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Hangzhou Deepic Equipment Co.,Ltd. is located in the Linping National Development Zone of Hangzhou. It is a high-tech
enterprise specializing in the researching and developing and manufacturing of intelligent equipment for One-step injection
stretch blow molding machine. We take intelligence, efficiency, energy conservation, durability and excellence as our central
aspiration, and are dedicated to prroviding leading injection stretch blow molding solutions for global customers.

ﬂ eS| 4N SXUTEBE /INTELLGENCE LEADS AND EFFICIENCY EMPOWERS/
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Deepic has gathered a senior technical team with over 30 years of experience in the injection stretch blow moelding and
injection molding industries. Relying on cutting-edge intelligent control technology and digital manufacturing capabilities, it
creates efficient and stable one-step injection stretch blow molding equipment. By intelligently optimizing the production
process, we significantly enhance production capacity and precision to help our clients achieve cost reduction and efficiency
improvement.
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£ /years
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Experience in the injection

stretch blow molding and injection
molding industries
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a %ﬁﬁ*ﬂﬁ m‘jﬁ ﬁ-;ﬁ /AMODEL OF ENERGY-SAVING TECHNOLOGY AND DURABILITY/

BIFEREE N ZOSBHHERR—ERME S8 BT MIZ, BRIRBAM AL REEF AP RE EKgE
EaE ETRETIEES,
Adhering to a high-quality positioning, core components are carefully selected from international first-tier brands, combining

with independently innovative processes, we pursue the ultimate and durability, reduce customers' maintenance costs,
extend the equipment life cycle, and practice the concept of green intelligent manufacturing.

RBARLE ©FESFIP /ULTIMATE EXPERIENCE GUARANTEED THROUGHOUT THE JOURNEY/
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From R&D to after-sales service, Deepin Intelligent Control has always adhered to the principle of "user satisfaction as the
highest standard". Relying on a mature supply chain system and strong customization capabilities, we not only provide
high-performance equipment, but also offer full life-cycle technical training and worry-free after-sales service, allowing
customers to focus on production without any worries.
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INTELLIGENT FACTORY
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of the Forming Factory

02 ~H ﬁﬁﬁ(?k\ EE.\"'_(-),KPU blic energy (water, electricity, gas

AEEEREEERAVEIIMEER AT IR ARAN, BE
TEHREANED, BEER AR RHSH.RE. IR
AR32HFo

Deepic has a strong professional technical team specializingin
injection stretch blow melding and mold research and develop-
ment, and possesses the ability to plan factory layout. It can effec-
tively provide users with efficient, stable and reliable technical
support.

AT ERENFETRE, BN ERES U HKEES]
EREEN. AARSNRE. RENQBRERHRAESHY
ENFnREREEEXEER.

To form under the best conditions, the control of electricity, com-
pressed air and cooling water is very important. Having sufficient
margin and a stable supply of public energy are crucial for produc-
tion efficiency and the stability of product quality.

0 1 EH;’Raw materials

R R R AR R 030, 505 h St
EEXEEFEERA.

Raw materials are packed in flexible woven bags or trans-
ported to the customer's storage barrels by local suppliers
in tank trucks.

04 HHE(EkiB] /Maintenance workshop

AT RIS BN MR £~ RE, W
FREN. AR & EH1TERY
AP RTF IR R EE TRl B AT
SEESR T ZEBRE.

To ensure efficient operation and maintain
production quality, regular maintenance
and upkeep of all machinery, molds and
auxiliary machines are necessary. The mold
must be thoroughly cleaned and main-
tained before the next molding process and

05 ﬁgﬁ‘ﬂ,@uality management

ERENREE. R RARIEENRREHRT
PHTHRE, AMERNEFIEPHRERREREN
BUFE OESREAAFNBEE.

Conducting routine quality checks on products in appro-
priate laboratories and with inspection equipment by
inspectors is not only an effective means of monitoring

properly stored. abnormal situations during the production process, but
also enhances the satisfaction of end users.
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06 NRIRSE F:;‘Small—scale production

07 EP%ME ﬂEF;’Mediu m-scale production

09 ﬂﬁi;’()fﬂce

W SN EN REOEE RS
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BN SRR ERREEE.

For the production of high-value-added
products such as cosmetic containers, the
use of low-output small-scale molding
machines represented by AVH-12M is the
most suitable. Manual inspection and
packaging methods are the best choice.

DR R B RO 4358 £ R AR iE] L
EEFNEERHEENES TSI —

TEET{F.

Reducing the frequency of mold changes, short-
ening production downtime, and controlling
inventory are important tasks for the sales and
production planning departments.

LADIC-TOHEAfRRAY B pREL N, TE1R 1
7= S AN PR TS A A= A9 E) B AR BT LSS
M REEF .. BEEF BT,

Medium-sized forming machines represented
by AVH-TODPH not only offer high efficiency
and reduce manufacturing costs, but also

enable flexible production. The packaging is
semi-automatic.

08 KNS £ /Mass production

DIC-150EV3R TNt EBE 2 S, oLk
TiELSI g E o £ B TR R RE
15 S

The AVH-150DP series is a mass production
model that can be connected to downstream
bottle inspection equipment or fully aute-

matic palletizing machines to reduce produc-
tion costs.

03 ‘&'E*ﬂﬂjﬁﬂvarehouse and Shipment

e AR N R R B ERMA
BIRERS o HRAR &t 5 FE T FRIB Ex
WATAET, LA R 2B G ETE.,

Finished products must be stored in a
well-ventilated warehouse free from direct
sunlight. Empty bottles take up a lot of space.
During the factory planning stage, itis neces-
sary to carefully discuss to ensure sufficient
warehouse space.
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Eﬁﬁiﬁﬁﬁﬂﬁﬂﬁiﬁﬁﬁﬂﬁ Analysis of Forming Auxiliary Supporting equipment

— 3 E R R AR RN & [E = EHL (B TFrREE) fESEE 4 FH T8 RS E TN
One-step injection stretch blow High-pressure air compressor Gas storage tank, refrigerated dryer, filter Raw material dehumidification
molding machine for plastic for blow molding and drying machine
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R EDEEFIKR BERH(MTC)
Cooling towers and water pumps Mold temperature control Unit (MTC)
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* TREARERRS ® Energy-saving servo oil pump system
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AHRE ® Injection molding device
o BT e Injection molding station
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o ARE T ® Stretch blow molding station B
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DESIGN, ADVANTAGES
AND FEATURES

ENBOOTERIZ, EHFS. . =BIHRGER. BN,
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MmO~ TARAKFEE RS, FAR B & R4t TIRER, EERER, EU
FE B LA (6 BB RS K R g SIS A .
The four workstations take horizontal rotary devices and servo drive systems. They

achieve fast speed, fast positioning speed, and precise positioning, and greatly
reduce the equipment operation cycle by optimizing the compact structure.

RABREERE, SEh, BSERM, SR BEMEHEME a5, RFE
B, WRIRHEEI TR,

olding a
with optimized
he

Adopt high-quality hydraulic, pneumatic and electrical components,
realize microcomputer control and full automatic, easy to operate, and
save energy for equipment operation.

KRBT IR ERTREE, MHREE, BERORE.

TR

{ | Use professional hot runner and temperature control device to
precisely control and ensure product stability.

—ARREROMLFRTHEH, SE8578%a, T

FEATURES \ | THE R,

The one-step molding of the bottle mouth and thread teeth is
precise in size, 100% tight fit with the cap, without burrs, thus
saving raw materials.

— AR RN L RS E BT R ESNHER.

One-step stretch blow molding machine saves more resources
than traditional equipment.

MO Ty LR ERE, TR RRISRATTEX

{ | ERIRTiE.

Fourworkstations are designed as standard configuration,
which can save customers a lot of time in mold manufacturing.

RIEFamiEE DA, HilEATESEERRREE.

Ensure product cleanliness and hygiene, especially suitable for
medicine packaging and food packaging.

