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JENIUS
3600 -33000 kN

VENUS

Rodzina maszyn
hybrydowych
Haitian Zhafir

ZERES
400 - 13 800 kN
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Potaczenie
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Swoboda
programowania
hybrydowej
przysztosci

Manual Cycle Mold: 0| Login
—— Holding Pressure njection Stroke Vo Scale Setting s
| Injection Velocity | 350.00 mmls | b
| njocton Pressure [ 19000 Mpa
i ijection Stwoke [ 29000 mm
i N
i (A Rotsn
G s 2
I B4 Saved Curve —
! Savo Caziese ]
| =5
u‘r:m luo‘ua m'f# Record Mode. Uimited Rocord _ | _Injoct_|
— Eoskion o) Curve Select =7
Curve Monitor  Off z Injection Time [ 0.00 s VP Position [ 000 | mm  [injection & Charge, it
Display [ Pressure & Velocity _  Injecion Pressure [ 844 Mpa VP Velociyy [T 000 mms  Sume c;h..:—;:
Overwrite Times| 1 [0 econ Peok 550 pa P pressre [ 080 pa [ 5o s

Manual Produce Data Cycle Mold: 32 | Login
Cycle Time: 319 s ~8® 3
Produce Monitor  On Part Number G Box Statistics
Production Information Production statistics =
Production Description _ fggttn Production Per % Da
Matertai Ty A¥efage cycte Tl "
P 990 iy 000 s
single product weight 0.00 ar Cycle Time Set 100 s
Total Part Number 100000 Passed Ratio w1 %
(Cavity Number 1 Efficiency 00 %
Total Mold Number 2 Matorial 299958 Kg
Remaining —
Timo Remaining Zo Joll - 6 1S Do
Produce State Management Produce
—
Total Part Num User 1 Produce | Box Manager b7 o
Mold Numb 2 Parts Per Box 1 % | quaity
—
Passed Pieces 14 14 User 2 Produce | Parts Quantity Of | o Box Quantity | 0
Prosont Box 9
Rejected Pieces 0 0 e Aarm Time For Box Full a0 s | | onsy
[Romaining Pieces 9986 09906 el [Po—— = 5
Completion 00 % o =
Stop When Box Is Full onsecutive
* B e et omber | DataReco
User Selection Usert | Order Comploted v
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Manual

Core Safety In

Cycle Mold:
Curve

Linear Parameter

Core Safety Out

[

Cycle Time: 00 s @ 5
Core Graphic

Login

/ WoldOpennd

Alarm

Manual

Core Program SETTINGS LINE 1

Mold Open Positon A i
4 interupted in: 120.00mm — EISED Start Condition
/st Close — corea | Mold Open Posion
/ StatMold Close Start Position Mold Stop
x Mold Open Position 12000 mm Yos 7

coupled in: 120.00mm

Delay Time Interrupt Sequence
XK End Holding
0w s oo f
K Mold Open Ena po—
No.

/ Mold Open End S

W) w0

Cycle Mold:
| Cycle Time:

Act hydralic pressure [ 500 Mpa

0

0.00 s “™@® 5

Core A selectand state Core B selectand state
UNKNOWN UNKNOWN
COREA  on /] OSON [ Preumatic | COREB s Preumatic |
COREIN COREIN
Core move [ Before Clamp | Mold Position [ 600 mm | Core move [ Before Clamp ,  Mold Position [ 350 mm
Mods [Tima DetayTima [ 000 | 000 ods [“Tima DetayTime [ 000 | 000
sandby [ Mo Time[ 1m0 [ om0 s sandby [ Mo Time[ 1m0 [ om0 s
COREOUT COREOUT
Coemove [ Clamped Coemove [ Clamped

Mode [ Time | Delay Time [ 0.00 [ 000 s

Mode [ Time | Delay Time [ 0.00 [ 000 s

sanaoy [ o o [ 30 [ 0w«

a
D.Mold  No Z

sanaoy [ o o [ 700 [ 0w«

a
D.Mold  No z
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