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Sino Holdings Group Co., Ltd., established in 2007, is engaged in manufacturing and providing intelligent plastic injection mold-
ing system - plastic injection molding machine, plastic injection mould and intelligent plastic molding system, integrating
software and hardware R&D, supplying, sales and service. SINO brand has always been at the forefront of technological revolu-
tion and the development of the times, and is committed to leading the development trend of China and the world's injection
molding industry.

There is an outstanding R&D team with more than 30 scientific experts, more than 160 senior engineers. And SINO owns 3 R&D
centers: 1 in Munich, Germany, and 2 in Mainland China. Currently, 43 projects have been developed and put into production
successfully, including intelligent injection molding system, intelligent non-woven melt blown system and intelligent automation

management software system, which have been highly recognized by the industry and government (project innovation awards).

With the implementation of the Group's global brand strategy and relying on high-quality products and service systems, SINO
has established global sales, service and on-site support covering the world in order to provide users with more timely, complete
and convenient services.

With the promotion of China's goal of being manufacturing power in 2025, as a leader in the industry's injection molding system,
SINO transform into providing users with a complete set of intelligent injection molding equipment from providing users with
competitive injection molding equipment and injection molding solutions. In the era of transformation and upgrading of modern
manufacturing, SINO will lead the high-quality development of global manufacturing with intelligent injection molding systems.

Pursue excellent quality and create a world-renowned brand
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DKM Low Inertia Injection Technology

U ERESHES LI AR DKMBRE E 3. FFREEFET B TR &M — R MR AR,

Low inertia and high precision injection technology is a new technological breakthrough inde-pendently developed by
DKM to improve production efficiency and reduce energy consumption.

=RE
" AERHAAR B (UREDX) 55 8B ohR D T, B RSB = £ AR 1%
WOESTRMEN, SYHEERBEEHE I 2%IRER, I—RA G RN EERE

TIHE N AT

B, E S, TEEEIK, MARZIR W AR F /NP AL B A BN [E AR B E 2B
BEAEAH A B B 15%-20%; X E T N ATFeBRORER SRERLITEN,
K—ERBEFERER FSERE 2

N B ERE R EIN, ERERETETHE
s B 1) ] PR B PR, AR AN 2L 1R AN 50% LA &
W SYHHEL_E IR, HHERERS, BRIEREEIT AR

High precision

[ The storage servo motor (or hydraulic motor) is separated from the moving plate of the shooting table to reduce the
inertia generated duringinjection.

M Small injection inertia, injection repetition accuracy control within £2% error,improve product repetition accuracy.
High energy saving

@ Low heat, high efficiency, large overload capacity, fast response.
Energy consumption is reduced by 15%-20% compared with conventional models,meeting the requirements
M ofnational level energy consumption.

Be widely used

[ Used for injection molding machines of different specifications from small tonnage to large tonnage.
[ Used in all electric, hydraulic, high-speed injection molding machine, a wide range of applications.

High speed
@ High wear-resistant spline drive mechanism, directly transfer the screw rotation torque.

@ Response time is more than 50% higher than conventional models due to reduced inertia.
@ Injection cylinder innovative design, injection speed, effectively shorten the cycle.

(RIREFENZORBEITEL

Core Advantages of Low-Inertia Injection Molding Machines

= K8 R 1 eE R
= HE R SF o

BEHELT, RRENEHRAEENAESANL/2. BAENL/3
RE60% B TSmm/sE ST EEXF30ms (5 75ms)
BFTREFEPEL15-20% E AWM LT.4kW - h/136%F — RIREH14.75kW - h/139%

Under the same clamping force, the injection system of low-inertia machines weighs 1/2 that of traditional machines and
1/3 that of electric pre-plasticizing machines .

60% faster acceleration: Achieves 75mml/s injection speed in 30ms (vs. 75ms for traditional machines).

15-20% lower energy consumption per unit: Traditional: 17.4 kWh/136 parts — Low-inertia: 14.75 kWh/139 parts.
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EARDFSEEEAL o
/ \ = L m Strengthen the center top plate to reduce clamping stress.

Semi-center clamping, the clamping force is more even.

DKM SIXth generqhon IOW Inerha hlgh Speed mOChIne = The overall template has been strengthened. The thickness of the medium template is 160% higher than that of ordinary
injection molding machines. Through stress analysis, a more reasonable reinforcement layout is added to make the mold

@ EL clamping stronger.

= Hemispherical front template honeycomb structure, reduced center hole design can withstand more Large clamping force.

=] \ F_-I ‘-‘/|\ H e .
" Dugﬂcpluhﬁﬂﬂ/iﬂ;}ﬁjj = Enlarge the tie bar and increase the stress groove. It has both strength and fatigue resistance and longer life.
B ROBR, SHEZHESNS.
= RIREAIE, PEREERNEBEENEEIZIN160%, BN DS, BINESEINEGHHS, EIREEE, (>) Injection Unit
nERAETEIREER N, BNROFLIRITT N, SEERS EARISHED . = Low injection inertia and high injection repeatability within £2%,, improving the quality of products.
u INASIHE, ERHEIEHE. REEESTHESE, 565K, = Single cylinder injection, higher concentricity and longer service life of screw.
. Screw rotation and advance with independent spline drive, to avoid the reciprocating screw movement of the piston rod,
@ 5Ha to eliminate the possibility of oil leakage.
. . Low inertia patented application. Injection and storage are separated.
N NEEL hy Yt e + 20 12 =} || B2 ik Y=k
" RS, FHEEREEHE £ 2%RER, RIHRNERHE. = High response speed and high injection precision, and the standard electric is more energy-saving.
" BITEH. BOEES. BTEAtEGER.
w RS RESEEMT, BFTIEREE . EERHEGEK. (>) Humanized Design
= ERECHNA, . BOH. WHEEER, TIEEES, FEBREERETE. = Double drain design, more convenient to use
= The rear sheet metal opens and closes independently, making maintenance more convenient
@ Nzt @ RT3 = Reasonable lubrication layout makes operation more convenient
- _ m Utilize the principle of thermodynamics and scientific layout to dissipate heat from the electrical box.
Z iRy N =it o . .
= XOKFHLI . ERERERE = R RRIEEIR . R ERE ® Independent external power supply, switch is safer to use
b EREMIAS, GIEESE » AR SEEL TR RIS RRETIERIELE. = Infrared heating circle, safer and more energy-saving
 EEEEME, BMEESE = SR, FREFEPER. 5 syst
. e stem
" FIBRAZEIR, RNEHR, . y

N . N The control system specially developed by Hongxun and DKM has smoother operation control.
= RUIMERIR, FPRERERS Multi-axis linkage. Product production cycle is shorter.

]
]
n IAMNAE. BT8R m The standard 12-inch touch control screen is more convenient to use
= The mold clamping is equipped with a non-contact electronic ruler as standard, which has higher accuracy and longer life.

i
1]
4

ll oK {\I

DKM-460DF °

07 08



O -H-
DFSERREASHE

DFS LOW INERTIA SERIES MACHINE PARAMETER

FEEE INJECTION UNIT B
BHER Screw Diameter mm 50 52
IR Screw L/D Ratio (L/D) 26 25
HipHHEE Shot Volume cm? 470 509
ANEE(PS) Weight gram 423 458
SESES Injection Pressure M pa 185 171
STHEE Injection Speed m m/s 385
B REHEE Screw Speed rpm 0-300
EM1TIE Screw Stroke mm 240

S1EH Clamping Tonnage kN 3100
FiaTie Toggle Stroke mm 610
EEE/JWEQRTJ' Min. Mold Size mm 420X420
RIFFREE Tie Bar Distance mm 620x600

%jﬂ:ﬁg Max. Mold Height mm 650
B/NEE Min. Mold Height mm 250
TR 1752 Ejector Stroke mm 165
T H Ejector Tonnage kN 79
TR = Ejector Number Unit 5

EXHEES Max.Pump Pressure Mpa 19
B Ih = Pump Motor Power kW 134
B IH R Heater Power kW 26

IME R <H(LXWXH) Machine Dimension m 7.52X1.755X2.3
e Machine Weight t 14.3
hEAR Oil Tank Capacity L 450

52 55 55 60
25.4 24 27.3 25.1
509 569 676 800
458 512 618 736
196 175 216 182
420 440
0-300 0-300
240 285
I
3600 4600
640 700
460X460 530X530
680x680 760X730
680 750
220 250
165 195
79 138
5 13
[
19 19
153 188
26 35
7.615X1.755X2.3 8.28X1.81X2.435
17.2 24.6
450 550




ﬂi*u % ? yu ¢ \* *}1 ZATNBEERIEEZERENGIRT, FEEARNE, EERS ™ mRE BRESHERE, BERAIUKBRAZEENLL,
24N L.

While ensuring precision in molding, this series shortens cycle times, significantly increasing product yield while reducing energy

FAST_ S P E E D MAC H I N E VI CTO R S E RI ES consumption and production costs, thereby greatly enhancing overall cost-effectiveness.

DKM-HERIZERFIFNHRE T UEFTFER, EUSHMREB DB AIERTIIRS .