08-
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CORE TECHNOLOGICAL INNOVATION
HDBR BT — 298 SEAL KT SR

AEBERNEFRERIRAK nn

—HE TR R BB ERER R AR 5%

One-step injection stretch blow molding machine and sensor adaptive control system and method

—HE T RINEEN 2 TR ihFE B B aE Rl E

An intelligent control method for multi-process collaborative management of one-step injection stretch blow molding machines/

FMSWIZORAEF SKAEEFIER, #t5d—FiEEHRmE HE
Higit KSR BB IS RGR %, BIECRBERARESRE
& BRI HTIRIRR A 3 EIR I T RN S M4 TIRIRAY, i 2 R
RRME G, RS ERNIAEELFIER, HESBGER
TE LR 5588 S IRIEERBE TS INFITHI S MR BB ITHIRRET 2
BEMNBE TR RGES  KBEEETRIECEMBRAES  RTED
BRI ES RRERTIWESEIL BERHEH . R R G B AR RIS #I2
i, ERARS RBEFRIRIT, HRRIZHE FRILE, BERA T IE
e iR EMETEEFE.

@ © @

Integrating multiple core invention patents and utility model patents,
this project focuses on the overall design of a one-step injection stretch
blow molding machine and the establishment of a multi-sensor adap-
tive control system and method, including the collection of multimodal
data by sensor modules. The intelligent diagnosis module adopts a
hierarchical architecture for rapid detection and fine working condition
recognition, and outputs diagnostic labels and confidence levels. The
decision-making module integrates expert knowledge with online learn-
ing results and determines the optimized response strategies in combi-
nation with confidence levels. Dynamically load the control parameter
set according to the strategy; The adaptive control module calculates
the original instructions based on the parameter set and data. Generate
the final signal based on the confidence smoothing instruction; The
execution interface module sends signals to the actuator to achieve
adaptive control. This system and method can achieve precise diagno-
sis, differentiated decision-making and accurate strategy execution, and
ensure a smooth transition of control, significantly improving control
performance, product quality and operational robustness.

® The product adopts standard servo system + gear pump. The output energy
consumption changes with the load, the pressure and speedare accurate, and it
has the characteristics of energy saving, stability, reliability, durability,low noise
and fast response.

® When designing, we fuly consider customer needs. For modular design, the ol
circuit system can be equipped with variable pumps, servos and multi-pump
systems for fast customized production.

® Servo motors have high working elliciency. Compared with servo motors and
asynchronous motors of the same power, the operational efficiency of servo

IREhANFESHI BT /Dr d control unit/

© HRACEAR R i+ IR TR, 1 L REFERE S B AL, E W AR BT A,
BAETEERE. FIR. A RIRE. WA R <.

o EIRITRFESEEREFRR BRKILIT R RATELEE
R AR ZRAYE UBRE A ES LR

o AR B TIFNES R SR NMEREBNZ T B ZiE
it EG %, (R AR BB SBT3 B LUK 90% WA b, T 532 AL idh 30RY
—RRTEBE85%.

o {EIAR E AL F 3R BT LUIR B 12006 28 44 HH AIE < #E 4T T AL, FRIAEEML
SR EMIEN, T RRAERRE A TRRELUTES
R MAEEL 3 R FA RIS =, AR R 4TE S H AN HIE.

motor could be up to 90%, while asynchronous motors generally do
not exceed 85% at full load.

® The speed ofthe servo motor can be changed according to the
instructions given by the controller, so there is no overlow energy
losswhen the machine is operating at a smal low rate. ts energy-sav-
ing principle is similar to that of a variable pump, and compared to
theenergy-saving method of variable pump technology, the servo
system is more precise and thorough.

-09
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TEEBH FR T R Y & RRAT B (035 TP RIR: FR shiB A5 &8 A AR Fa | B I W ahi@ AT RERE B AN AU, 5D e B IS A, TR E IR R

Analysis and advantages of the electric melt injection table of injection molding machine Working principle:The electric melt injection table directly
drives the screw to rotate the melting and injection through the servo motorand the power transmission is direct and efficient, without hydraulic loss.

fism .

k 5 B 3 AR L FE R FE AR, %5 BE5%-20%, T FFIZ) GHER HR N BRE RASE 5D R
IR TR, 0 A,

K H 1 AR IR B IR, BTN N LR s L
B AT ERE D %) S A EE, BB,

BT TR, SRR BRI, S 738 T AR, R R R &
B ERRMER, TEBR.

ADVANTAGE:

® Energy-saving and elficient: Compared with traditional hydraulic melting,it can save energy by 5%-20%, and can open the mold and meltthe adhe-
sive synchronously, shortening the molding cycle.

@ Precise control: The servo motor has low inertia and fast response, which can achieve precise speed, position and pressure control
and is suitable for precision injection molding.

@ Strong stability: no hydraulic pulsation, stable screw speed, accurate melt measurement, suitable for transparent and precision products

® Compact structure: small size, light weight, optimize space layout, improve equipment integration.

® Easy maintenance: simple structure, reduce the risk of hydraulic oil leakage, and reduce maintenance costs.

® Strong adaptability: high degree of customization to meet the needs of different equipment and processes.

RYiS Em Y LR RATNEHFELLR
The compare of system high speed response The compare of systemic power consumption
& mEeiE:ssms mould injection  pressure-keeping material storage cooling open mode |ift out
23 Response lime e i RE fiEkt % Fi THd
3 on -
Eé =t
f ;
gm O R EOR R
¥
Swu
£ E
& e
H
L I .
100 150 T
W52t Fl Response time
— ERFEHL — FERFEHY AR sEdh 4k — ERFEHL — FREMHY — AR T AL
Fixed-speed motor—driven Cosing purs Vanable spasd moter driven purg Quantitatve sarve maotor driven pump Fixed-speed motar—drven m"n pump Varable spsed mator driven pump Quantitstve ser0 Motar driven pump
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2 Qiﬂﬁ?kﬂﬁtﬁ‘éﬁ%?‘ %RR*}ET‘" Zero i chnology empowers the dual improvement of quality and output

R AL RYHE FERL{RRRER L

Optimized preform stretch blow molding ratio

W
Alipy] ® The b.est preforr.n design can .be carried out without =4 AR ARG BT RS TR O B L e 1, B 12
affecting the quality of the container. J e yn—
= Rl m .
o AILITEREMASRAENER FRATRENEREISIT. ® The cooling time of the injection molding station is zero. RN LR BT
o SEEBT (RS ENBTEI T, e Carry out the necessary preform cooling at the second The zero-cooled preform design is relatively short and thick, which
— o= A station. increases the stretch blow melding ratio, resulting in enhanced rigidi-
. E%_Iﬁiiﬁﬁﬁgﬁﬁﬁﬁﬁmﬁﬂo 5 . q q
o SEIERPETIERMFEPETEEI S ERE, G bl it (Rl e e EeN TP ty and buckling strength while presenting a beautiful appearance.
o BRZENNTEEHE—FT F. ® The possibility of container lightweighting has further
expanded. .
TR PR
Zerc-cooled preform Starwdard prefomm
4 A
~ \d I = |I Y
TﬁL%?@?ﬁ?ﬁ?ﬂtﬁdun h i ® Standard-grade PET plastic can achieve containers with — —
mprove molded products through zero cooling e i e oy ;g(;:;gmﬁ.ﬂ“ ﬁmg ;ijE
o tEFRAPETE R A LISy EMFER N EEE. ® Rigidity and buckling strength increase by 15-50%. Highsreh ratia=The srength TR
na:been:mann_ed:::me Lq_w SUE_QCI‘\ ’m ti
o 14 E fhoE e & 15-50%: ® The wall thickness distribution has been greatly = b e S
o EEHHAANE. improved.
¥ I"-- L9 et
o 4EEERiEE] G, ® Productivity has increased by 1.5 times. (L
VRN A

u

A TUMNFTIRED R - TADA{THRARR 2D

Zero cooling of the injection melding station Preform cooling is carried out at the second station
4 AV
B2 ERESLULEEE N E~ R, HREAZM NS RIS 2. EEmRSIHES R

BHENREEEHNENRNEERE.

Reduce the cooling time to zero to shorten

DAL e e The inside and outside of the preform are coocled
simultaneously. The design of thick-walled preforms
enhances temperature uniformity and stability and
improves the overall quality of the products.

