APN-98
310

INJECTION UNIT  ¥Y3€s1 BripbIcka

APN-118
400

INJECTION MOLDING MACHING MACHINE TECHNOLOGY SPECIFICATION

APN-140
430

APN-158
550

A B

APN-168
600

APN-178
900

HameTp WHeka

SCREW IEIAMETER mm 32 35 38 40 40 42 45 48

OrtHoweHue L/

SCREW L/D RATIO L/D 24.1 22 22 22 231 22 22 22

O6bem Bnpbicka

THEORETICAL SHOT VOLUME cm’ 1337 160 215 238 288.4 318 397 452

ﬂ.aBﬂeHVle BrpbICKa

RUECTION PRESSURE Mpa 2321 194 186 180 191.8 174 151 200
CKOpOCTb BpalleHnsa LWHeKa

SCREW SPEED L 210 199 200 208 208 196

Bec Bnpbicka r (PS) g 122 146 196 217 262 289 361 411

THEORETICAL SHOT WEIGHT

EsciEHEHcka vl I, 4.303 5.15 6.914 7.654 9.242 10.194 10.053 12.734 14.498

THEORETICAL SHOT WEIGHT

CLAMPING UNIT Y3en CMbIKaHUS

Ycunuve cMbikaHus

CLAMPING FORCE Kn 980 1180 1400 1580 1680 1780

)T(gélGTJE-I?TT:éKE mm 320 350 380 395 425 450
MesKkonoHHoe pacTosaHve

SPACE BETWEEN TIE BARS mm 365*360 380*380 420%420 430*430 467*467 485*465

MAX wupwuHa Mo

MAX.MOULD HEIGHT mm 360 430 440 450 500 520

MIN wwvpwvHa Mo

MIN.MOULD HEIGHT (it 120 140 140 140 170 180

Xop Tonkatenemn

FIECTORSTROKE mm 100 110 115 115 130 130

Ycunue Tonkarenen

EJECTORFORCE e 38 38 38 38 38 70

Kon-Bo Tonkartenei

EJECTORNUMBER 4+1 4+1 4+1 4+1 4+1 4+1

I'Ioca,cl,quoe oTBepcThe

DIE HOLE DIAMETER mm 125 125 125 125 125 160

OTHER Apyroe

ﬂ.aBﬂeHVle CNCTEMBI

SYSTEM PRESSURE Mpa 16 16 16 16 16 16

MOLIJ,HOCTb MOTOpa

ORDINARY MOTOR POWER Kw 9 11 13 15 15 18.5
MolHocTs HarpesaTtenei

e Kw 10 12.7 12.7 13.2 13.2 16.3

MacnsiHbii 6ak

OILTANK CAPACITY L 125 150 170 200 210 220

Bec malwuvHbl

MACHINE WEIGHT Ton 2.8 34 3.9 45 5 6

FabapuTtHble pasmepbl

(LxWxH) m 4.34*1.24%1.85 4.74*1.3%1.85 4.8%1.35*1.85 5.1%1.35*2.02 5.4%1.4%2.03 5.6%1.43%2.1

BOUNDARY DIMENSION
MolwwHocTh cepBomaTtopa*®

SERVO DRIVER CAPACITY Kw 11 15 18 22 22 22

o e o - oo o .
& san &l
3 G e
el e == gt FPH. sz NEEEEE D Y aR G o=
EEEE 51’* :F; g A8 glf;jé 31:: N g %M A@(mn PP soad
PasmMepbl nAnThI ’:ﬂ Sg o H gg ) E ‘ H
PLATEN DIMENSIONS (FRONTAL) g [ase | Ha

Pazmepbl nnThI
PLATEN DIMENSIONS (FLANK)

i
e
iy

m 140-440 35 | 1050 as | s a0 | o

info@avangardplast.ru
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INJECTION MOLDING MACHING MACHINE TECHNOLOGY SPECIFICATION