The DKM-Victor series injection molding machine not only meets diverse manufacturing requirements, but also empowers
. . L . ) . . . enterprises to strengthen their market competitiveness with superior performance.

The DKM-Victor series Fast-speed injection molding machines are specifically designed to enhance product quality and produc-

tion efficiency, integrating a high-performance power system with intelligent control technology to comprehensively improve
production stability and molding efficiency.

ERREFERMIL, MESURBARESERUEHER, SERAEFREESHERE,

—— —rrrrrTEmTrTTTr T 3

STEEE
Injection Speed Range 0-100mm/s 100-200mm/s >300mm/s
EF‘E‘EFJ i3 BRIR =R
Cycle Time Standard Fast Faster
N B B o | 2”5 et
AE i i L e
Energy Consumption Low Low Standard , - ik i -
B A'r o o ‘
Medium-Low N | V- . -
RIS 1% i=
Cost Low N High
v/ Higher Cost Performance
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Core Advantages

YE5E R B EIHA25-40% 2 o o
REDUCED MOLDING CYCLE 5 /o - 4 o /o
TIME BY 25-40%

- S EXBY B EE4E >50%:
ETHhERNBETRASEREH#RER, 5IREELIFHRRRA, KEFREFREFTEN,

Injection Time Reduced by =50%

Leveraging high-speed screw advancement technology in the medium-speed machine, the injection speed is significantly
increased, leading to a substantial reduction in cavity filling time.

REMEYSEIE~20% -Holding Pressure Time Reduced by =20%
SERERTREERSGE, MBBENEREMY, B ERG The thicker melt core layer formed by high-speed filling
EEH 5, enhances the melt's shrinkage compensation flowability,

effectively reducing holding pressure and duration.

R ERT KK -Synchronized Cooling Efficiency Improvement
KB IBRIBEIEN S HMNER, BB E LA, BRES The melt at the end of the process enters the cooling phase
BS RN ETH A 8. earlier, shortening the overall cooling cycle by an amount

equivalent to the saved injection time.

KIERFEMNRARE

SIGNIFICANTLY REDUCED
DEFECT RATE

CHIRRESER -Elimination of Surface Sink Marks

HRBERS B MIRERZ B EURETRE X, Homogeneous melt and efficient holding pressure signifi-
cantly reduce the risk of shrinkage defects.

I EITC B ER S -Suppression of Flash Defects

RIEEFIKRIE TR, MR AP £ 8=, The substantial reduction in holding pressure minimizes the
likelihood of flash formation at the source.

THESHN, REREDS

ENERGY-EFFICIENT, HIGH-QUALITY,
AND COST-EFFECTIVE PRODUCTION

‘T iEE20% M £
R B I HRZE AT, BEFE B & PR 1R

RETRES%
REENSHEBRD, #— D RKEERE.

REEM

B AR AR T, BALAT[E] = B A, SCIL S & (AR

.

m
&

-Energy Savings Over 20%

The shortened molding cycle leads to significant energy
reduction.

-Energy Savings from Holding Pressure
Reduction of 5%

The decreased holding pressure and duration further lower
energy consumption.

-Quality Improvement and Increased Efficiency

Higher finished product rates and increased output per unit
time achieve high-quality, low-cost, and efficient production.

Taking the production line of PC material (2mm wall thickness) air conditioning components as an example.

Ordinary injection molding machines (DKM-SV) vs. Fast-speed injection molding machines(DKM-Victor)

S EHA Cycle Time 22.58S 16.5S
*1% Mold Close 4.0S 3.0S
7EZ8 Injection 3.0S 1.5S
fRIE Pressure 1.0S 0.8S
REN Cooling 5.0S 3.7S
FiEMold Open 3.0S 1.5S
T Eject Fwd 2.0S 1.5S

14
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Structural Performance

01

Power

02

EE
Speed

NRREENEFGRER
EEBINNARR, REEBESEE ZWRETZESMHEMHE, 2EANNERZT
HNEEHRER, BRARSENESHARE S,

m Meeting Diverse Production Scenario Demands
Equipped with a robust power system, the machine adapts to a wider range of

molding processes and material types, comprehensively addressing complex and
variable production needs while enhancing adaptability and application flexibility.

B REIERRE, BRRLCE RN, EEREFRARAE,
B ARECEE B, AR IRXAR, B R E .
FEESERARAN, KIRE HIBL,

= Rapid cavity filling effectively reduces product stress and significantly increases
yield rates.

= Standard proportional valves enable swift and stable mold opening/closing, short-
ening cycle times.

= High-performance plasticizing components ensure fast and homogeneous
melting.

03

Productivity

04

et
Energy Efficiency

BB RER A 25%.
BREMRUSREALR BNETHXREZRA, ARIEFRRENFRT, XML
BB AP B KRIBE K, SRE R A FE25%, At EHE~.

= Overall Output Increased by 25%
Through structural optimization and system upgrades, operational efficiency is
substantially improved. While guaranteeing product quality, output per unit time
surges significantly, achieving up to 25% higher overall productivity to empower
efficient manufacturing.

B OEEEE, IR MMEKHNIIE, BURENREBRANRNENTRERIELER
FHo TTRERZE 20% - 30%, RIBFELERERE, LSRR N ELRBE,

B ORALISMIAE, B BB D REEIRAE, R A BEIRF AR, #— PR MEBAEER, B
DIEERA, R E AL IRR,

= Electric pre-plasticizing enables simultaneous plasticizing functions. Plasticizing
speed and quality are enhanced while overall energy efficiency improves by
20%—-30%, drastically reducing energy consumption and supporting green manu-
facturing.

= Infrared heating bands minimize thermal loss, boost energy utilization, further
reduce overall energy consumption, and decrease workshop heat emissions for
an optimized production environment.

16



MEFIERIIFENSHR
FAST-SPEED MACHINE SPECIFICATION

17

EMER Screw Diameter mm 60 65 70 70 75 80
B KEL Screw L/D Ratio L/D 23 21 20 23.6 22 20.6
B3 54BE | Theoretical Shot Volume| CC 990 1161 1347 1501 1723 1960
SESIER(PS) | Injection Weight (PS) g 901 1057 1226 1366 1568 1784
SESES Iniection Pressure MPa 202 174 150 204 177 156
SS9 EE (max) | Injection Speed (max) [mm/s 200 200
SESPRE(PS) | InjectionRate(PS) | 8/ 513 | 603 | 699 702 805 | 916
EFFEEIR Screw Speed rpm 0-300 0-280
#81k8ESI(GPPS) | Plasticizing Rate(GPpS)| &/s 70 85 105 100 120 136
HitEH Clamping Force kN 3500 4500
BIETE Mold Movement Stroke | mm 640 700
KHFAIE e Dist. Between Tie Bars | mm 680X%X680 760X760
BAIEE Mold Height Max. mm 680 760
BMMEE Mold Height Min. mm 220 250
TRHITHE Ejection Stroke mm 165 195
ity Ejector Force kN 79 138
TR 2K Ejector Number n 13 13

I I
REED System Pressure MPa 21 21
SHEDA Pump Motor Power kw 62 69
BIhE Heater Power kw 22 27.2
SMERIRSE Machine Dimension (LxWxH) | m 6.9X1.7X2.35 7.8X1.9X2.5
NEEE Machine Weight t 13.5 17
HERR Oil Tank L 400 50

75 80 85 85 90 95 95 100 110
235 22 207 227 215 19.3 236 224 20.4
1922 2187 2468 2440 2736 3048 3331 3601 4467
1749 1990 2046 2220 2489 2774 3032 3359 4065
204 180 159 210 188 168 185 167 137

200 185 182
803 913 1031 951 | 1069 | 1191 173 | 1300 | 1573
0-250 150 0-200 0-200
110 130 120 150 170 170 200 250
5500 6500 8500
850 900 1040
830x830 900X 900 10401040
850 1000 1040
290 300 420
240 240 300
150 210 210
17 21 21
O
21 21 21
100 100 112
33.9 44.9 55.4
8.6X2X2.5 10.2X2.3%3.15 10.8X2.4X3.25
20 30 35.5
750 1000 1000

18
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FULL ELECTRIC INJECTION MOLDING MACHINE

JrisagfE e Raisse ity [
H 4 sgaiage
I T .!.,.Fll

M M

M Mode-locking
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Application Areas

DKM REIFBIZHATSE. B8F. Ef. 8XFS1M0E, SATRESHNE
=, INRME. R ENBEFETTRURAFRFEFSETM, HEFEITILN
FRo

DKM Full Electric injection molding machine is widely used in automotive, electronics, medical, packaging, and other fields,
suitable for the production of precision parts, such as medical products like blood collection tubes, luer syringes,etc and
high-transparency products like optical lenses, to meet the needs of different industries.

01

Entire structure

02

5a

Injection unit

03

Mold clamping

04

B SEH

Electrical control

m RN RARRALIZIT, BREERR R, XTREFREARFSENART R, ENE
ENEFTR.

m The entire structure features a modular design that ensures high performance
and can be organized flexibly based on demands, allowing it to adapt to a wider
range of production scenarios.

nSARAENRBLILRT, TESHERABEERNL, BRELMIEE, &K
BERE, BRESHTERIRE, BREAMEEHRNRSTIE TR AAKEN
TRBRLNNERF,.