'd iRy [ N
Lo 3 b SERERM
Standard cyde Empty wehicle transfer cycle
b3 WL 1: S ¥ cooling
THEIRE
Zaro oooling cyde e

| RE :"f..a;.“t‘..':&'.%

-—

Wi | SRR
cooling " shortanthecycla
\. 2 )
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ONE-STEP AND
TWO-STEP WORKFLOW

—ZREMEETZIRIE

4

» FE—EHEE E—RIETE R M EIE B EE p B pY SR A Pl AR,
W RINFA, TIEEFE;

o BlE@—RARE, Y EFRE S RPIEMNRER 5, ANiA
IR RAAENEFER;

» TR ERMNEFFTERN NS, TEDREME;

o FIO—UEEME, RORIERERTHMES, FEXE;

o £ R anh BT, B ANERNTRERR, FE
ANHEIR, IeEFmlE;

» EEAVWMFEE, A EESERN BN SRk EEE, =
NeEameT AMCIR1E, AEM T4 0 AR F .

® The entire production process from blank injection to blow molding
can be completed in one go on a single machine without the need
for secondary heating, thus saving energy consumption.

® The products are formed in one go, without surface damage caused
by the storage and transportation of tube blanks, thus meeting
higher requirements for the surface quality of the products.

® There is no need for storage costs caused by the storage process of
tube blanks, thus saving the investment cost of the site.

® The bottle mouth is formed by one-time injection molding, fully
ensuring its high dimensional accuracy and smoothness.

® The production process is fully automatically computer-controlled,
reducing unstable factors caused by human factors, lowering human
resources and improving product quality.

» In combination with the mechanical hand device, it can be directly
connected to the automatic detection and packaging production
line at the back end, achieving fully automated and unmanned oper-
ation, providing a basic condition for the integration with Industry
4.0.

-13
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Raw material granules
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Fully automatic one-step multi-station
forming machine
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Raw material granules
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Injection molding machine
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The first step

O 4 %Eblank
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Bottle blowing machine
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Step Two
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PETERHR—FE S5 S EEF R tEER (280121852 100MLHRF)

Comparison chart of en

onservation

p method

Comparison Table of Energy Consumption for One-step and Two-Step Production of PET Plastic Bottles (28-Mouth 18g 100ML Bottles)

/DEEP COLLABORATION - INTELLIGENT CONTROL OF THE FU'f

*fELTE —#3% (LM 12M [ T {iT Tk (BRHRA —HH — + SEEE) EFIRA
Comparison A Two-step method (same blow molding Explanation of differences
project One-step method (LM 12M machine - one blow out two + injection mold-
four-station model) ing machine)
ERATREEEREN~ TR (B RS r RN ) , 38 —FEESAERNTAFA LRBREE, ZFEElAl
&, L R INEERE, E S AAMEITELER, §EEPRETRSER BEEFERIEE S A A A R E R,
FRu it R A BAER The one-step method has significant advantages in comprehen-
&ix . ) ) sive energy consumption and space utilization, and the two-step
e It is suitable for products with The preform needs to be produced first (the method may have a lower equipment cost-sharing ratio in

relatively thick preforms,
reducing the energy consump-
tion of secondary heating and
being appropriate for flexible
production in medium and
small batches

injection molding energy consumption increases
when the thickness is higher), which is suitable for
large-scale standardized production. The equip-
ment maintenance cost is split, but the total
investment is higher

ultra-large-scale production.

INFRAEHR T (40 50-200ML, B8 10-20 72) Small-sized bottles (such as 50-200ML, weighing 10-20 grams)

HEES
Electricity bill difference

—HE AR B ENE R tb 5 EE 30%-45%. REHEF EFFV\ REEECH, —FEET RINAVEREE, B RUREE;
—HEREE A VRERT R S L ES, VR EISEEE, BERMBRS.

The electricity cost for a single bottle using the one-step method is usually 30% to 45% lower than that of the two-step method. This type of
bottle has a small volume and thin walls. The one-step method does not require secondary heating of the preform, reducing heat loss.

In the two-step method, the energy consumption proportion of injection molding machines for producing small preforms is higher, and the
blow molding process requires precise temperature control, resulting in a relatively weak overall energy consumption advantage.

ATS g

Labor and land occupation

— & E A TEREE %L 40%-60%, i EFRT & 45%-55%. )BT A= HER, —F S e e LiaiE,
ZHERIGEIRSTEREE, AhNsEMEERE,

The one-step method requires 40% to 60% less labor than the two-step method and saves 45% to 55% of the land area. The production
pace of small-sized bottles is fast. The one-step integrated operation reduces intermediate transfer.

The two-step method has more prominent labor and space costs due to equipment disassembly and temporary storage of preforms.

Rl 5 A

Yield rate and cycle

—3#5 3 AR EE (98%-99%) tb — #5732 (95%-97%) /& 2%-4%, B! AHRTR 20%-30%./|MREETE —#F A5 in e B ER =%
G, M—F A =l ViR .

The yield of the one-step method (98%-99%) is 296-4% higher than that of the two-step method (95%-37%), and the molding cycle is
20%-30% faster. Small preforms are prone to micro-defects due to collisions during the two-step transfer method, while the one-step
continuous production method reduces losses.

ELBHE —#53& (LM 12M [ {1 TR (MR — M + SEEEH) EFHEA

Comparison A Two-step method (same blow molding Explanation of differences

project One-step method (LM 12M machine - one blow out two + injection mold-
four-station model) ing machine)

—HEE IR — i, H IS SR AT, PR
40%-80%; —# £ TR A PARFE R, BHEHEER.

a2k (S24E) #40.005-0.0127% £90.025-0.080 ¢ The one-step method integrates injection molding and bottle blow-

Electricity ing, reducing the energy consumption far equipment conversion

charge it RS iy gocL L a0 vian and lowering the electricity cost per bottle by 40% to 80%. The

(per bottle] two-step method requires the injection molding machine to

consume electricity separately, resulting in a higher total energy
consumption.
— SR E R AEE, ATERAD 50% LULE; %%

AT (5 | 12 A (FIEEABN () 3AANGERMIA+ AN 2 A+ BB LA) | SIFHHE ANREAES,

Manual 1-2 people (can also assist in 3 to4 people (1forinjection molding machine +2 The one-step method has a high degree of automation integration,

(single shift) operation) forbottle blowing machine + 1 assistant) reducing the demand for manual labor by more than 50%. The

two-step method requires step-by-step operation, which incurs
higher labor costs.
£9 40-50nf GEEEH 20 i+ WU 1501+ HERE —HETRIRERFERT, SoEFRTIHL9 50%; ZHEE

Ju— £920-25nm (BERERX) TFfiEX 5-10ni) REIRDFPEFE, DEBEREK.

e Approximately 2_0'25 LI Approximately 40-50 square meters (20 square The one-step method does not require a preform storage step,
mete.rsl(mcludmg the raw meters forinjection molding machine + 15 square saving about 50% of the floor space. The two-step method requires
piatenatatea) meters for blow molding machine + 5-10 square maore space due to device splitting and intermediate storage.

meters for preform storage area)
—FERA L EEREIRE, MREER, 5 ERTSER
BE7F{i%. ¥4 17 e S BRI, LRI H.
[=]
‘f'i:it 989-99% 9504-97% The one-stgp method red.uc.es the loss of preform transportation
(e and has a higher yield of finished products. The two-step method
has a slightly lower yield rate due to the possible micro-damage
caused by the storage and transportation of preforms after
injection molding.
BBiEARR) 10-12 #, T SEEBHLFRBEY 30-40 B (—H 12218 , X —FEENEHEES, BUMERRL S
fiLEF=AELY 1440-1800 #E / HEAN—H ZAHALY 5-8 7, BP=HELY 20%-50%; —F %R AR TR S, A E K.
i) 1200-1800 #& / /\Bd The one-step integrated production efficiency is higher, with the
FRBY FEIHA . . o . ; : . unit time production capacity being 20% to 50% higher than that
) The single-mode 4-cavity The injection melding machine cycle is approxi- of the two-step method. The two-step method is limited by the

Molding cycle | production takes approximate- mately 30 to 4Q sgcopds (calculated based on 12 iEsen rehmpEEs e sl aEs
ly 10 to 12 seconds, and the chambers per injection), and the blow molding
total production capacity of machine cycle is about 5 to 8 seconds for two
four workstations is about injections perinjection. The total production
1,440 to 1,800 bottles per hour capacity is approximately 1,200 to 1,800 bottles

per hour
-15

16-



Deepic sz

HFRA&H#E F (¥ 300-500ML, S 25-40 7¢) Medium-sized bottles (such as 300-500ML, weighing 25-40 grams) n

HEER
Electricity bill difference

ATS &t

Labor and land occupation

— 4 PR e BRI 25%-35%, PHUSHE FHAEEESE R, 455 A AR iz, BUURN R B K Infedia), — &% 32
- ERREN AN,

The one-step method reduces the electricity cost per bottle by 25% to 35%. The thickness of the preform for medium-sized bottles is
maoderate. The energy consumption of the two-step injection molding method is relatively controllable, but a longer heating time is
required during bottle blowing. The one-step "injection molding - bottle blowing" continuous process still has an advantage.