MACHINE APPEARANCE SIZE

A B C D E F G H
9 4340 2300 475 25 1300 1825 1825

8 5 60
118 4740 2500 510 305 60 1470 1925 1925

140 4800 2700 60 1550 2050 2050
60

Mogenb APN-218 APN-238 APN-265 APN-300
MexayHapoaHas MapKupoBKa
INTERNA¥IO!?ALLY RECOGEIZE% MODEL 1067 1094 1209 1685
O60o3HayYeHWe LHeKa
INJECTION UNIT A B c A B C A B C A B C
INJECTION UNIT  Y3en Bnpbicka
HameTp wHeka
sl Slnitain mm 45 50 55 55 60 65 55 60 65 55 60 65
OtHoweHue L/d
SEHE AT L/D 24.4 22 20 24 22 20.3 24 22 20.3 24 22 20.5
O6bem Bnpbicka
oREeAL e enE. | 460 569 688 593.2 706 828.6 655.4 780 915.4 842.8 1003 1177.1
ARMSHIE BELICK Mpa 227.5 184.3 152.3 184.5 155 132.1 184.5 155 132.1 199.8 167.9 143.1
INJECTION PRESSURE
CKOpOCTb BpaleHus WHeKa
SCREW SPEED pm 180 160 190 189
Bec:snpuicka T (PS) g 419 518 627 540 642 754 596 710 833 767 913 1071
THEORETICAL SHOT WEIGHT
EFCEIpBICRE YL AREEES o 14.78 18.27 2211 19.048 22.646 26.597 21.023 25.045 29.383 27.055 32.205 37.778

THEORETICAL SHOT WEIGHT

CLAMPING UNIT  Y3en CMbIKaHWS

Yeunve cMblkaHns Kn
CLAMPING FORCE
Xop nnuTel mm
TOGGLE STROKE

MexkonoHHoe pactosiHue T
SPACE BETWEEN TIE BARS
MAX wwupuHa MNd o
MAX.MOULD HEIGHT
MIN wupuHa Mo mm
MIN.MOULD HEIGHT
Xop Tonkatenemn —_—
EJECTOR STROKE
Ycunue Tonkatenei Kn
EJECTORFORCE
Kon-Bo Tonkatenew
EJECTORNUMBER
MocapovHoe oTBeEpCTUE i

DIE HOLE DIAMETER
OTHER

2180
500
510*510
530

Opyroe

2380 2650 3000
520 560 590
530*530 585*565 610*585
580 600 640
200 200 200
150 150 150
70 70 70
8+1 12+1 12+1
160 160 160

D,aBneHme cncremMbl

Mpa
SYSTEM PRESSURE
MolwHocTb MmoTopa K
ORDINARY MOTOR POWER W
MoLwHocTe HarpeBaTenen Kw
HEATER POWER
MacnsiHbii 6ak L
OILTANK CAPACITY
Bec mawuvHbl
Ton
MACHINE WEIGHT
FabaputHble pasmepbl
(LxWxH) L
BOUNDARY DIMENSION
MolwHocTh cepBomaTopa*® %

SERVO DRIVER CAPACITY

Paamepbl NNnTbI
PLATEN DIMENSIONS (FRONTAL)

Pa3amepbl nnuThl
PLATEN DIMENSIONS (FLANK)

16
18.5
16.3
230

6.2*1.47*2.2

803

16 16 16
22 22 30
24.7 24.7 24.7
240 300 400
8 9 10
6.2*1.5*2.3 6.7*1.6*2.4 6.86*1.65*2.46
30 30 37
o3l so33 23] i 12:033 80 12-033
szf+ g‘ui 34+
E iR N T CELETTiEaate Soatais i Lt
St T -
e 4 it et
[0 fr)

info@avangardplast.ru
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168 5250 2900 565

178 5900 3000 595 370
218 6000 3270 650 40
238 6200 3270 650 40
265 6450 3430 735 39

300 6860 3560 735 390

5
5
0

535 355
158 5040 2740 590 355 1580 2225 2225
370

60 1660
60 1750 1200 1150
60 1900 1330 1340
60 1900 1330 1340
60 2000 1510 1290
60 2050 1560 1465