B ReEBRNRHARBLESNZE, Mo, REES.

= Injection unit adopts inline single-screw design, with key components processed
by precision machining centers to ensure that the screw under the right working
state without any eccentric load,thus greatly extending the service life of the ball
screw.

© The injection unit's movement and injecion processes are both supported by
linear guides, offering excellent responsiveness and high stability.

B ERERBEA, KA R ERNARPHER, BRIET SRR, TRE T FF
R=8l,

B AR REETENBERIR T, BERERPOERE, SRS ERES FRP
RA, EKEAN R,

R ORE, AE/), AEUEEE ST

N TR EER, ETIMFRES G, B FRRNE ;K.

= The high-rigidity clamping mechanism adopts a computer-optimized five-point
diagonal toggle design, ensuring clamping rigidity while accommodating sufficient
mold-opening space.

¥ The moving platen design rivals that of direct-clamp injection molding machines,
ensuring central pressure on the platen. This maintains balanced force on the
molds and extends their lifespan.

= The clamping force is stable and the mold-opening position has good repeatabli-
ty.

I The ejection position is precise, which is convenient for the robot to take out the
products and easy to realize automation.

= ERE AT SANDAL 12 B EE BITH B, RANETRCANER. 158 55 B ER
B, ERERIFHANTRE,
B R BHRESARER, BFFRHMERE, BREAZNREM.

= Equipped with Techmation SANDAL Il all-electric specialized control computer,
using NET and CAN communication. It provides a good man-machine interface
with its 15-inch high-definition computer display.

= The electric system, motor and drive are integrated by Techmation, facilitating
communication between axes and ensuring whole system stability.

22
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Application Areas

T HEE X Energy efficient

B EEH Precise control

=EM R Fast response

REMNAXS . 2RI ENREREN
BEERRGh, R BRI EAIAIS% L L, T
BT EHRERSBIZ0-50%,
EHEREM: BT ENAERREMR,
AT REHWE . EP A ERE, [
Bt 38E S T IR I SR R T R BV IF RS Lo

High energy efficiency: The all-electric
injection molding machine is directly
driven by the servo motor, and the
energy conversion efficiency can reach
more than 95%, which is much higher
than the 30-50% of the traditional
hydraulic system.

No hydraulic oil: The all-electric injection
molding machine does not use hydraulic
oil, which reduces the cost of hydraulic
oil and is cleaner in the production,
avoiding the environmental pollution
caused by hydraulic oil leakage.

BEMFE BT ENHNERENM
ERITHIRA T UEIMEX0.01mmKF!
HEMEE, BRETES~miEHEN—
it

REM  FRAET RN, TR
E, RIEF MR E.

High positioning accuracy: The servo
motor and precision control system of
the all-electric injection  molding
machine can achieve positioning
accuracy of 0.01mm to ensure the
accuracy and consistency of the
injection molding products.

Stability: The whole production process
via the all-electric machine will not be
affected by oil temperature changes. Its
stable injection performance can ensure
high quality of the products.

BR3P L : AR R AL BRI B ) (103
BAR) o RE R SRR 1) (100 4)
R85, FET REAM, RE T EFH
%

Fast response: The servo motor has a
fast response time of 10 ms, which is
significantly quicker than the hydraulic
system's response time of 100 ms. This
faster response greatly shortens the
molding cycle and enhances production
efficiency.

Eﬁa‘jtb Comparison between DKM and other competitors

A5IETT Injection Pressure Mpa 231 197
BILFFAR Max. Shot Volume cm?® 350 333
FEIRE Injection Speed mm/s 300 250
EBAINZE Heater Power kw 13.5 20.2
H88EE Machine Weight t 8.3 9.2

1LEERENRESENER, TEREF/NMR/EENEN, ERAGKR/EEN~m, MEHEER, FHAEE
LRSI RERBEEMEAN, KBERSFERNESHE
3EREFSREE. SNINERNEY, A S8 E R

1.High injection pressure combined with a large injection volume allows for the production of both small-volume/weight plastic
parts and large-volume/weight products, making it widely applicable across various production scopes.

2. Higher injection speed can shorten the molding cycle, significantly improving the production efficiency of the workshop.

3. It is suitable for the production of high-precision, high-value-added plastic parts, thereby enhancing the output efficiency per
unit of time.

1§2ﬁimyqtb Comparison between DKM FE series and SV traditional hydraulic series

A SIEJ] Injection Pressure MPa 231 214
EISFHAFT Max. Shot Volume cm?® 350 312
EFEIR Max. Screw Speed rpm 300 200

1LEANEN EEEHE SNERTESHEET mBFIE,
2. S IEATRE, SRR AT IE, By TR,

1. High injection pressure is more suitable for projects of thin wall, complex structure or high precision products.
2. High screw rotation speed shortens the plasticization time, enhancing plasticization efficiency.

24



EHEITBEVSHR
FULL ELECTRIC INJECTION MOLDING MACHINE SPECIFICATION

| | Et6530 | E18530 | E16530 | E18530 | E32030 | | Es0d0 | E4230 | E63530 | EB0030

BER Screw Diameter mm| 22 | 26 | 30 | 26 | 30 | 35 | 22|26 | 30|26 |30 (3530|3540
BAITIE Screw Stroke mm | 100 | 120 | 120 | 135 | 140 | 140 | 100|120 | 120|135 | 140 | 140 | 160|160 | 160
BBFFKARELL/D | Screw L/D Ratio 22 | 22 | 22 | 22 | 22 | 20 |22 |22 |2|2|22|22 [233] 20|20
FEHES Injection Pressure Mpa | 320 | 250 | 195 | 270 | 205 | 150 |320 | 250 | 195 | 270 | 205 | 205 | 270|200 153
RIS F 5T A TR | Max.Shot Volume cm3| 38 | 64 | 85 | 72 | 99 | 135 [3801|6371/84.82(7168(98.9698.96| 113 | 154 |201
IBCETRRE(PS)| Max. Shot Weight(Ps) | g | 34 | 57 | 76 | 65 | 89 | 121 [34.215734|76.34/64.51(89.06/89.06| 102 | 139 | 181
S Injection Rate oM’ 1133 | 159 | 212 | 159 | 212 | 289 | 133 |1503(2121[159.3|2121|2121| 212 | 289 | 377
SRR E Injection Speed mm/s| 350 | 300 | 300 | 300 | 300 | 300 | 350|300 | 300|300 | 300300 |300 300|300
BT LR Max.Screw Speed rom | 400 | 400 | 400 | 400 | 400 | 400 | 400 | 400 | 400 | 400 | 400 | 400 | 350 | 350350
ameE  |oaweweonr | [ [ [ [
BIE S Clamping Force kN 900 1300

FEITIE Opening Stroke mm 360 400

iR Space Between Bars | mm 420*420 510510

BRAKEE Max.mold Height mm 510 550

BNEE Min.mold Height mm 150 150

TEHTE Ejector Stroke mm 100 100

T$t Ejector Force kN 24.5 35

BAINZE Motor Power kw 375 48 375 48 40
EBRIHER Heater Power kw| 5 | 6 |76 | 6 |76 | 8 |5 |6 |76/ 6 |76|8 |7.3/73|75
WRIEEHNIHE | Hydraulic Motor Power | kW 10 10

RFEEH Hydraulic System Pressure | Mpa 16 16

HERE Oil Tank Capacity L 50 50

VREE Machine Weight Ton 4.2 5 5.1 53
INERST Machine Dimension m 4.3*1.4*1.85 4.6*1.55*1.95|4.6*1.55*1.95|4.7*1.55*1.95

25

BEHER Screw Diameter mm| 30 | 35 | 40 | 35 | 40 | 45 | 40 | 45 | 50 | 45 | 50 | 55
BAFITHE Screw Stroke mm | 160 | 160 | 160 | 180 | 180 | 180 | 200 | 200 | 200 | 220 | 220 | 220
B2FFFRLELL/D | Screw L/D Ratio 233| 20 | 20 [228| 20 | 20 [225| 20 | 20 |222| 20 | 20
FEESH Injection Pressure | Mpa | 270 | 200 | 153 | 261 | 200 | 158 | 253 | 200 | 162 | 231 | 187 | 155
IBiEF S4B FH | Max.Shot Volume cm3 | 113 | 154 | 201 | 173 | 226 | 286 | 251 | 318 | 393 | 350 | 432 | 523
IBICEIARE(PS)| Max. Shot Weight(Ps)| g | 102 | 139 | 181 | 156 | 204 | 258 | 226 | 286 | 353 | 315 | 389 | 470
SRR E Injection Rate ,CS”ef‘é 212 | 289 | 377 | 289 | 377 | 477 | 377 | 477 | 589 | 477 | 589 | 713
BRSIERE Injection Speed mm/s| 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300
BT R Max.Screw Speed | rpm | 350 | 350 | 350 | 350 | 350 | 350 | 300 | 300 | 300 | 300 | 300 | 300