—HiE A TR 30%-50%, SHIETRTSE 40%-50%, FPHLE & =0T, £ thifit 88 SUUHE = s, AWM, —%
FEEBEPEEFE, TEFAERY.

The one-step method reduces labor by 30% to 50% and saves 409 to 50% of the floor space. When medium batch production is carried
out, the two-step method needs to coordinate the matching of injection melding and blow molding capacity, which increases the input of
human resources. The one-step method does not require intermediate storage and makes more efficient use of space.

RS A

Yield rate and cycle

—H E PRI (97%-98%) Lk Z 434 (94%-96%) & 1%-3%, FLEL AHBTR 15%-25%. PR FEEMIERTIRE, ZFERiE
IRFERRE T S, BNA R —F 5 E RS PR E .

The yield rate of one-step method (97%-28%) is 1%-3% higher than that of two-step method (94%-86%), and the molding cycle is 15%6-25%
faster. The structure of medium-sized bottles is relatively stable. The transfer loss of the two-step method is slightly lower than that of
small-sized bottles, but it still cannot match the stability of continuous production by the one-step method.

ARG F (41 1-2L, 52 50-80 78) Large-sized bottles (such as 1-2L, weighing 50-80 grams)

oG+ GORAZR. T O#)

Special-sized bottles (such as irregular-shaped bottles, wide-mouth bottles)

e~

HBER
Electricity bill difference

— LB R B 15%-25%. AHEHE FHRIEE. /T EBAERE S LL R, — 4 A vhld AREEUTERN 5 M AERE, SRS — 5 Em
E28, B—FEEERBEZRINA, BRE—ERB.

The one-step method reduces the electricity cost per bottle by 15% to 25%. The preforms of large-sized bottles are thick and the proportion
of injection molding energy consumption is high. The two-step method can share the energy consumption through large-cavity injection
malding machines and narrow the gap with the one-step method. However, the one-step method eliminates the need for secondary
heating of the preform and still maintains certain advantages.

BEER

Electricity bill difference

—H i AR R PR 359%-50%. ISERLS IR T AEE A, — 453 B SR A, A, DUER T B sl ks
B, —FErLHER AR SRS, B E.

The cne-step method reduces the electricity cost per bottle by 35% to 50%. Special-sized bottles are difficult to form. During the two-step
injection molding process, complex maolds are required, energy consumption surges, and customized heating solutions are also needed in
the bottle blowing stage. The one-step method can adjust the injection molding and blow molding parameters in real time, making energy
consumption more controllable.

ATS &t

Labor and land occupation

Rl 5 A

Yield rate and cycle

—HiE A TR 20%-40%, SHETRTH 30%-40%. AIEEFEF-TERE, —F R SR ON=EELEBESE, BATH
Bt NET—F %,
The one-step method reduces labor by 2086 to 40% and saves land area by 30% to 40%. The production pace of large-sized bottles is

relatively slow. The spatial disadvantage of the two-step equipment disassembly is weakened, but the cost of manual coordination is still
higher than that of the one-step method.

—#iE R EE (96%-97%) Eb —# 7% (93%-95%) /& 1%-2%, FREL EHIR 10%-20%. A EEEEES, — AR, 7/
ErlmEEE G\ —FEETEFHRESH, R RSB NE.

The yield rate of one-step method (969%-87%) is 1%-2% higher than that of two-step method (93%-85%), and the molding cycle is 1096-20%
faster. The large preform has high strength, and the loss during the two-step transfer process is reduced, narrowing the gap in the yield

ATS it

Labor and land occupation

R 5 EH

Yield rate and cycle

— ik ATED 50%-70%, SETRTI4 50%-60%. R R EMEARIRE, ZFER T RESBANMERN, —F%
RIS ARIERE R ATE R,

The one-step method reduces labor by 50% to T0% and saves 509 to 60% of the floor space. Irregular-shaped bottles require frequent
equipment adjustments. The two-step method of operating in separate stages leads to a sharp increase in labor costs, while the one-step
method of integrated control significantly reduces the demand for labor.

—#B AR AR EE (95%6-97%) tb —#53% (90%-93%) /& 3%-5%, AEL FIRAR 25%-40% 4FFREMTE —F iRz P R TR, —F
FESEEEEFFRIIRTREE .

The yield rate of one-step method (95%-87%) is 3%-5% higher than that of two-step method (90%-93%), and the molding cycle is 25%-40%
faster. Special structures are prone to deformation during two-step transfer, while one-step continuous production can better ensure
dimensional stability.

S &, A S S PET S8EHE, —F 5 " F AN ERERE D E OGN ERE FHERIEN S, B—F S aNE LNBEAKS.

In conclusion, the smaller the specification and the more complex the structure of the PET plastic bottle, the more significant the energy consumption difference between the one-step method
and the two-step method. The differences between large-sized and standard-sized bottles have relatively narrowed, but the one-step method still has an advantage in overall efficiency.

between the two. The one-step method still has the cycle advantage as it does not require waiting for the preform to cool down.

-17 18-
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TAILOR-MADE SERIES

E5TEH WENE

ﬁﬁ' QEE@, I'Z Gradient color mixing process

BH—FIETRARIEREREREME A, AIRI—
REERETZE, BRTEER DI, SR,

The fully automatic one-step injection stretch blow molding
system's color-mixing molding technology can achieve a
one-mold gradient color-mixing process, with natural color
transitions, uniform distribution, and exquisite appearance.

= o )
EE,E}J%‘ ;L:?ET%U Customized electric shooting platform

i IR AR BB A IR shiBFF e A R TR, e shEiES
W, TRIER K, BELERREIBR, T9825%-20%; AJFF &
EEPBRTHERY. ZEHEMEE REMR. SR
B P SE SRR,

The screw is driven by a direct drive servo motor to rotate for
glue melting or injection. The transmission is direct and
efficient, with no hydraulic loss. Compared with traditional
hydraulic glue melting, it saves 5% to 20% of energy. The mold
opening and closing synchronous glue melting is energy-sav-
ing and efficient, with more precise control, strong stability,
compact structure, convenient maintenance and strong
adaptability.

?RHHEE IE Double-row mold proc

ENESAREF B B FRE(E, R R
T RURE T H YR 1L B — R G dn R ER S B
Rl BFAESR—RHHOKITRERER, KAREE
PRI E, LUK B EE BN R B EF N,
ALBRES B RmBEEFTIMNNA.

This model makes the most of the mold space of the
machine and effectively solves the problem of balanced
discharge in the hot runner. To ensure the quality of each
cavity of products, it is particularly suitable for large
orders of a single variety, achieving high efficiency in
single-unit production, with the aim of lowering the pro-
duction cost of individual products. It can meet the appli-
cation requirements of industries such as pharmaceuti-
cal packaging and food packaging.