1100 1190

I J K L
98 684 1900 3245 1530
118 684 1830 3515 1530
140 684 1850 3720 1630

M N (o)
800 840 1240
820 860 1350
860 900 1350

158 724 2020 3925 1650 880 920 1350
1

68 724 2030 4070 1720
178 724 2100 4220 1740
218 764 2200 4690 1840
238 764 2300 4690 1840
r{1] 765 2400 4920 1920

845 2460 5195 2050

920 960 1400
950 990 1430
1010 1050 1470
1010 1050 1500
1060 1100 1600
1160 1210 1650

A B C D
368 6900 3520 70
400 7440 3900 70
LEL 7550 3975 70
508 7800 4135 75 520
530 7800 4135 75
590 8850 4575 80 630

400
510
510

E F G

60 200 1340 1340
60 200 775 775
60 200 800 800
220 720 1000
720 1000

I J K L

368 1250 1250 165 2675
400 775 1195 300 1365
438 800 1225 300 1455
508 1000 1245 300 1530
530 1000 1245 300 1530
590 6901 300 300 1640

2675 200
1525 200
1545 200
1730 220
1730 220
1825 220

Q R S T
368 2460 5950 1800 2020
400 2530 6455 1900 2060
438 2530 6645 1900 2120
508 2700 7085 2300 2290
U530TS 2700 7085 2300 2290
590 2900 7655 2300 2400

U v
1000 1050
1060 1110
1085 1135
1130 1180
1130 1180
1180 1230

1380
1470
1470
1590
1590
1710

1430
1510
1510
1640
1640
1760




INJECTION MOLDING MACHING MACHINE TECHNOLOGY SPECIFICATION

Mogens APN-368 APN-400
MG}K.D. HapoiAHaAd MapKpoBKa
INTERNA?I;DI‘?ALLY RECOGE]ZEFI‘) MODEL 2140 2590
OBos3HaveHve WHeka
INJECTION UNIT A B < A B c
INJECTION UNIT  Y3en BrpbICKa
DameTp WHeka
SCREW [E;AMETER i 65 70 75 10 75 80
OTHowerwe L/®
SCREW L/ RATIO L/D 23.7 22 20.5 23.6 22 20.6
Ob6beM BNpbICKa 3
e e cm 1177.8 1366 1568.1 14469 1661 1889.8
ﬂaBneHme BrpbICKA
INJECTION PRESSURE Mpa 181.7 156.7 1365 179.1 156 137.1
CKDpOCTI: BpalleHusa LWHeKa
SCREW SPEED P 144 144
Bec anpeicka r (PS) g 1072 1243 1427 1317 1512 1720
THEORETICAL SHOT WEIGHT
EeCEIRLCREL RS 37,81 43.846 50.336 46.456 53,334 60.671
THEORETICAL SHOT WEIGHT
CLAMPINGUNIT  Y3en CMbIKaHWs
Yeunue cMbikaHua
CLAMPING FORCE Kn 2680 a0
Xopn nnatsl
TOGGLE STROKE mm 660 710
MexKonoHHoe pacTosiH1e i 685*%685 745%705
SPACE BETWEEN TIE BARS
MAX wurpuHa No
MAX MOULD HEIGHT v 650 750
MIN wupuHa MNa mm 210 240
MIN.MQULD HEIGHT
Xopa Tonkateneit
EJECTORSTROKE mm 0 120
Yeunve Tonkatenen
EJECTORFORCE Kn 20 90
Kon-so Tankatenei 1241 12+1
EJECTORNUMBER
I'Iocaﬂ.quoe orBepcTye mm 160 200
DIE HOLE DIAMETER
OTHER
ﬂaBl‘IeHHE CUCTEMBI M a 16 16
SYSTEM PRESSURE P
MCI[LLHOCTb MoTOopa
ORDINARY MOTOR POWER Kw Al i
MoluHocTs HarpesaTenei K 27.9 33.6
HEATER POWER il ' ’
MacnsHelii Gak L 600 700
OILTANK CAPACITY
Bec malwuHbl
MACHINE WEIGHT Ton 13 L
MabapuTHele pa3mepsl
* DR * *
(LxWxH) m 7*2*2 46 7.44*2.1*2.53
BOUNDARY DIMENSION
MowHocTs cepsomaTopa® Kw 45 45
SERVO DRIVER CAPACITY
2 n\” e "”“ .
s pgider i ;ﬁ’ﬂ¢H 2
ss%*, £ iiﬁHi}g T L
paEMeDhl MMUTbI ! !