BitE S Clamping Force kN 1800

FFRITIZ Opening Stroke mm 470

iR EE Space Between Bars | mm 570*520

BARE Max.mold Height mm 600

B/NRE Min.mold Height mm 220

TEHT1E Ejector Stroke mm 120

st~ Ejector Force kN 39
E S e —
B Ih= Motor Power kw 50 55 68 75
AR Heater Power kw |73 | 73|75 (89 | 89|93 [102| 11 | 12 [135| 15 |166
FREB N INZ | Hydraulic Motor Power | kW 10

REES Hydraulic System Pressure | Mpa 16

HERE Oil Tank Capacity L 80

NBEE Machine Weight Ton 8 8.1 8.2 8.3
MR~ Machine Dimension | m | 57*1.52*195 5.7*1.52*1.95 5.8%1.53*1.95 5.9%1.53*1.95
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EHEINFTBEVSHR
FULL ELECTRIC INJECTION MOLDING MACHINE SPECIFICATION

BEMER Screw Diameter mm| 40 | 45 | 50 | 45 | 50 | 55 | 50 | 55 | 60 | 55 | 60 | 65
TS Screw Stroke mm | 200 | 200 | 200 | 220 | 220 | 220 | 235 | 235 | 235 | 265 | 265 | 265
$2FFIREbL/D | Screw L/D Ratio 225| 20 | 20 [222] 20 | 20 | 22 | 20 | 20 | 22 | 20 | 20
F5ES Injection Pressure Mpa | 253 | 200 | 162 | 231 | 187 | 155 | 216 | 180 | 151 | 214 | 180 | 153
IBiEF 5B R | Max.Shot Volume cm3| 251 | 318 | 393 | 350 | 432 | 523 | 461 | 558 | 664 | 630 | 749 | 879
IBICHTARE(PS)| Max. Shot Weight(Ps) | g | 226 | 286 | 353 | 315 | 389 | 470 | 415 | 502 | 598 | 567 | 674 | 791
SRS IR Injection Rate gg; 377 | 477 | 589 | 477 | 589 | 713 | 589 | 713 | 848 | 713 | 848 | 995
SRS IR EE Injection Speed mm/s| 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300
EAFEER Max.Screw Speed | rpm | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300

BitEH Clamping Force kN 2300
FFR1TIZ Opening Stroke mm 560
PaF N ER Space Between Bars | mm 620*620
RARE Max.mold Height mm 680
B/NRE Min.mold Height mm 230
TEH{ T2 Ejector Stroke mm 150
Ilikawal Ejector Force kN 50
E T T A e —
EEHIh= Motor Power kw 68 85 115 123
AR Heater Power kw102 | 11 | 12 [135| 15 | 16.6 15 16.5 | 16.7 18
W& EBEHIHZ= | Hydraulic Motor Power | kW 15
REED Hydraulic System Pressure | Mpa 17.5
HERE Oil Tank Capacity L 80
NEEE Machine Weight Ton 11.8 12 12.2 12.5
SMER~T Machine Dimension m 6.5%1.85*2.4 6.75"1.85"2.4 6.91.85*2.4 7.1%1.9*2.4
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EMER Screw Diameter mm| 45 | 50 | 55 | 50 | 55 | 60 | 55 | 60 | 65 | 60 | 65 | 70
AT Screw Stroke mm | 220 | 220 | 220 | 235 | 235 | 235 | 265 | 265 | 265 | 290 | 290 | 290
$2HFFREEL/D| Screw L/D Ratio 223 20 | 20 | 22 | 20 | 20 | 22 | 20 | 20 |21.7| 20 | 20
EEED Injection Pressure | Mpa | 231 | 187 | 155 | 216 | 180 | 151 | 214 | 180 | 153 |211.2| 180 | 155
BigF 5T AR | Max.Shot Volume cm3 | 350 | 432 | 523 | 461 | 558 | 664 | 630 | 749 | 879 | 820 | 962 | 1116
IBICEIARE(PS)| Max. Shot Weight(Ps) | g | 315 | 389 | 470 | 415 | 502 | 598 | 567 | 674 | 791 | 738 | 866 |1004
SRR Injection Rate gg; 477 | 589 | 713 | 589 | 713 | 848 | 713 | 848 | 995 | 707 | 830 | 962
SRR E Injection Speed mm/s| 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 250 | 250 | 250
AT IR Max.Screw Speed | rpm | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 250 | 250 | 250
awgE  [oaweweonr | [ [ [ [
BitE S Clamping Force kN 3000

FiEITIE Opening Stroke mm 610

P ARE Space Between Bars | mm 730*730

BAEE Max.mold Height mm 730

BIRE Min.mold Height mm 280

TEHTHE Ejector Stroke mm 150

Ilitawal Ejector Force kN 30
e fomers | [ [ [ [
Bl Ih= Motor Power kw 85 115 123 126
TR Heater Power kW [ 135 | 15 | 16.6 15 16.5 | 16.7 18 235
WRIEE NI | Hydraulic Motor Power | kW 15

RAES Hydraulic System Pressure | Mpa 17.5

SHFERE= Oil Tank Capacity L 100

VBRES Machine Weight Ton 14 14.2 15 15.5
SMNER~T Machine Dimension m 7.3*2.2*2.5 7.4*2.2%25 7.5*2.2*2.5 7.6*2.2*2.5
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BEMER Screw Diameter mm| 50 | 55 | 60 | 55 | 60 | 65 | 60 | 65 | 70 | 65 | 70 | 75
BA1TIE Screw Stroke mm | 235 | 235 | 235 | 265 | 265 | 265 | 290 | 290 | 290 | 315 | 315 | 315
$EHFKIRELL/D | Screw L/D Ratio 22 | 20 | 20 | 22 | 20 | 20 |21.7| 20 | 20 |[21.6| 20 | 20
ARES Injection Pressure | Mpa | 216 | 180 | 151 | 214 | 180 | 153 |211.2| 180 | 155 | 209 | 180 | 157
B85S T | Max.Shot Volume cm3 | 461 | 558 | 664 | 630 | 749 | 879 | 820 | 962 |1116 | 1045|1212 | 1392
IBICHTARE(PS)| Max. Shot Weight(Ps) | g | 415 | 502 | 598 | 567 | 674 | 791 | 738 | 866 |1004 | 941 | 1091|1252
SRR Injection Rate ,gfg; 589 | 713 | 848 | 713 | 848 | 995 | 707 | 830 | 962 | 830 | 962 |1104
SRR B Injection Speed mm/s| 300 | 300 | 300 | 300 | 300 | 300 | 250 | 250 | 250 | 250 | 250 | 250
IR IR Max.Screw Speed | rpm | 300 | 300 | 300 | 300 | 300 | 300 | 250 | 250 | 250 | 200 | 200 | 200
amgE  [oawewenr | | [ [ [
BitEH Clamping Force kN 3800

FR1TIE Opening Stroke mm 720

PaiF R Space Between Bars | mm 830*830

EARE Max.mold Height mm 750

B/NRE Min.mold Height mm 300

T0t17i2 Ejector Stroke mm 160

st H Ejector Force kN 60

BYIIhE Motor Power kw 115 123 126 135
AR Heater Power kW | 15 165  |16.7 18 23.5 30

W& EEEHINZR | Hydraulic Motor Power | kW 15

REED Hydraulic System Pressure | Mpa 17.5

HERE Oil Tank Capacity L 80

HBREE Machine Weight Ton 17 17.2 17.4 18.6
INER~T Machine Dimension m 7.872.2*2.5 7.9*2.2*2.5 8*2.2*2.5 7.9*2.2*2.5
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EMER Screw Diameter mm| 55 | 60 | 65 | 60 | 65 | 70 | 65 | 70 | 75 | 70 | 75 | 80

AT Screw Stroke mm | 265 | 2365 | 265 | 290 | 290 | 290 | 315 | 315 | 315 | 340 | 340 | 340

$2HF4REEL/D| Screw L/D Ratio 22 | 20 | 20 [21.7] 20 | 20 |216| 20 | 20 [22.14| 20 | 20

EEED Injection Pressure | Mpa | 214 | 180 | 153 {211.2| 180 | 155 | 209 | 180 | 157 | 207 | 180 | 158

B3 5E 51 A1 | Max.Shot Volume cm3 | 630 | 749 | 879 | 820 | 962 |1116 | 1045 | 1212|1392 | 1308 | 1502 | 1709
IBICEIRE(PS)| Max. Shot Weight(Ps)| g | 567 | 674 | 791 | 738 | 866 | 1004 | 941 | 1091|1252 | 1178 | 1352|1538
SRR Injection Rate ,gfg; 713 | 848 | 995 | 707 | 830 | 962 | 830 | 962 (1104 | 770 | 884 |1005
SRR E Injection Speed mm/s| 300 | 300 | 300 | 250 | 250 | 250 | 250 | 250 | 250 | 200 | 200 | 200