BiSta8HE

Radiation station parameter table
B Name B2 Model EA{IT Unit

B335} B4 Accessory injection system

RIS Model specification DIC-12M DIC-70M DIC-250-V3
BHFEE Screw diameter 30 38 38 cm?/shot
AR Shot Volume 100 170 170 cm?/s
SHEH Injection pressure 185 185 185 MPa
ENTIE Injection stroke 150 150 150 mm
R E Screw speed 0-200 0-200 0-200 r/min
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PRODUCT PARAMETERS
T Arz%5I-DIC-12MEARMISS HE

Four-station Series -DIC-12M Technical Specification Parameter Table

I S T S N T

BHER Screw diameter @50 cm3/shot
supsem SEERETR SI'Eot \..'olume 300 cmi/s |
Injection unit ESES Injection pressure 185 MPa
ENTTE Injection stroke 150 mm
BFsE Screw speed 0-200 r/min
EBEAER ) Cl.amping force ihj.core ! I 300 | === [T
HBEAT M EEaED Clamping force lip mold 300 KN i ;
'?Eﬁf?&aﬂ@%ﬁ EREETE Clamping stroke inj.core 250 mm —x
ERE{TIZ Clamping stroke lip mold 450 mm
HRISTIE Conditioning core stroke 200 KN
R ITf BB SRED Conditioning core cylinder ' 2.50 KN
CTO&‘HT%TZEEFSH b tar Conditioning pot stroke 250 KN
R (R Conditioning pot cylinder 4.00 KN
ng{;gﬁ ?zf:iclzl:flzti:)gkfeome 1?800 ::n MO T {74 7RI Four-station production principle
fardlLnd i i MRS ITIR Blow molding core stroke 200-250 mm
ki onien AT Blow molding die stroke 80480 mm T — PR 180 BINOHE T, FAMEIESE, A THL AR A
MRS Blow mold clamping force 140 KN giHRE .
MRS AR R Blow mold platen size 360X330 mm
TR Ejector number 200 mm i e e o
B?&i:li;fsﬁ%n T EREA Ejector force 2.5 KN ﬁﬁ%ﬁi{? El‘JﬁMIm’ MRSRE s AL i FT S el %15 P E R IR AR AL, SRt R — R = AR,
R4 REEN System pressure 17.5 MPa RS BIER EA .
Hyfa?ﬁc system HEEE Oil tank capacity 450 L
AR Pump e ety L] L/min ® At Station one, plastic particles are injected into the mold cavity through the injection unit to form preforms.
SRS E;E:‘:FH"—TE?:I ;f:::sz:::ir; : g: ::: ® Rotate the turntable at station two by 90 degrees to the temperature adjustment station. According to the characteristics and size of the bottle shape,
Pneumatic system = - adjust the temperature before stretching and blowing.
‘UI.EEFHE-.ﬁl Frimp el ivery 10.0 Lfshor ® The third turntable at the workstation rotates 180 °to the bottle blowing station, and the hot preform method is used to stretch and blow air to form the
Emﬁlﬁﬂﬁ il Ll : = s container of the designed shape.
‘tﬂlﬁ2ﬁ]ﬂﬁ bl a4 f ® The fourth turntable at the workstation finally rotates to the demolding and removal workstation, completing one production cycle of the product.
SR 3ER Servo motor-pump3 22 Kw
BSRG TEsE SRR Servo motor-filter unit | 1.8 | Kw
Electric system MEERETE Heating capacity-barrel | 11 | Kw
EREHEE Heating capacity-mold 6 Kw DIC-12M
EHBBE Control circuit voltage 24 vDC 1500 1400
2R EhE Total power 85 Kw
LR HEETIE Actual operating power 15-20 Kw
Sk E Cooling tower water ' 55 . L/min
Sk B S K E Cooling tower water pressure 0.3-0.6 MPa
Water system kak k& Chiller water 60 L/min 4
ik E Chiller water pressure 0.3-0.6 MPa 2 E
R Machine size 4500X1400X2850 mm 23
HERT, EE MBER Floor space 4500X1400 mm? i
Machine size, mass a
NBss Machine weight 8000 kg §
WMEBEL SRS PRI Model modulus and cavity number table |
MI{UigE Four-station equipment DIC-12M B {UUnit 4500
jEpEE Number of mold cavities 1 2 3 4 5 6 7 8
BASE Maximum capacity 2.5 15 0.9 0.4 025 0.1 | 003 0.02 L
BAHC Maximum bottle mouth T 83 62 48 38 32 25 17 15 MM
BXEOM R Maximum outer diameter of the bottle mouth E 79 60 43 33 28 23 15 13 MM
BAZIEIF | Maximum support ring 'SR 80 62 45 38 32 25 17 15 | MM
RAMIHE Maximum bottle diameter BD 118 90 66 54 55 44 29 27 MM
BAEERE Maximum cavity width WD 145 113 84 68 55 44 29 27 MM
BRAEIERE Maximum cavity depth DD 118 90 68 54 110 88 58 54 MM
BAEE | Maximum height I HB 300 300 300 300 200 200 150 150 I MM
EAESE Maximum weight 165 65 43 32 26 22 18 16 G 4
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PRODUCT PARAMETERS
10T %51-DIC-70HERAMIS S 8%

Four-station Series -DIC-70HE Technical Specification Parameter Table

e Specification B{iUnit
BHER Screw diameter P70 cm?/shot
e AR SI'!ot \..'olume 580 cmifs
Injection unit FEHED Injection pressure 185 MPa
ERTTIE Injection stroke 150 mm
[ Fan=rd] Screw speed 0-200 r/min
FETEED Clamping force inj.core 300 KN
AEEATN ElEsiEH Clamping force lip mold 300 KN
'EISEEE’QB"EPJS FNEETE Clamping stroke inj.core 250 mm
EiE{Ti2 Clamping stroke lip mold 450 mm
BRISITIE Conditioning core stroke 200 KN
PRI BasEEh Conditioning core cylinder 4.00 KN
CTO&‘HT%TZEEFSH b ta ] Conditioning pot stroke 250 KN
BREE R Conditioning pot cylinder 4.00 KN
HI {172 Stretching stroke 100 mm
I EEH Tensile holding force 7.80 KN
fura gt Wl Tie Blow molding core stroke 200-250 mm
m%ﬁ[ﬁg Etl:t\{fm MURIETTIZ Blow molding die stroke 100+100 T
MHEEEED Blow mold clamping force 220 KN
WMREAR R Blow mold platen size 550x330 mm
TR T T2 Ejector number 200 mm
Bottle elect station TR RIS H Ejector force 4.00 KN
BERG ;ﬁiﬁﬁt S;:'stem pressu.re 17.5 MPa
Hydraulic system HEEE Oil tank capacity 600 L
HRREE Pump delivery 120-160 L/min
MSEH System pressure 35 MPa
o e}?ﬁﬁem HBRIERSERD Oil tank capacity 0.8 MPa
NERASER Pump delivery 10.0 L/shot
HELER Servo motor-pumpl 27 Kw
SR 28R Servo motor-pump2 22 Kw
SR 3ER Servo motor-pump3 22 Kw
BSRG hEFE aER Servo motor-filter unit 3.0 Kw
Electric system MR EREE Heating capacity-barrel 13 Kw
HAEREE Heating capacity-mold 8 Kw
FEHI B BE Control circuit voltage 24 VDC
HEBINE Total power 95 Kw
LR HEETIE Actual operating power 18-22 Kw
SHIEEKE Cooling tower water 60 L/min
Sk B S K E Cooling tower water pressure 0.3-0.6 MPa
Water system wkakak Chiller water 60 L/min
kA E Chiller water pressure 0.3-0.6 MPa
0 Machine size mm
NERT, EE 22;; Floor space ;ggg:i;ggﬂg’oo mm?
Machine size, mass i
HEE Machine weight 9000 kg

B SRS PRI Model modulus and cavity number table

WMTI{iIig#& | Four-station equipment DIC-TOHE B {Unit
R Number of mold cavities il 2 3 4 5 6 7 8 9 10 12

BAER Maximum capacity 10 4.5 35 3 1.8 1 0.6 0.4 0.35 | 0.25 | 0.1 L
RAHRO Maximum bottle mouth T 149 | 120 | 99 95 73 57 42 36 34 27 18 MM
BAHEOSME | Maximum outer diameter of the bottle mouth | E 145 | 118 | 96 93 70 55 40 34 32 25 16 MM
RATER Maximum support ring SR | 158 | 120 | 99 94 73 58 42 36 36 27 18 MM
BAMBEE | Maximum bottle diameter BD| 204 | 153 | 130 | 120 99 79 66 54 53 45 37 MM
BAEREERE | Maximum cavity width WD| 204 | 153 | 130 | 123 99 79 66 54 53 45 37 MM
BAEIEE | Maximum cavity depth pD | 120 | 120 | 120 | 120 108 | 117 @ 120 | 108 | 106 | 90 74 MM
BASE Maximum height HB| 350 | 350 | 350 | 350 350 | 350 @ 350 | 350 | 350 | 350 | 350 MM
BXES Maximum weight 311 | 156 | 104 | 78 62 52 44 39 35 31 26 G

-23

MO T {74 7RI Four-station production principle

P2 NERS 180° B VU AL, AFAEEEE, #ITHIR S pE

B F Sl i Y BT E MR, FE A AL, GRS,

RRIEFI0°EIEE AL RIBAE SR A, ST

Ve B . mR UL i iR AR ISR T, Se i miy— R B,

® At Station one, plastic particles are injected into the mold cavity through the injection unit to form preforms.