PLATEN DIMENSIONS (FRONTAL)

PaEMprI NAUTEI
PLATEN DIMENSIONS (FLANK)

23.5
1727.1
155.9

1572
55.451

APN-438
2690

22 20.7

1965 22183
137 121.4
184
1788 2019
63.07 71.218

4380
740
765*765
780
280

170

12+1
200

16

336
750
18

8*2,1*2.53

22+45

HH]
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INJECTION MOLDING MACHING MACHINE TECHNOLOGY SPECIFICATION

L APN-680 APN-780 APN-1080 APN-1400 APN-1680 APN-1900
AR A I REcE R FiGbEL g 6716 8924 11573 14366 18448

Ob6o3HaueHve WHeka
INJECTION UNIT A B Cc D A B C D A B C D A B C D A B c D A B C D

INJECTION UNIT  Y3en Bnpbicka

&i“é@%’[::;‘éé? mm 90 95 100 110 90 100 110 120 100 110 120 130 110 120 130 140 120 130 140 150 130 140 150 160

OTHoweHwue Li®

SERER AT L/D 23.2 22 20.9 19 24.4 22 20 18.3 24.2 22 20.2 18.6 24 22 20.3 18.9 23.8 22 20.4 19.1 23.7 22 20.5 19.3

O6bem Bnpbicka

e e | | 2816 3138 3477 4207 2956 3650 4416 5256 4238 5129 6103 7163 5654 6729 7897 9158 7464 8760 10159 11662 11281.6 13084 15019.9 17089.3

ﬂj‘:;‘f:ﬁi;ggﬁﬁ"a Mpa 176 158 1426 | 117.8 | 227.2 184 152.1 | 127.8 210.5 174 146.2 124.6 204.7 172 146.6 126.4 192.5 164 141.4 123.2 163.5 141 122.8 108
CKOpOCTb BpalleHusa WHeKa

e rpm 105 91 96 96 90 88

Bec speicka r (PS) g 2562 2855 3164 3828 2689 3321 4018 4782 3856 4667 5553 6518 5145 6123 7186 8335 6792 7972 9245 10613 10266 11906 13668 15551

THEQRETICAL SHOT WEIGHT

f;g:;‘n‘;‘:f::owééﬂs) oz  90.407 100734 111.607 135064 94.887 @ 117.18 141.766 168.715 | 136.052 | 164.624 | 195.947 229.951 | 181.485 215.98 253.4 294 239.581 281.204 326.108 374.363 362.123 419.972 482125 548.546

CLAMPING UNIT  Y3en cMbIKaHWs

YoHI e e Kn 6800 7800 10800 14000 16800 19000
fggGTQSTT:(')KE mm 930 1000 1220 1400 1600 1950
Mes”;;g’;g::v‘;EeEﬁan;:::s”e mm 915*915 985*985 1160*1160 1350*1300 1555*1430 1720%1520
h';’l'&); ‘L)”U”L‘;”:;G:f mm 900 1000 1250 1300 1500 1500
mLNMu(;TJfDM:EIEH? mm 320 350 480 530 680 680
SompEmes |
::EE:::FL?{J;:aTeneM Kn 212 212 246 246 363 363
i S 16+1 20+1 20+1 20+1 28+1 28+1
Tocasouvoe recpee |y