AT LR Max.Screw Speed | rpm | 300 | 300 | 300 | 250 | 250 | 250 | 200 | 200 | 200 | 160 | 160 | 160

awgE  [oawewenr | [ [ [ [
iR Clamping Force kN 4600

FiRITIZ Opening Stroke mm 820

PR E Space Between Bars | mm 930*930

BAEE Max.mold Height mm 800

BIRE Min.mold Height mm 320

TEHTHE Ejector Stroke mm 180

Ilitawal Ejector Force kN 100

BAHINZE Motor Power kw 123 126 135 150
BAIhE Heater Power kW | 16.7 18 235 30 36

TR EEEAIINZ | Hydraulic Motor Power | kW 15

REED Hydraulic System Pressure | Mpa 17.5

SHFERE= Oil Tank Capacity L 100

VBRES Machine Weight Ton 22 22.5 22.8 23.5
INER~T Machine Dimension m 8.1*2.4*2.6 8.3"2.4*2.6 8.4%2.4*2.6 8.5°2.4*2.6

EHIFETSHR
FULL ELECTRIC INJECTION MOLDING MACHINE SPECIFICATION
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Production Test Report: Clean Medical Production Line (Petri Dish)

DRM=180[FE

EAZEE Mold Type M EEH Cycle Time

{&FFMA4+415 A 4+4 Cavity Petri Dish Mold 4.9s

KRG mRESEALTMR, REZFEL0.1mmUR, FEERTE, BREFTUNESFEMBERENTBER, #—PHERK. 8
e A RRA SR~ R RE,

The final product features a high-transparency, dent-free surface, with dimensional errors controlled within +0.1 mm, fully compli-
ant with international standards. This meets the medical industry’s stringent requirements for cleanliness and precision, signifi-
cantly enhancing the quality of petri dishes in intelligent, automated production lines.

giﬂ“ g&ﬁg‘jtb Test Data Comparison

oAU

P 6.2 49s 21%

Cycle Time

RIRE +0.28mm +0.09mm SRR

Dimensional Error 3x Precision Gain

Emm SEBU T/

Bt | 46,79 59,30 JEASTM DLO03FT A

Light Transmittance Consistency 3 Certified
R B A W2 71810

FHRAAAEN 2. 1 0.4/\8 AEETEL,

Daily Mold Cleaning Time 81% Efficiency Boost

it
Conclusion

RMIENETE X BE. BEEF 4PHANRRESEEGHELS, AIXFRERE . RE.EENEREFBRER,
ERAFSE L E A RENRENBEREE 2R TEYNZ TEAEHUNEEN, SUATIL4.0MEREERZS, HF FER
TAREBITLI , REEFHEMRIE L MERANH#D MR AERNFEE, 2B NHHNBRIRT E.

Full Electric injection molding machines have significant advantages in energy efficiency, performance, precision, clean
production, maintenance cost and environmental sustainability. They provide customers with precise, stable and intelligent
solutions for efficient production, making them an ideal choice for the transition of modern manufacturing towards smart and
eco-friendly practices. The all-electric injection molding machines are easy to realize automation and intelligence, which is in
line with the development trend of modern industry 4.0. This facilitates the implementation of unmanned operations, enhancing
production efficiency and flexibility. With technological advancements and decreasing costs, the market potential for all-electric
injection molding machines is extensive.
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i #EHIEZEHN130T-450T

FEEDKMEBEID B AR EEH AR IIRENRN, AT RETEAE T RELSHERESHAEXK, RN XEEBRERFN
BN, EHRIIBRESTENETKIA2FNREENR, NEFHFNE™ . DKMEABNSRAERMNNRFGS SR
FRALES, TIIHRFDNEH, FESEMBEERTNT0.01mm,X—HERFR, FEHRIFENA ZNA
TFTETHYE, BRITEHEREASREZRIBERMMRE L.

BE +

AREBEE, SHEELTEmEt, EHEVBRETLH, SEGFHEREFRNIERER, 26
BETRRMH R 2k,

=3 o+

EHRIISIHETT, RERERAIFEREEHNSR, WRBTRIEDEBRBISHEEEME, B
EREIBHE, THEE, FNsieEE.,

|'

(=% B
PHXNNIR, ALMENNERI TIE, KKXEREF-mE B, MMmRHAE=RE,
THE +

EEARRZNAFMEERARETENE —FBENTEE, BRREFARTEETEN R RBER
AR RBEHLETI8E20-30%

Distributed power source,each power source (including hydraulic servo)is precisely
matched power;

Driven directly by the servo system for injection and melting, it avoids the energy loss
caused by the oil pump and hydraulic system.

Distributed dynamic structure can reduce the length of the hydraulic pipeline and the
leakage of the oil pipeline.

Clean EH Injection Molding Machine 130T-450T

In order to meet the requirements of high-precision injection molding and reduce the user's investment,DKMEH series
electro-hydraulic hybrid injection molding machine has the most economical solution for precisionand high speed injection
molding.The high servo drive power system invented by DKM is combined with theintelligent control system to realize the
closed-loop control of the injection system and make the repeatedpositioning accuracy<0.01mm.This excellent feature
enables EH series being widely used in the compo-nents molding with high precision requirements such as medical devic-
es and precision IT parts.

Precise +

Full electric injection unit with servo motor system,precise screw motion control leads to the precise injec-tion displace-
ment.High injection speed makes the balanced products stress without deformation.It's theperfect choice of medical
device injection molding.

Clean +

There is no hydraulic system in EH series injection unit,clamping unit hinge lubrication with special self-lu-bricating
design,guaranteed there will be no pollution in purification workshop.

Efficient +

Distributed power source,EH can realize parallel actions at the same time,greatly shorten the productioncycle time,thus
improving production efficiency.

The excellent performance and efficiency of the supporting servo system make every action being ener-gy-saving.-
Compared with the hydraulic servo machine,the electro-hydraulic mixer using enable 20-30%energy saving by
equipped with servo valve;

Energy saving +
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mREHEEN SR
EH INJECTION MOLDING MACHINE SPECIFICATION

IEHFER Screw Diameter mm 25 28 32 28 32 36
IZFFKRLL | Screwl/DRatio LD 26.8 24 21 27.4 24 21.3
BICETHHZSE | Theoretical Shot Volume | cm? 69 86 113 111 145 183
IFEFEE(PS) | Injection Weight(PS) | gram 62 78 101 100 130 165
ESTES Injection Pressure Mpa 350 280 214 327 250 198
SHIRE Injection Speed mm/s 500 500
R Screw Speed rpm 0-200 0-200

amzE  [owweweonr [ | [
aEn Clamp Force kN 1300 1800
BIEITIE Togde Stroke mm 390 440
KM AR Distance Between Tiebars | mm 417*417 470*470
BAEE Max.Mold Height mm 460 550
B/MEE Min.Mold Height mm 160 180
B/MEBRST | Min.Mould Size mm 295*295 330*330
ThHfTE Ejector Stroke mm 120 135
TR Ejector Force kN 53 53
TRETEE Ejector Numbers unit 5 5

me  Jowes | |
BAHZREES | Max.Pump Pressure Mpa 16 16
B Ih=R Pump Motor Power KW 13.4 16.4
FEAAINE Heater Power kW 8.9 11.4
JMFZ R~ (LUW/H)| Machine Dimension(L/W/H) mm 5.7*1.45*2.2 6.1%1.5*2.2
NMmES Machine Weight tons 45 5.36
HEEIR Oil Tank Capacity liter 140 230

192 237 300 197 243 308 243 308 380
283 230 182 309 250 198 291 230 186
500 500 300
0-200 0-200 0-200
[ Y A
2500 3500 4500
535 640 700
570*570 680*680 760*760
600 680 760
200 220 250
400*400 460*460 530*530
155 165 195
70 79 138
5 13 13
-
16 16 16

20.5 30.2 2x20.5
13.7 22 27.2
6.3*1.6"2.3 6.91.7%2.35 7.8*1.972.5
8.3 13.3 17
260 400 500
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Servo Energy Saving Injection Molding Machine

DKM-90SV—DKM-4000SV

BARAREENERTHLEN ™ m, NEHHBm. %A K338 TUHHRE U S ESHRE H B LR
EEPHFRER, 52IER T BYES, hEFIEEARNNE,

DKM-90SV-DKM-4000SV SERVO ENERGY SAVING MACHINE

Suitable for industrial containers and pallets, chairs and tables, home appliances, automotive parts etc. DKiM can offer
customized machine according to customer's special requirements.
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= ok

= TIRE, E%‘%! E.‘“Zﬁ]?i@*;ﬁ
Environmental Protection - High Energy Saving

0 R SEREMESE Reliable holding pressure

BRERRETEN, RENEIRAEEEERZ, REEEERE

compared with traditional hvdraulic machine the holding pressure is more stable and the dwel ime

RIS AR ERS, KERENENNHNE, BASHN, B, HES, SRIBESES, has been much extended.

SR MESEI T BB AN E IR SR E IR A AR TEEE S

DKM use high-performance servo dynamic control system, as the power source the oil pump, have the characteristics high speed
response, energy saving, low noise, high-control precision, and a breakthrough in the perfect connection of the electrical

» #BIEEHR Better oil temperature stability

39

servo and hydraulic drive system.