® Rotate the turntable at station two by 90 degrees to the temperature adjustment station. According to the characteristics and size of the bottle shape,
adjust the temperature before stretching and blowing.

® The third turntable at the workstation rotates 180 °to the bottle blowing station, and the hot preform method is used to stretch and blow air to form the
container of the designed shape.

® The fourth turntable at the workstation finally rotates to the demolding and removal workstation, completing one production cycle of the product.

p
DIC-70HE
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PRODUCT PARAMETERS
U T %%5-DIC-70HEWH A MIES £k

Four-station Series -DIC-70HEW Technical Specification Parameter Table
e Specification B{iUnit
BHER Screw diameter 70 cmi/fshot
s SEEB AR SI'! ot \..'olu me 580 cmifs
Injection unit EHRED Injection pressure 185 MPa
EAHTIE Injection stroke 150 mm
[ Fan=r Screw speed 0-200 r/min
FEEAED Clamping force inj.core 500 KN
ASEEAT BESES Clamping force lip mold 500 KN
IE{:cmtgﬂgmﬂg%g EaaiETE Clamping stroke inj.core 250 mm
EETE Clamping stroke lip mold 500 mm
BRISITIE Conditioning core stroke 250 KN
R RS RSN Conditioning core cylinder 6.00 KN
Lllepinle iB:ERi7i2 Conditioning pot stroke 250 KN -
BB REhH Conditioning pot cylinder 6.00 KN
T2 Stretching stroke 100 mm : : L
R EREH Tensile hfldingfome 10.20 KN MO T {74 7RI Four-station production principle
b e ki et e s Blow molding core stroke 200-250 mm
msg{g{tﬁg :tl:t‘:m MR ETIE Blow molding die stroke 120+120 mm Eﬂ*ﬁ?ﬁﬁs@ﬁﬁﬁ)\ﬁﬁ, ﬁ;mﬁ&o ﬁﬁﬁﬁﬁl&!ﬂ@uﬂkﬂﬁlﬁb Fﬁmﬁ&‘;ﬁ, ﬁﬁﬁﬁi ﬂk%lﬂﬁ
MEEEED Blow mold clamping force 260 KN g AR
MEEART Blow mold platen size 600x350 mm
T T2 Ejector number 200 mm . e
B?cti:li;fstat%n RS H Ejector force 6.00 KN Eﬂﬁﬁf ﬂ‘]ﬂml‘lﬁ, REBRERRAAN, HTHLAR a5 R IR ARENY T, i mp— £ EE.
R4 REEN System pressure 17.5 MPa S ARy R ER .
Hyﬁﬁc system HEEE Oil tank capacity 650 L
ARHAE Pump delivery et L/min ® At Station one, plastic particles are injected into the mold cavity through the injection unit to form preforms.
SEhEEE E;Ef‘:ﬁﬁ"-:\lih ;f:::sz:::ir; g: ::: ® Rotate the turntable at station two by 90 degrees to the temperature adjustment station. According to the characteristics and size of the bottle shape,
Pneumatic system = - adjust the temperature before stretching and blowing.
‘UI.EEFHIF-.&I el 12.0 Cisnps ® The third turntable at the workstation rotates 180 °to the bottle blowing station, and the hot preform method is used to stretch and blow air to form the
:::g: 22:2 :2:2:E::z; ;: ﬁ: container of the designed shape.
. ® The fourth turntable at the workstation finally rotates to the demolding and removal workstation, completing one production cycle of the product.
SHE3ER Servo motor-pump3 27 Kw
e R TEFE aRR Servo motor-filter unit 3.8 Kw
Electric system S EREE Heating capacity-barrel 13 Kw f . TN
HREMEE Heating capacity-mold 8 Kw D'I C- 7 OH EW
{EHIRIEBE Control circuit voltage 24 VDC = T
HEERIThE Total power 105 Kw
LI EEETIE Actual operating power 22-30 Kw
Sk E Cooling tower water 60 L/min D D D
Wik B S K E Cooling tower water pressure 0.3-0.6 MPa
Water system kak Ak E Chiller water 60 L/min D |:|
ik E Chiller water pressure 0.3-0.6 MPa 2 ]
Rt Machine size 5700x2000x3000 mm g D |:|
mi :1";;’ ﬁ:s neEmi Floor space 5700x2000 mm?
nuEE Machine weight 11000 ke “lm n|| m
H . . H
MBFEEAZEFE Model modulus and cavity number table
2000
T {Iigs Four-station equipment DIC-TOHEW B{Unit
SR Number of mold cavities 8 10 7] 14 16 20 24
BAEE Maximum capacity il 0.9 0.8 0.6 0.4 0.25 0.1 L [:]
BAHEO Maximum bottle mouth T 57 56 47 38 32 26 24 MM
BAEONE Maximum outer diameter of the bottle mouth E 57 56 47 38 32 26 24 MM G}
BAFEF Maximum supportring SR 60 58 49 38 33 27 25 MM
BAESEE Maximum bottle diameter BD 85 a5 79 66 54 45 37 MM :I
BAEEEE | Maximum cavity width WD @ 85 85 79 66 54 45 37 MM
BAERFE Maximum cavity depth DD 85 a5 79 66 54 45 37 MM
BAEE Maximum height HB 270 270 270 270 270 270 270 MM
BAEE Maximum weight 55 44 36 31 27 22 18 G - 4
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PRODUCT PARAMETERS
=Tux%I-DIC-150EV 3 At S40%

Three-station Series -DIC-150EV3 Technical Specification Parameter Table

—
e
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\ /DEEP COLLABORATION - INT] g )NTROL OF THE FUTURE/
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KRR S, R
AR e 3

=T {47 RI2 The production principle of three-station

BRI S TR BTENRES, AR, @ ¥ i e hede BB RAN T, e @i — R E = A,

BmstiRES.

@ PR HER 120° BV T (i1, FEAARY B, T RIMORS AR

® At Station one, plastic particles are injected into the mold cavity through the injection unit to form preforms.

® At Station two, the turntable rotates 120 degrees to the bottle blowing station, and the hot preform method is used to stretch and blow air to form the
container of the designed shape.

® The third turntable at the workstation finally rotates to the demolding and removal workstation, completing one production cycle of the product.

i B
DIC-150EV3 1500 1600 __‘

UUIE

3000

800

& Specification B{iUnit
BFERE Screw diameter ®50 cm?/shot
e TR IR SI'! ot u.rolu me 300 cmifs
Injection unit ERES Injection pressure 185 MPa
ERTTIE Injection stroke 150 mm
B Screw speed 0-200 r/min
FEEAED Clamping force inj.core 300 KN
FBERAT BEAED Clamping force lip mold 300 KN
lg{:gg&-ﬂ%ﬁ AR Clamping stroke inj.core WA | N mm
EBE{TIE Clamping stroke lip mold 600 mm
Hf#iTiE Stretching stroke 100 mm
R EEH Tensile holding force 4.80 KN
HIfEVR T MREEhiTiE Blow molding core stroke 200-250 mm
msé{jfﬁ g ;ﬂm DUEERTIE Blow molding die stroke 140 mm
WiRESER Blow mold clamping force 140 KN
WA R Blow mold platen size 350x330 mm
TR T THH{TE Ejector number 200 mm
Bottle elect station T RS H Ejector force 25 KN
HERG: ‘Eﬁﬁﬂiﬁ S)fstem pressure 17.5 MPa
Hydraulic system SHEEE Oil tank capacity 450 L
THRAEE Pump delivery 120-160 L/min
WSEH System pressure 35 MPa
o e:‘n?r?sﬁtem HBRIEASES Oil tank capacity 0.8 MPa
NBRASESE Pump delivery 10.0 L/shot
SHELER Servo motor-pumpl 22 Kw
‘ME2{E8R Servo motor-pump2 22 Kw
HE3ER Servo motor-pump3 22 Kw
hEFE SRR Servo motor-filter unit 1.8 Kw
El?;:& zﬁm MEAEAEE Heating capacity-barrel 11 Kw
BARAES Heating capacity-mold 6 Kw
FHIREBE Control circuit voltage 24 VDC
88 BhE Total power 85 Kw
LR HEETIE Actual operating power 15-20 Kw
Sk E Cooling tower water 55 L/min
Wik B S K E Cooling tower water pressure 0.3-0.6 MPa
Water system wkak kB Chiller water 60 L/min
wkak kK E Chiller water pressure 0.3-0.6 MPa
NBRT. BR ﬁ:RTJ Machine size 4500x1600x3000 mm.
Machine size, mass R Floor space 4500x1600 mm
HBESE Machine weight 7500 kg
B SR SRR Model modulus and cavity number table
=T{UigE Four-station equipment DIC-150EV3 B{IUnit
R Number of mold cavities 1 2 3 4 5 6 7 8
BARE Maximum capacity 1500 1400 | 1400 600 | 300 | 180 | 90 35 L
w|mAKO Maximum bottle mouth T 85 65 50 37 28 24 18 12 MM
AR OM2 Maximum outer diameter of the bottle mouth E 83 62 48 35 26 22 16 10 MM
BAZRF Maximum support ring SR | 85 65 50 37 28 24 | 18 12 MM
BAEBEE Maximum bottle diameter BD 90 90 90 66 54 44 36 30 MM
BAEERE Maximum cavity width WD | 90 90 a0 66 54 44 36 30 MM
BAEEFEE Maximum cavity depth DD 90 90 a0 66 54 44 36 30 MM
BAEE Maximum height HB 250 250 250 210 170 150 120 80 MM
BAES Maximum weight 280 | 220 180 85 60 45 35 25 G
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PRODUCT PARAMETERS