OTHER Opyroe

ﬂaBneHme CnCcTeMbl

SYSTEM PRESSURE Mpa 16 16 16 16 16 16
Qﬂkﬁfﬂﬁfﬁoﬁﬁﬁisk W 30+37 37+37 45+45 55+55 45+45+45 45+55+55
M arerrowte T Kw 60 70 90 97 118 118
facnAHu Oax L 1200 1400 1700 2200 2000 2000
Sfc(::H'\IA:ELUwMET:LT fan 8+25 10+30 13+41 18+47 19+86 24+96
FabapuTHble pa3avepsbl " 5% 3*3 1 5* 3%3 1 5.4*2.65*3.3 6.5%2.65*3.7 7%2.6*4.03 7.3%2.8%3.4
s(')-:h}g’;;\'{"gwmsm 6.8%2.5*2.5 7.6*2.75*2.6 8.1*2.9*2.8 9.2¢3.1*2.8 10.3*3.75*3.1 11.3%3.7%3.5
M°2t:3%“s£5£’f&“1il§’f¢a* Kw 37+45 45+45 37+37+37 30+45+45 37+37+45+45 45445445445
2l M = = s s |[B]] e i P .
Sl == Sill= s ==
Pasmepbl nAuThI §|§1 i; “*ﬁmi‘: tI %5 i ﬂ‘; r— s[ﬂ%iéﬁ i L —— E[s LEEHEHE é = EEEERE
PLATEN DIMENSIONS (FRONTAL) Wﬁ 1 ? o = 7 [ i ml ' B L | 3 g{

Pasmepbl NNnTbl
PLATEN DIMENSIONS (FLANK)

\
i

= - =

100 s30.1300 1600 sa0-1500 1600 201500

|_2000 3502000
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Mogenb

MexayHaponHas MapKUpoBKa
INTERNATIONALLY RECOGNIZED MODEL
Obo3aHaveHWe WHeka

[NJECTION UNIT

INJECTION UNIT  ¥Y3en Brnipbicka

HameTp wHeka mm
SCREW DIAMETER
OTHoweHue L/® LD
SCREW L/D RATIO
Obtbem BnpbicKa i
THEORETICAL SHOT VOLUME
NasneHve Bnpeicka Mpa
INJECTION PRESSURE
CKOpOCTL BpaLleHWA WHeka rpm
SCREW SPEED
Bec snpeicka r {(PS) g
THEORETICAL SHOT WEIGHT
Bec snpeicka yHU. (PS) oz
THEORETICAL SHOT WEIGHT
CLAMPING UNIT
Ycunue cMblkaHis Kn
CLAMPING FORCE
Xog nnnTbl
TOGGLE STROKE mi
MexKonoHHoe pacTosHve it
SPACE BETWEEN TIEBARS
MAX wwvpwuHa Mo —
MAX.MOULD HEIGHT
MIN wvpuHa Mo mm
MIN.MOULD HEIGHT
Xop Tonkatenei —
EJECTOR STROKE
Yeunve Tonkatenen K
EJECTQR FQRCE 1
Kon-Bo Tonkatenei
EJECTOR NUMBER
MocanovHoe oTeepcTYE n
DIE HOLE DIAMETER
OTHER
[NaeneHve cucTemel Mpa
SYSTEM PRESSURE P
MolHocTe moTopa
ORDINARY MOTOR POWER K
MowHocTe HarpesaTenei Kw
HEATER POWER
MacnsHblii Gak L
OILTANK CAPACITY
Bec malluHbl Ton

MACHINEWEIGHT

FabaputHble pasvepsbl

(LxWxH) m
BOUNDARY DIMENSION

MowHocTe cepeomaTopa”™ Kw
SERVO DRIVER CAPACITY

Pasamepbl nnuthbl
PLATEN DIMENSIONS (FRONTAL)

PaEMepbl ANUTEl
PLATEN DIMENSIONS (FLANK)