» B THEE High energy saving

0 BERERIREN Molding stability

EIAREEALEL Bl iR, R ZRAEFE, FHRIE, REHEZEARF LA, KU AETIK

The servo svstem onlv delivers hvdraulic oil as it is needed for various functions.which orevents

unnecessary generation of heat and substantially reduces oil cooling requirements.

EIRE S LIERIE

Servo Syestem Principle Motion Cylinder

% EhEMEL
ERZTERS T, BRESHRETENLE FRREF RS, RS, ABRESRETEM, 1 i |
SEIN20%-40% 35 8 5= RA S SREAIEES @‘ |

Under normal operating condiions,compared
with conventional hydraulic iniection molding
machines,20-40% energy can be reduced.

» BRI Quick response

R B EARIE BN R P R R, R B shBY (BN R
0.05S

Compared with conventional iniection molding
machines,repeat-ability is greatly improved due
to servo motor closed-loop control.

o B4 EEIF (R Quiet operation

BNETREE, RRETETEH
The machine runs at a much lower noise level,

EDfERER

Pressure Sensor @

EDAF

Pressure Close-loop

. . o PLCIE#IES QLS fEBREEH irtEs
Featuring a dynamic servo motor with a particularly in low speed applications. Instrction form Servo Driver Servo Motor oi Pump
response time of only 0.05sec. i
p Yy Machine Controller T | @ pr—
Speed Close-loop =
Encoder
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[EIRZE S
Servo System

" BT RE R R E BB e A Ao

" MYEETIREY, BRI SR EREEMENE;

o SR, IFNHE LA, SRIHFERY B, AR
MBRETHIERSF®,

» High performance energy saving to reduce cost.

= Not only save energy, but also realize the precise speed and pressure control.

= High efficiency, lower oil temperature,making oil tank much smaller and the service life of hydraulic oil and elements much

longer.

FAIRBERRASERRE. ENRFRIGEFELLR

Energy Consumption Compare between Electro Hydraulic Servo System and Traditional

Flow and Pressure System

TENERREERREITIFET, DKMER I EY X AARAS/EHEEES T EABENN L RRE:

There are comparison diagrams of power consumption and energy saving between fixed pump, variable pump and servo

system, based on the same power.

—FRIERE

One-yaer electricity cost

EER 120702
Fixed Pump

TER
Variable Pump

RIRRR

Servo System

TE—FHIABE

One-yaer cost saved form less power consumption

ERWHTER
Fixed Pump Changed
into Variable Pump

EERWNERES
Fixed Pump Changed
into Servo System

BERNHERES
Variable Pump Changed
into Servo System

30%

Less

30%

Less

60%

Less

@ 5% High efficiency

REEARBERASXBEMGERNVARE BRI, BEa URTENSEDSPERESE M LI E M KERTH
HRER, RAGAEFRRNALRE, B RRBIESHEAXT2500% 7, FEMNEH RIS IR ENI6ERF
BN SR, 5 a5, Nt SR FF[ LBBEMR, 4858 7 = BB AR, if8 T £~ E,

DKM servo electro-hydraulic system adopts the desian of motor with less space and small rotation inertia,
combined with the most advanced high-speed DSP operation device, to realize the vector control strategy of
magnetic field orientation.

[ *ﬁgf Precision

RABER4096hH/ BN ERRRERFABIERCAE) RBANSEENEREBFAENREE M, HXYE
ACREFHITNAFES, TRABEDSPRI BT E X, FIENIRERAF0.5bar iR EHBIREN0.1%, HIF
AERIL, HmEEEERES, B TEFSREST M

We take the high-precision rotary transformer which reaches 4096 pulse/rev the feedback element of motor
rotate speed (flowf) and take the inaccuracy of rotate speed control within 0.1%, and the hysteresis hoop is
zero. Hence, the repeat accuracy of product weight is very high that meets customer's need to pursue high
precision in production
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PIRREATT RIESRTT

Clamp|ng Un|t » ERESREDIRR » High-precision & high-strength platens Cyd raU|IC Unlt
— @ T-slot on platen
L] Ui uR
TEUBIRE = Accurate clamping force setting . o
o OEEBIESE = Qil lubrication steel sleeve = ERRAR 0 ORERUIRE
= SEIEBNE “ Muilti-stage mould opening control " AR EBHINE = KR ()
. N = Reinforced hinge structure design . s - s
" ZERFEERFER = Excellent platen parallelism prolongs = ZA|RFESTHEE(E) = TIRENIM— AR E
" PNSRRINIREEMD I T tie bar life " RIRE SRS " SEHEMERF
I - N = Low-pressure mould protection
¢ BTTERRRELFUTES | o osure holding and relief function ® Servo motor system = Hydraulic oil level alarm
" REESF ® Mechanical and hydraulic double @ Enlarged servo motor power @ Cold water valve (optional)
N a © Multi sequential injection function ¥ Rigid hydraulic piping system without weldin
" (REMEIEE safety system ; q ] ) gia ny piping sy g

Low-noise and high-efficiency hydraulic system

@ Parallel movement of mould opening High-pressure pipe chain protection

" HHRE5REREWREEE  and ejection (machine above 650T)
" 650TU & FETREES = Robot installation hole
" WU FREBFLINIE

0 RIEARF2H L (Z A ATEED) = 2 sets core pulling as standard (optional: more sets)
o RS (S AT ) =2 .sets air .bllowmg as standar.d (pptlonalz more sets)
= High precision glass water distributor (optional)
O OREERSRIT(E) ® Standard water distributor with fast water nozzle connection
" HSEIEL S 7k a Eyromap socket .fo.r Robgt .
N N ® High hardness sliding guide for moving platen
¢ BRHURFREERE ® High rigidity 5 hinge clamping mechanism
o EhiEIR IS Ehis e e
a

Automatic mold thickness adjustment
. e Precision mould opening/closing and ejection thanks to
= BRI peningiciosing )
© BiEETEE

electronic ruler
0 OFRRAR. RS R
" KA EMERIEERS
" BEXBHRETNER

Automatic centralized lubrication system
Top cover for clamping unit

U EFRHESE , R ABREBEAERBIF, A BT8R

The above information is for reference, the company reserves the rights to modify the information without further notice.
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R TT

Controller Unit

I

N:-
Y gl PP WV o A

#n

ERLSETRTYLIR AL IR L LI L T L

b
¥
a I
£
t
.
=

T

» KEBA B AR ¥ & B (AR AT %)

= RERE T ZE#ERE 3005 E

» 10EEH TR

= /O METR

" BRI R AT ER D

0 IR ERTIRERC

o RAKNINRE (FIERE )

" SREEMmREEREH

o B LR SRET A0 ThAe

o EFEEEHENITNEE

© KEBA colorful screen ( touch screen optional)
@ Mold setting database 300 sets record

® 10 language available

® |/O data detecting

© Molding record data and visual report

@ Equipment maintenance reminder

@ In-mold monitor (optional)

® International famous brand electrical components

© Real-time monitoring for molding process
“ Production data detection

. REIETRRE
‘E:;....' me =
d ki b A '-|_ Iy

f Eﬁf_'ﬁ"...._ |

" HIEIRE BRINER

o AN ENEREDRE

n =ZEIRET

= B HFRF

ER-IN =Rl

» THRTIEE

= BR8N 2O

» RUEI6TANE F %O (%)

o fNFRE LR R 2T
IHETMEERIEFI RS

Fault alarm

Injection pressure/ holding pressure convert

Three color alarming

Motor overload protection

Front and back door emergency stop buttons
Frequency conversion for energy saving (servo motor)
Euromap 12 robot interface

Euromap 67 robot interface (optional)

Heating SSR control

Computer network centralized control system

EEBETT

Injection Unit

o BB (%)

Bl Laved=rl=LS
o BEEROEZIET
" EARBFRES
»HEETE

© Self shut-off nozzle (optional)

= Cold start screw alarm and self protection

@ Easy adjustment of the nozzle center

@ Injection unit position controlled by electronic ruler
@ Oil motor for plasticizing

HAth Others

o nAKRE

o MR

o B UERERE
" ENREETR

"R E BT RHE ()
o LIHMINFRE (i)

o FHERRANR

0 ORISR 2R

Elongated nozzle

Wear-resistant screw unit

Screw position accurate setting
Screw speed display

Bimetallic screw barrel (optional)
Infrared heater (optional)

Heat insulation protection for barrel
Injection nozzle safety cover

=

" EaBEmETEEEE

o FHELREHF TS

" BEREMIIITE

O AR A E IR (i)

© Equipped with material feeding platform

= Automatic centralized lubrication system for injection unit
@ Closed-loop temperature control for barrel

@ Separate control for each heating section

@ Standard hopper/stainless steel hopper (optional)

o EEmgresfsim = CE standard safety cover design = ®#@BT A%

® BiFCERSipgsyy  © CC standard machine (optional) g ey spenimps
© Adjustable machine shake proof

o CEATAEN ()
O EE R

foot pad

= Tool box

» USB and Aviation plug

= Sloping panel for product dropping
area (machine below 550T)