=T1%x%-DIC-250EV 3 AMig %z
Three-station Series -DIC-250EV3 Technical Specification Parameter Table
e Specification B{iUnit
BHER Screw diameter P70 cm?/shot
- SEER{EIR SI'! ot \..'olu me 580 cmifs
Injection unit AREN Injection pressure 185 MPa
ERTIE Injection stroke 150 mm
BEE Screw speed 0-200 r/min
FETEED Clamping force inj.core 300 KN T e L
ERRATH [BIEGED Clamping force lip mold 300 KN : AR &b
Ig{:gggm"g%g A SiETE Clamping stroke inj.core 250 mm
[ERETIE Clamping stroke lip mold 600 mm
HfiTiE Stretching stroke 100 mm
R EEH Tensile holding force 7.80 KN
EuraLg i DrEphiTiE Blow molding core stroke 200-250 mm a ) o )
ms;lrg;cﬁggt%n WIRESE Blow molding die stroke 200 mm =T {4 RI2 The production principle of three-station
BRESED Blow mold clamping force 220 KN
ik ZERARY P E e e o EBE T 5T 5 RS, FPRARR R R SIS T, SR 20— R
Bottle elect station T RS H Ejector force 4.00 KN
BERGE RYED System pressure 17.5 MPa . i
i vy Oilank capacity 550 : SR 120 ER T AL, BRI, # AR
SRR Pump delivery 120-160 L/min B RigitiikE .
MSEH System pressure 35 MPa
o e&?liﬁmm MBRIERSER Oil tank capacity 0.8 MPa
N2mEsSEE Pump delivery 10.0 L/shot ® At Station one, plastic particles are injected into the mold cavity through the injection unit to form preforms.
shE 1R Servo motor-pumpl 27 Kw ® At Station two, the turntable rotates 120 degrees to the bottle blowing station, and the hot preform method is used to stretch and blow air to form the
R 2R Servo motor-pump2 22 Kw container of the designed shape.
ShE3EER Servo motor-pump3 5P Kw ® The third turntable at the workstation finally rotates to the demolding and removal workstation, completing one production cycle of the product.
R4 hEE SRR Servo motor-filter unit 3.0 Kw
El:tz system WEEAEE Heating capacity-barrel 13 Kw
BEAEREE Heating capacity-mold 8 Kw
FEHI B BE Control circuit voltage 24 VDC a ~
B RAhE Total power 95 Kw DI C- 2 50EV3 1850
LR HEETE Actual operating power 18-22 Kw
Sk E Cooling tower water 60 L/min
Wik R SR K E Cooling tower water pressure 0.3-0.6 MPa D D
Water system Kok E Chiller water 60 L/min —
kKK E Chiller water pressure 0.3-0.6 MPa
NERT Machine size 5000x1850x3000 mm [ D D
MRS, EE = o
Machine size, mass IR Floor space 5000x1850 mm g g i
HBEE Machine weight 9500 kg = D D |
1 Ko o
g 1:
B SR SRR Model modulus and cavity number table 1
=T Four-station equipment DIC-250EV3 B {TUnit 5000 e
R Number of mold cavities T, 2 3 4 5 6 i 8
BABE Maximum capacity 5000 | 3000 | 3000 | 2000 | 900 | 600 = 350 | 250 L
wmAKEO Maximum bottle mouth T 107 80 T2 60 42 35 30 24 MM
BXEON Maximum outer diameter of the bottle mouth E 105 78 70 58 40 33 28 22 MM
BAZEIF Maximum support ring SR | 107 | 80 72 60 42 35 30 24 MM
BAEOER Maximum bottle diameter BD 150 130 130 100 80 66 55 48 MM
BAEETEE Maximum cavity width WD 150 130 130 100 80 66 55 48 MM
BAERFEE Maximum cavity depth DD 150 130 130 100 80 66 55 48 MM
BAEE Maximum height HB 335 335 335 335 265 250 250 210 MM
BAES Maximum weight 550 320 260 180 150 110 55 39 G - -
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PRODUCT PARAMETERS
=T %%I-DIC-500EV 3 AfMig S 5%

Three-station Series -DIC-500EV3 Technical Specification Parameter Table

ER T, FRTTR A
HRTRm

=T 4RI The production principle of three-station

BRI S TR BTENRES, AR, ¥ i e hede BB RAN T, e @i — R E = A,

R HERe120° B WOl T, A B, #HTHIEIRSAR
BmstiRES.

® At Station one, plastic particles are injected into the mold cavity through the injection unit to form preforms.

® At Station two, the turntable rotates 120 degrees to the bottle blowing station, and the hot preform method is used to stretch and blow air to form the
container of the designed shape.

® The third turntable at the workstation finally rotates to the demolding and removal workstation, completing one production cycle of the product.

e
DIC-500EV3 2200

A& Specification B {IUnit
BFER Screw diameter $70 cm?/shot
- SEER{EIR SI'! ot u.rolu me 580 cmifs
Injection unit EHRED Injection pressure 185 MPa
ERITIE Injection stroke 150 mm
B Screw speed 0-200 r/min
AT AED Clamping force inj.core 500 KN
ASEAT BESES Clamping force lip mold 500 KN
'E{S%’Sta"t‘%g CEATAIRITE Clamping stroke inj.core 25022 | N4 mm
[EIE{TE Clamping stroke lip mold 600 mm
HIfiTiE Stretching stroke 100 mm
I EEH Tensile holding force 10.20 KN
TR REEEITIE Blow molding core stroke 200-250 mm
msé{ﬁﬁ 2 ;ﬂm BUREITIE Blow molding die stroke 200 mm
DEEEED Blow mold clamping force 260 KN
WA R Blow mold platen size 600x350 mm
WP T TR Ejector number 200 mm
Bottle elect station TR &REH Ejector force 6.00 KN
BERG: ‘Eﬁﬁﬂiﬁ S)fstem pressure 17.5 MPa
Hydraulic system SHEEE Oil tank capacity 650 L
hEHE Pump delivery 120-160 L/min
WSEH System pressure 35 MPa
o e:‘n?r?sﬁtem HBRIEASED Oil tank capacity 0.8 MPa
HNEESEsE Pump delivery 12.0 L/shot
SHELER Servo motor-pumpl 21 Kw
R 2{ER Servo motor-pump2 27 Kw
HE3ER Servo motor-pump3 27 Kw
BSRG hEs SRR Servo motor-filter unit 3.0 Kw
Electric system HEEAEE Heating capacity-barrel 13 Kw
BARAES Heating capacity-mold 8 Kw
FHIREBE Control circuit voltage 24 VDC
HEEThE Total power 105 Kw
LR Actual operating power 22-30 Kw
Sk E Cooling tower water 60 L/min
Wik B S K E Cooling tower water pressure 0.3-0.6 MPa
Water system Tkokok & Chiller water 60 L/min
wkak kK E Chiller water pressure 0.3-0.6 MPa
NERY. EE ﬁng Machine size 5700x2200x3000 mm2
Machine size, mass R Floor space 5700x2200 mm
I Machine weight 12000 kg
B SR SRR Model modulus and cavity number table
Four-station equipment DIC-500EV3 B {TUnit
R Number of mold cavities 1 2 3 4 5 6 7 8
BARE Maximum capacity 5000 | 3000 @ 3000 | 3000 | 2000 900 = 600 350 L
=mAKEO Maximum bottle mouth T 110 98 80 T0 60 42 35 30 MM
BXEONE Maximum outer diameter of the bottle mouth E 107 80 78 68 58 40 33 28 MM
BAGEF Maximum support ring SR 110 | 98 80 70 60 42 | 35 30 MM
BAEOER Maximum bottle diameter BD 150 130 130 120 80 66 55 48 MM
BAERERE Maximum cavity width WD 150 130 130 100 80 66 55 48 MM
BAEISEE | Maximum cavity depth DD 140 | 140 | 140 140 | 70 56 45 38 MM
BAEE Maximum height HB 335 335 335 335 265 250 250 210 MM
BAES Maximum weight 650 380 310 220 175 135 65 45 G
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APPLICATION
R FR s