INJECTION MOLDING MACHING MACHINE TECHNOLOGY SPECIFICATION

APN-2400
19593

A B C

130 140 150
23.7 22 20.5
9949.4 11539 13246.3
196.9 169.8 147.9

60

9054 10500 12054
319.371 370.377 425.193

Y3en cMblkaHnda

Opyroe

24000
1910
1800*1620
1700
700
500
490
28+1
315

16
45+55+55
140
3000
26+130
8%3.1%4.1
13%4.1*3.5

35%*4

£

APN-2600
48105
D A

160 170
19.3 239
15071.3 26102
130 184.3
70
13715 23753
483.783 837.863

26000
1870
1860*1710
1850
750
500
565
32+1
315

16
220
180
3800
43+133

9.5%3.3%4.2
13%4.3*3.55

55*4

APN-2800
59392

A B C D

170 185 200 210

23.9 22 20.4 19.4

32231.2 38170 44610.7 49183.3
184.3 155.6 133.1 120.8

29330 34735 40596 44757
1034586  1225.242 1431983  1578.758

28000
1870
1900*1800
1850
750
500
565
32+1
315

16
220
180
3800
43+150

9.5%3.3%4.2
13*4.4*3.7

info@avangardplast.ru
8-495-668-30-52

APN-3400-1
630001

A

220

45000
140
45
40950
1444.47

34000
2020
2160*1900
1950
780
520
830
32+1
315

16
55+55+55+55+55
220
5200
230

10.5%3.6*5.0
17%5.2%4.2

55*6

APN-3400-2
7840011
A

240

56000
140
45
50960
1797.563

34000
2020
2160*1900
15850
780
520
830
32+1
315

16
55+55+55+55+55
220
5200
230

12%3.6%5.0
17%5.2*5.2

55*6




Standard Features Optional Features
CraHgapTHas KOMIUICKTALIUs Onuun

e Injection Unit ® B0k BupbicKa/ UIACTHKATHH ® Injection Unit

@ Buox supbicka/ naacrHKaumnu

[IponopuuoHansHoe 0OpaTHOE AaBIeHHE (IPOTHBOJABICHHE) C
YHCIIOBEIM ypaBleHueM (Moaenu o1 U680TS u BrImie)
[poTHBOCKOIB3SAIMIH KOXKYX UL cOILIa (MOXKET OBITh C
3IEKTPHICCKON 3aIMUTO)

OYHKIIA ABTOMATHIECKOH OYHCTKH OT ChIPBS

Bo3MoskeH BEIOOp OTBOZA COILIA IO WIIH IIOCIE IIACTHKALIIH
MHoroctynenuateiii PID koHTpoIIep TeMIIepaTyphl
MaTepHaIbHOTO IHHApa (0T 4 10 7 30H)

ABToMaTHuecKoe 0OHapy KeHIe HeHCIIPaBHOCTEH BIIPBICKA,
ILIACTHKALIIH

6 30H KOHTPOISA CKOPOCTH, JABJICHIS, IIO3UIIIH BIIPHICKA

5 30H KHTPOJIA CKOPOCTH, JABJICHHS, BPEMEHHU BBLISPIKKH ITOJ
JIaBIICHIEM

3 30HBI KOHTPOJIA CKOPOCTH, JABIICHIS, TO3HIME HaGopa CHIPbS
KoHTpoIb O3HINH BIPBICKA ¢ IIOMOIIBIO 3I€KTPOHHO THHEHKI
OyHKIIA 3aIUTHI IIHEKa 0T XOJIOJHOTO 3aIlycKa
HuskockopocTHOH BRICOKOMOMEHTHEIN MacISHEIH ABUTaTeIb
3aMKHYTHIH KOHTYP PeryIHpPOBKH TeMIIEPaTyphl MATCPHATLHOTO
IIUINHApA

Y cIpoHCTBO [IGHTPOBKH COIIA

Y eTpoHcTBO IS H3MEPEHHS CKOPOCTH ITHEKa

B0k CMbIKAHUA

OIeKTpOHHAS JIHHEeHKa I KOHTPOJIA CMBIKAHUS/Pa3MBIKAHIS
MexanuzM 6e3011aCHOCTH

MBHoOTroCTyIIeHUaThIi KOHTPOJIb JAaBICHHUS, CKOPOCTH U IIO3ULIIH
CMBIKAHNY/ Pa3MBIKaHNT

BEICOKOCKOpPOCTHAS CHCTEMA CMBIKAHHUS

OYHKIIA aBTOMATHYECKOI peryIHpOBKH Ipecc-HopMBL
OYHKIHA 3aIUTH Ipecc-GOPMEI II0JI HU3KHM JaBICHHIEM
BricokoTouHas S1IeKTPOHHAS JIHHEHKa I KOHTPOJIS TO3UIIIH
CMBIKAHHUS 1 X0/ TOIKATEIL