» Heightened machine base (optional)

0 550U R M N EHRIR
o INEAIZR ()
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DKM130 4700 343 4430 162-460 1313 ®3.5 1900 125 SR10 270 30
DKM180 5380 435 4055 180-550 1563 ®3.5 1950 125 SR10 285 30
DKM250 5760 535 4700 200-600 1563 ®3.5 2300 160 SR10 340 40
DKM350 6900 640 5820 220-680 1746 ®4.5 2200 160 SR15 390 40
DKM450 7800 700 1350 250-760 1900 ®4.5 2480 200 SR15 445 50
DKM550 8585 850 7315 290-850 2011 ®4.5 2475 200 SR15 490 50
DKM650 10205 900 8505 | 300-1000 | 2230 D6 3147 200 SR15 495 50
DKM850 10766 1040 9430 |420-1040 | 2350 D6 3220 250 SR15 535 50
DKM1150 12800 1280 11360 |500-1250 | 2628 D6 3103 250 SR20 680 50
DKM1350 13518 1410 11966 |500-1400 | 2708 D6 3200 250 SR20 680 50
DKM1650 14915 1520 13000 |700-1500 | 3218 D6 3500 315 SR20 740 50
DKM2250 18935 1700 16905 |900-1800 | 3716 »8 3818 315 SR20 930 50
DKM2800 19760 1940 17608 |900-1900 | 3784 P10 4036 350 SR20 1000 100
DKM4000 19500 2260 18500 [1100-2110| 4200 P10 5250 350 SR25 1100 100
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B —iRzUEEH1600T-6000T

REBIRHARITIBEBERMRAS TRRNARN L, MBEGARBAEFNHIZER, BOMNSMRITAMNEGEANER
SMEIM=E, MEAYEEMRUN=RIMSEEIRSHSib=EL, TIMFERESEXONE, TRESEFAMERT

ROZBKIEIm, RIS, AR, ISETEMF. WIRMETIAEUERE.

European Technology
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DKM TWO PLATEN INJECTION MOLDING MACHINE 600-6000T

DKM TP series two platen injection machine is developed by our technical team from Europe. The machine is designed for
large size parts like industrial dustbins, auto parts, logistic container and large pallets. Two platen machine has the advan-
tage of bigger mould opening stroke capacity and space for robot, 30% less floor space. DKM Two platen machines were
designed with higher molding speed and more precision injection.

HIGH STABILITY

® Enhanced strength and rigidity of mechanical parts, with the
help of finite element analysis.

= H type clamping plate for high precision.

= Double sliding structure for moving and fixed plate to make the
parallelism even for large size mould.

= Moving plate guide by machine bottom and slide to eliminate
any titling torque and increase mould bearing capacity.

HIGH RELIABILITY

= Tie bars are fixed to the stationary plate for convenient installa-
tion for large size mold.

= Tie bar nut and clamping piston are suspension structure to fully
protect tie bar in band-type brake unit, this greatly increase
machine life with high reliability and good performance.

HIGH FLEXIBILITY

m Inversion type ejection system, the ejection stroke could be set
up as per particular production requirement.

HIGH PRECISION

m Afully enclosed hydraulic system is adopted, which results in less
energy leakage and better pressure-holding performance.

W Structural components are connected using locking nuts, ensuring
the reliability of the mechanical structure.

= Four sets of integrated central locking hydraulic cylinders are used
for precise, stable, and reliable mold clamping.

= Mold clamping pressure sensors are installed, allowing for easy,
intuitive, and quick adjustment of the machine's clamping force.

HIGH MOULD THICKNESS CAPACITY

m More than 50% opening stroke, mould thickness capacity etc.
= The operation, installation and production are full of humanization.

HIGH ENERGY SAVING

= World Famous brand servo system for low energy consumption.
= Machine size is 30% smaller than three plate machine.

HIGH SAFETY

u European brand servo system for low energy consumption
w European CE standard for safe operation
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PLATEN INJECTION MOLDING MACHINE SPECIFICATION

BFER Screw Diameter mm 85 90 95 100 90 95 100 110 100 120 135

IFICHIRAFR | Theoretical ShotVolume | cm® | 2439 | 2734 | 3046 | 3376 | 2980 | 3325 | 3685 | 4460 | 5102 | 7350 | 9300

SESFEE(PS) |Injection Weight(Ps) g 2195 | 2461 | 2742 | 3038 | 2682 | 2993 | 3317 | 4014 | 4591 | 6615 | 8370

KRR Screw L/D Ratio L/D | 22.7 21.5 19.3 18.4 24.8 23.6 22.4 20.4 25.3 21.1 18.7

AFED Injection Pressure Mpa | 232 207 186 168 207 185 167 137 270 188 148

SHRRATIE Shot Stroke mm 430 468 650

BT Screw Speed rpm 130 130 125
ameE  fowewoonr | | [ [

SN Clamp Force Ton 600 800 1000

IR AIEIEE |Max.Daylight mm 1750 1850 2420

FRITIE Opening Stroke mm 1350-800 1400-900 1920-1180

AR EE Space Between Bars mm 1040%910 1180X1100 1300%1100

BEE Modulus mm 400-950 450-950 1240-500

BRABEAEEE |Max.Mold Weight Ton 9 11 13

Thst 7 Ejector Force Ton 15 26 26

TEHTiE Ejector Stroke mm 250 300 300

TR FLEK Ejector Number unit 210 21 25

BiR R~ Plate Dimension mm 1400X1350 1540X1515 1845X1645
e fores | | [ [

NI Motor Power kw 2X20.5+26.7 3X26.7 3X56

RAHIRES | Hydraulic System Pressure | Mpa 22 22 23

AKX Heating Zone Number | unit 7 7 7

R INE Heater Power kw 44.9 55.4 55

BE Machine Weight Ton 28 32 54

AHE 0Oil Tank Capacity L 1150 1150 900

SMERST Machine Dimension(LxWxH) | mm 9300X%X2750X3300 8700X3000X3000 10800X3100%X2800
53

A 8 | c o | A | B | c | D | A | B | Cc | D |

4710 5699 6782 7960 6275 7470 8765 10170 7924 9299 10785 12380
4239 5129 6104 7164 5648 6723 7889 9153 7131.6 8369.1 9707 11142
26 24 22 20 26 24 22 20 26 24 22.3 20.8
206 170 143 122 201 169 144 124 193 164 142 123
600 661 700
120 120 110

1200 1350 1600
2650 2850 3250
1400-2050 1500-2200 2550-1700
1310%X1160 1410%X1260 1580X1480
600-1250 650-1350 700-1550
20 23 30
21.5 25 44.7
350 350 400
21 29 33
19501850 2150%2050 2200X2100

102.6 105.3 5X40.9
22 22 22
5+1 5+1 7
58 4 102.9
60 70 88
1400 1700 1700
12500X2800%3100 13000X3200%3200 12800X3800%x4100
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PLATEN INJECTION MOLDING MACHINE SPECIFICATION

BFER Screw Diameter mm | 120 130 140 140 140 150 165 140 150 165 170 185 200 180 200 220 240 260
IBICHTERAFI | Theoretical ShotVolume | cm® | 7924 | 9299 | 10785 | 10170 | 12700 | 14579 17632 12700 | 14579 17632 22687 26867 31400 27977 34540 41793 58781 68986
SESTEE(PS) | Injection Weight(Ps) g |7131.6(8369.1| 9707 | 9153 | 11429 | 13121 | 15868 | 11429 | 13121 | 15868 20418 24180 28260 25180 31086 37614 52903 62087
BKEL Screw L/D Ratio L/D 26 24 22.3 20 23.6 22 20 23.6 22 20 25.8 234 21.9 24.4 22 20 23.8 22
ESES Injection Pressure Mpa | 193 164 142 124 197 172 142 197 172 142 188 159 136 194 157 130 160 136
SERTIE Shot Stroke mm 700 825 825 1150 1100 1300

BT R Screw Speed rpm 110 80 80

[<2]
o
(6]
(8]
S
o

&1Eh Clamp Force Ton 1800 2200 2350 2800 3300 4000
IR AIEIEE |Max.Daylight mm 3300 3800 3700 4100 4160 4460
FiEITIE Opening Stroke mm 1700-2550 3000-2000 1900-2900 3300-2100 3160-2160 3460-2360
DLV Space Between Bars mm 1660X1560 2020X1620 1900X1700 2185X1800 2200X1950 2450X2050
BEE Modulus mm 750-1600 800-1800 800-1800 800-2000 1000-2000 1000-2100
BRABEAEEZEE |Max.Mold Weight Ton 40 50 60 66 75 85
st 7 Ejector Force Ton 36 447 36.6 447 62 62
TREHTiE Ejector Stroke mm 400 500 400 500 600 600
TR FLER Ejector Number unit 33 30 21 33 33 33
ER R~ Plate Dimension mm 2320X2220 2640X2400 2720X2520 2900X%2700 3050X2800 3350X2950
g Jorwers [ | ] - ]
BHIhE Motor Power kW 143.5 5X48.82 169.8 4X40.9+4X30.2 237 385
RAHIRES | Hydraulic System Pressure | Mpa 22 22 22 22 19.5 19.5
AKX Heating Zone Number | unit 5+1 8 5+1 9 15 15
EBAINE Heater Power kw 92 125 122.54 170 200 240
BE Machine Weight Ton 100 129 155 160 230 290
AHE Oil Tank Capacity L 2000 2500 2900 2500 5000 6000
SMERT Machine Dimension(LxWxH) | mm 14500X3600%X3400 14500X5200X4500 16000X4000X3900 15500X5650X5000 17000X4500X5500 18000X5000X6500
55 56
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DKM PET Preform Injection Molding Machine

DKMALZBE=AKRJIPETHRIEERITEN, 73575 : DKM-PETIZ51130-6500F0
DKM-PETIIZ&%1250-6500, LR ZFIDKM-PETIN350-6500, =#M#NE A ZEATF
KARBE. SHHRBE. FRESHRAE. I'OMERZIRER. 6. REFHREES, HEHRE
PETF ¥R B NS mEE R,

DKM has developed three major series of PET preform injection molding machines, namely the DKM-PET]I series (130-650
tons), the DKM-PETII series (250-650 tons), and the DKM-PETIII series (350-650 tons). These three types of machines are
widely applicable for the production of preforms for water bottles, oil bottles, carbonated bottles, wide-mouth bottles, and

various styles of monochrome, multi-color, and mixed-color preforms. They also meet the high-quality requirements for PET
product injection molding.
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PET Injection Molding Machine

RIEPETRE T ZRUF Y, AATERRIPETEANEESINENENMBEMRAZIN, St
FREAELH, (RIEPETREEMER.

According to the characteristics of the PET molding process,the PET machine has all the advantages ofthe stan-
dard model,and mature improvements have been made to ensure the excellent molding of PETproducts.

BRI ERIEINRAPETERAMEE, FHPETERHEE

PUER R LA B3R REIPIDIE A=

PETEREEET, KIKIZLL, REI). Sk, BURRT

SR IRIEMOE0TLA T8kl REEISHOO0TH SRS, HEEFINSHER, BRHLLER
RERBNRT, UNKIKEE

2zt Anpalye

DANZR, EBAPIAEESE). IIREFRNEINETRETIE

A EPETERBREE R IRECIRIE TR
LERNEERITEN
RIERERIFIIRE

PIDimE =

XL 5

RIRERIZES

IRTEIEBE

Bz0E&RIEE

SIS SN

EHFAWER, SIRE, SN
PNR—ZRGHER « EEATL

PR —ER AR SIA

ZHMCES
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1 Specialized screw barrel assemblies for molding glass-fiber reinforced PET and sheet PET materials.

I Four or more segments of PID temperature control for the feed barrel, ensuring precise temperature

management.

PET-specific screw and barrel with a high length-to-diameter ratio, designed for low shear and high mixing
efficiency, resulting in excellent plasticization.

Spring-actuated nozzles available for machines up to 650T, and hydraulic nozzles for machines of 650T and
above, meeting specific customer needs and effectively preventing material overflow.

Large-diameter screw with a high length-to-diameter ratio.

W High durability

[ Extended machine frame with a large four-column space, increased mold capacity, and extended ejector pin

stroke.

Standard dehumidifying dryer to meet the moisture removal requirements of PET materials.

Compatibility with both variable and fixed displacement pumps.
Low-pressure mold protection function to prevent mold damage.

PID temperature control for precise thermal management.
Dual-cylinder balanced injection for stable and uniform material flow.
Low-noise hydraulic control system.

Independent numerical control of backpressure.

Automatic mold adjustment function for quick and accurate mold setup.

Linear guides for precise and smooth injection movement.
Full digital closed-loop control for high speed and rapid response.
Upgraded primary oil pump and motor for enhanced performance.

Upgraded primary feeding motor for improved material supply.

Multiple drawbar devices for complex mold operations.
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PETSE=C:EEE
DKM-PET Il Injection Molding Machine

PETE=EBINAESELE. REES. SFEH. BREEIHEFRR.
S5ZAM3EL, DKME=XPETHEMEETRFEN, HIBESHEE. BFEHNEY
EZRNBNE EXIEERS. HESDKMEARIRERR, KIBERFET HRTE
£, SBIIEPRIGEFE, EREFRTRRIFTERNNM I EIMNE—REEFEIT A,

DKM-PETIII injection molding machine characterized by high melting rate, rapid mixing, high-speed injection, and high-pre-
cision injection.

Compared with DKM-PETII, DKM-PETIII preform-specific injection molding machines have greatly improved injection
repeatability and precision and screw plastication efficiency based on DKM-PETII. Equipped with DKM's dedicated low-in-
ertia technology, the energy consumption of the machine during the plastication and injection process has been greatly
reduced, and it has obtained the first-class energy consumption standard certification from the Plastics Machinery Industry
Association in the field of energy consumption.

DKM-PET=4C 38BN FDKM-PET =8B MAB NI T L

Compared with DKM-PETII injection molding machines, the third-generation DKM-PETIIl injec-
tion molding machines have the following advantages

N HENSRARE, BMERTFRNELEE, KEERAT~mRmER

B DKM-PETHIHHRBEE AN HAL, R KHREN. BHNWENMBANR-ZKRRZFHRAKREBEERS TH S
I HREE. BREETRREARARNBERATFRRE

b EERENLIES AR KBESRET B Moy E F

M Increasing the maximum mold thickness effectively reduces product deformation and greatly enhances product quality.

1 DKM-PETIII is equipped with a more powerful power system, with three systematic upgrades in maximum hydraulic

W pump pressure, motor power, and electric heating power, which greatly increase the machine's injection speed,
effectively shorten the product forming cycle, and significantly enhance product quality.

I DKM-PETIII is equipped with electric material storage to achieve synchronous gel melting, greatly shortening the
forming cycle of the product.
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PETE =N EIHE
DKM-PET Il INJECTION MOLDING MACHINE SPECIFICATION

IZHFER Screw Diameter mm 85 90 100 110
2R Screw L/D Ratio L/D 25 25 25 25
IBICETHHZSE | Theoretical Shot Volume | cm?3 2212 2773 3376 4460
FESTEE(PS) | Injection Weight(PET) | gram 2654 3328 4051 5352
S ED Injection Pressure Mpa 124 128 123 137
SHIEE Injection Speed mm/s 200 200 200 200
STH1THE Injection Stroke mm 390 436 430 470
IRFFAEIR Screw Speed rpom 120 105 105 100
lameE  foawewoonr [ | 0 [ [ [ ]
aiEh Clamp Force kN 3500 4500 5500 6500
BiETiE Togde Stroke mm 640 700 850 900
HIFFPIEE Distance Between Tiebars | mm 680*680 795*765 830%830 1100*1150
BAEER Max.Mold Height mm 680 850 850 1200
=UN I Min.Mold Height mm 220 250 290 300
£/\i& B R~ | Min.Mould Size mm 460*460 530*530 580*580 630%630
T2 Ejector Stroke mm 180 195 180 210
TR Ejector Force kN 200 280 280 280
TRETEE Ejector Numbers unit 9 13 13 17
ERAGHZRIES | Max.Pump Pressure | Mpa 17.5 17.5 17.5 17.5
IR Pump Motor Power kW 35.6+31.4+459.7 48.2*2+60.5 31.4*3+78.3 40.9*3+113.1
EBAINER Heater Power KW 28.7 43 58.6 70
AMIZR T (LIW/H) Machine Dimension(L/W/H) mm 8.97*2.01*2.54 9.4*2.2*2.6 10.1*2*3.15 10.6*2.23*3.22
HWMES Machine Weight tons 19 20 25 33
THESRTR Oil Tank Capacity liter 500 750 1000 1000
LADKM-450PETIIIZ {5

Taking the DKM-450PETIIl as an example

mm mm Mpa kW kW

o e 48.2°2+60.5
303.0°2
17.5
HIAT AR RBRAEE RAHREA BT BTN

Tie Bar Distance

Max.Mold Height

Max.Pump Pressure

Pump Motor Powe

Heater Power
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KePlast EasyNet
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O Monitor production with PC, Tablet and Smart Phone
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E
i
T'E

@ Easy Data anaylisis for quality and productivity
FREFF-EERIBA TS

Monitor brocess qualit Production status Optimize machine and
P q y at a glance plant productivity
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Quality View Plant View Productivity View
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9 Easy acccess to machine data at any time by Tablet and Smart Phone
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AccessBox-3™party machines AccessBox-periphery KePlast machines
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. for African and South American,countries to start new plastic molding factories
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What our turnkey solutions offer?

m Offer Workshop Detailed Layout
= Select Suitable Machine & Equipment

= Select the appropriate number of mold cavities and provide technical
support related to mold design.

Automation Manufacturing System Suggestions
Machine Assembling Foundation Layout

Operator Training Before Machine and Mould shipment.
Hunting Chinese Engineer or Management Officers
Machine & Mould Installation & Running

Offer On Site & Online Training

Offer TOP Automation Manufacturing Software
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