2 30HBI KOMITBIOTEPHOTO KOHTPOJIA [I0J[BOJIA H OTBO/A TOJIKATENIeH
JlocTynHBI pa3auyuHble (GyHKINN YIPaBICHUS TOIKATeIIMHU
VYcTpoiicTBO peryInpoBKH BEICOTHI Ipecc-hOpMEI ¢
THAPABINYECKUM IPHBOIOM

Koncrpyknus mmt ¢ T-o6pa3HbIMu azaMu

Jleepu GezomacHocTH ¢ puBogoM(aig Mogenei ot U6SOTS u
BEIIIIC)

MexaHIUecKIe U AIEKTPHIECKIe YCTPOCTBA 3aIIUTEI

I'uapaBanyeckas cucreMa

BcacpBaromuii runpasamgeckuii GHUIbTp

I'uapaBnugeckoe ycTpoHcTIBO Ge30macHoCTH (6I0KHPOBKA)
(mmsa mogeneit ot U680TS u BrImie)

ABTOMaTHYecKas peryIHpOBKa JaBICHUS I PacxXoja B cUCTeMe

® Cucrema ynpasaeHus

[IneBMocTyB

OyHKIHA IPOBEPKH BBOAA/ BHIBOAA

OYHKIIA ABTOMATHYIECKOTO IO IePKaHNA TeMIIEpaTypbl I
aBTOMATHYECKOI HACTPOIKH HarpeBa

[epexmouenne ¢ BIPHICKA HA BRLISPIKKY IO JAaBICHIEM
KOHTPOIIHPYETCA II0 TapaMeTpaM BpeMs/II03UIIIA/BpeMs -+ TO3HIIS
Hezasucnmast perynupoBka napamerpa Jo6oro geficTBus
(yBenmaeHne/yMEHBIICHIE CKOPOCTH BIPHICKA, CMBIKAHHA U Jp.)
OyHKIHA GIOKUPOBKH TEXHOJIOTMYECKIX [1apaMETPOB
MynbTUS3BIIHEI fUCIDIEH

The proportip of nc back pressure (above U680TS)
Nozzie pld temperature contol

Automatic injection and plasticzing failure detection
Selectable sucl-back before or after plasticizing
Mulfi-stage barrel PID temperature controi.(4 to 7 stages)
Automatic injecton and piasticizing failure detection

6 stage injection speed / pressure / postition control

5 stage holding pressure speed / pressure /time control
3 stage plasticzing speed / preessure / position control
Injection position electronic size control

Prevent screw cold starting function

Low speed high torque oil motor

Barrel temperature closed loop control

Nozzle centering adjusting device

Screw speed measuring device

Clamping part

Five points double roggle clamping unit

Mechanical safety agency

Mulri srage of mold open/close speed,pressure and position
Fast mola close

Automatic tuning function

Low pressure mold protect function

Precise transducer for clamping/ejecting position controlling
2 stage ejector forward/backward control

Various ejection settings

Hydraulic driven gear-type mold height adjusting device
T-slot platen design

Automatic door (above U680TS)

Mechanical and electrical safety devices

Hydraulic System

Oil suck filrer

Hydraulic safety interlock(above U680TS)
Automatic system pressure and flow adjustment

Electrcal System

The mould blowing
Input 1 output inspection function

Automatic heat remaining and automatic heating setting function
Holding changeover adopts time/position 1 time+position control

Independent adjustment of the action stope pulling
Molding data locking function
Multi-language operation display

info@avangardplast.ru
8-495-668-30-52

Y mHeHHOe COTLIO0

XpoMmupoBaHHas ITHEKOBas TMapa
Bumerayuinueckas IIHEKOBas mapa
CrienimaibHas MHEKOBAs mapa
Bynkep-cymmuika

VYerpoiicTBo 06/1yBa MaTepUaTBHOTO HIIMHIPA
TIpy>KHUHHOE CaMO3aITHPAOIIeEcs COILIO
YBeaHueHHBIH X0/ BIpbIcka

Baok embikannsa

VBeauueHHLIH X0 IUINT.

VBenuueHHbIH X0 TONKATeNs

MexaHuueckue KOHIEBble BBIKIIOUATeIH Pa3MbIKaHUS
mpecc-hopMbI

T'unpapiaudeckast KOMIEHCAIUS Beca Tpecc-hOopMbI
JIOmOTHUTENBHO YCTAHOBICHHAS TEIUION30JISIIHOHHAS TLIUTA
JUIst Ipecc-(hOpMBI

CrienuagbHOe MOHTaKHOE OTBEPCTHE JUIS Tpecc-(hOpMBbI

T'uapasanyeckas cucremMa

I'unpasiMdeckre KIanaHa H3BJISUEHHs TOTOBLIX H3/eTHH
THIpPO3HAKAMH/ BRIKPYIHBAHHEM

HesaBucHMBIH KOHTPOJIb TeMIepaTyphl Macia
CepBonpuBOAHas cHCTeMa BIPLICKA ¢ BBICOKOH CTETeHBIO
OTKJTHKA

CepBonpHBOAHAas CHCTeMa CMBIKAHHS/Pa3MBIKAHHS C BBICOKOH
CTEIeHbIO OTKIHKA

CHHXpOHHU3AITHS H3BJICUSHHs TOTOBLIX H3/IeTHH ¢ pa3MblKaHHEeM
mpecc-hopMBI

VBenudenue ycTpoHCTBA OXJIAKICHHS MaciIa

VBenudenue 3IeKTPOIBUTATE MACITHOTO HACOCA
Ye1poiicTBO BIPHICKA € a30TOM

BaitnacHsii GwisTp

Cucrema ynpapiaeHus

KoHTpob U3BIeUeHHs H3eInil BHIKpYIHBaHHEM
Hnrepdelic NOAKTIOUSHHS TOPSIIETO KaHaIa
IMoxkmouenue BIpPBICKA C TA30M

Pa6ouas moicBeTKa/ OJTHOIBETHBIE HJIH MHOTOIIBETHBIE
CHTHAJILHBIE JIAMIIOUKH

Onuodaszubre/ TpexhazHbie MOTYILHBIE PO3ETKH
JloTIONHUTEeILHBIH BBIKIIOYATETh SYKCTPEHHOH 0CTaHOBKH
Hutepdeiic 271eKTPHISCKOTO H3BISUCHUS U3
BBIKPYUHBaHHEM

V3MeHeHHe HATIPSDKEHUS HTAHHS

DyHKIHS aBTOMATHIECKOH PeTyIHPOBKH YCHIIHS CMBIKAHHS

JApyroe ocHainenune

Extended nozzle(50/100/150 mm longer
Hard chrome plating screw components
Bimetallic screw component

Special screw set price

Hopper dryer

Barrel blowing device

Spring self-locking nozzle

Extended injection stroke

Clamping part

Increasing molar volume

Increase the plunger stroke

Open mold mechanical limit switch
Hung formwork

Add mold heat shield

Special mould mounting holes

Hydraulic System

Hydraulic pressure core-pulling/rotating
Hydraulic safety protection

Independent oil temperature control system
High response servo injection system

High response servo system combining a model
Ejecting during mold opening

Enlarged oil cooier

Enlarged oil cooier pump motor
Accumulator device

By-pass oil tilter

Electronic System

Electric unscrewing device

Hot runner interface

Ais-assisted injection device

Work light/monochrome or polychromatic light
Single-phase/three-phase unit socket

Auxiliary urgent stop switch

Electric rotating demould interface

Change the power supply voltage

Automatic adjusting for the clamping force

Other Equipment
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