TR 7K B B h) LT #R
(PCTG. Tritan™, PC, PS.AS. PPSU)

-33

ES LN s A
(ABS.AS.PETG. PET.PP)

Containers for beauty and daily chemical
products (ABS. AS. PETG. PET. PP)

-/ DEEP COLLABORATION - INTELLIGENT CONTROL OF THE FUTURE/

EVHARETER AAEIRR R B
(POM. PET. PE. PP, PC.PETG) (PP+ PE. PET.PS)

and medical devices Fluid beverage and pharmaceutical packaging
C, PETG) (PP, PE, PET, PS)
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SERVICE AND GUARANTEE
ARSS IR I&

RTMHNERRSRE
— 2 HURSHFR

Hassle-free after-sale sevice & one stop comprehensive service system

EaIiESS TUTELE Professionalando

o RIEEAFRES, RERENNRER AR, R ANREEEMiERE. 7
REBARPIRIHEEFR BHRETREELESE, W KESH{THE;

e BFER TREIFR. BER REEAE, ARG S5E P HTEARSMN.
T ;

o FERHR AT B AA T E RS 357
EaR AL FEIE 057156396990 BRREAET

® Based on the customer's product information, provide the best machine configura-
tion plan and the selection of peripheral auxiliary machines. We can design a free
layout diagram of the injection molding workshop for custormers as a reference and
estimate water, electricity and gas.

® |tis convenient for customers to understand our company's products, technologies,
services and other contents, and they can go to the site to have technical exchanges
and communication with customers.

® \We are always ready to offer on-site visits and exchanges at our company.

Pre-sale technical support phone number: 0571-56396990 Contact person: Engineer
Zhang.

e EEHE% éiiiﬂﬂ the afte rvice is worry-free throughout the entire process

e =RRE: R RHEIRE. RBE R R BISIIRARISEAR.

o — -+ ERRS

o ATREAREHHEL HEH24) HHERSHE, T TN A BT
&, RE—1EIE, B TSES—An A EREERNRES.
E RS ER24/) B {EHE B81F: 057156396993
{EEEfEE; 0571-56396997

® Three free services: Free assistance with installation, free commissioning, and free
training for technical and operator personnel.

® 24-hour after-sales service

® Both the company headquarters and each office have 24-hour sales and service
hotlines. No matter when your machine has a problem, just give us a call and we will
provide you with convenient service in the first place.

The 24-hour duty phone number of the Customer Service department is:
0571-563960993

Duty fax: 0571-56396997
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kTS, RENE BINER N2 HURE —MEBE T HT, M
HERIER, LAEEERRE. BEZR, BREK, RERRIRNME

PhiE, EFHAFRR,

All-dimensional empowerment arrives in one stop

In business competition, success lies in efficiency. We offer one-stop, all-round
services - from strategy to execution, from resources to technology, providing
precise empowerment throughout the entire cycle. Simplify com plexity, focus
on growth, be your most reliable growth partner, and reach the future hand in
hand.

e IEIREREBIERYE Remote after-sales management system

NREHEN —FEREERN T ERBTHE, T4 —EniEE
EEERKTLRA, tREFEERLEIHTL. Bk
i, RSN, BANEERESEE AERVEEER AT S RLUTL
TR

If you are not familiar with the use of one-step equipment and the processin
the early stage, you can pay a certain fee for the remote after-sales manage-
ment system platform. The remote after-sales management system realizes

efficient and transparent after-sales service operation through digitalization,
intelligence and full-chain collaboration. Its core operation mode can be

divided into the following key links:

1. ZRERESEERTLEN

ZRMEEN BPALETAPPMER, B B EFREZIRERE
R, RGEmER T BHXBEF R EHIE igEE S, FRIEHS) .

BRES S AR HE A (WS SF R B A i) , BEhITEg
MRER R A ERAFEESR.

1LMulti-channel repair reporting and intelligent work order generation

Multi-channel access: Users can submit repair requests through the APP,
mini-program, phone, social media, etc. The system will automatically gener-
ate work orders and associate them with the user's historical data (such as
equipment model, warranty period, etc.).

Intelligent classification: Al identifies fault types (such as through text descrip-
tions, images or videos), and automatically matches knowledge base solutions
or recommends maintenance plans.

2. BEERR S TRITEE G

SR EIE : EFGPSHIBSHEAR, R AMBIEEBRIIMNFIATL
12Im, HEahke. TER HMARE,
AR IRIEAE B RFRE IgE B vs. BHER) . EPER
GNVIPEF) BELERIRRF.

2.Intelligent order dispatching and engineer scheduling

Real-time location matching: Based on GPS or LBS technology, the system
automatically screens the nearest available engineers and optimizes order
dispatchingin combination with their skills and workloads.

Dynamic priority: Adjust the handling sequence based on the urgency of the

fault (such as equipment downtime vs. regular maintenance) and the customer
level (such as VIP customers).

3. ERRisH 5P AR

loTig#& l5i B Mig & R HEFET8IR, RATIE BIENE
R ETHRRSE NHERERIFER) .

AR/ISTIES : TRRMiET MR ENARIREEZIES AP BB
BE S, L LR

3. Remote diagnosis and pretreatment

loT device monitoring: Networked devices transmit real-time operational
data, and the system issues early warnings of potential faults and triggers
proactive services (such as pushing maintenance reminders).

AR/ Video guidance: Engineers remotely guide users to troubleshoot simple
problems by themselves through video calls or AR annotations, reducing the

number of on-site visits.

4. @FERMSARED

HEBER: AR LRES TERE. TIRINUE. it Fiiedia, 2
R BRA N IR BRI,

ORI R B TR R B AOEM (N, R 2R, ST A
PIELITH S5 R,

4. Full-process visualization and interaction with users

Progress tracking: Users can view the status of work orders, the location of
engineers, and the estimated arrival time in real time, providing a "Didi"
style service experience.

Transparent communication: The system automatically pushes notifications
at key nodes (such as order acceptance, departure, and completion), and

supports users' online evaluation and feedback.
5. BIBAF S5t

5 S R AEEEIBEMIRRE, REEMD A GNFE S s
HERIR) , Hah= @,

REMEASETAIS T TRAE K B HEES, 1R EAN
o AR R RS

5. Data Closed-loop and optimization

Fault analysis: Aggregate maintenance data to generate reports, identify
high-frequency issues (such as the vulnerable sealing strips of a certain
model of refrigerator), and drive product improvement.

Service optimization: By analyzing the processing time of work orders,

customer satisfaction, etc. through Al, optimize the dispatching rules or
customer service response strategies.

Em@lﬁ éig%fl:.\ Remaote after-sales management system

FMAR S TRIM S E 28 # 1T EHEME A, SIEH 8
BRI, B EERER T EPHIAEE, REASRIRER
MEnEAELRENF.

Our service engineers will conduct regular follow-up visits to your
machine, including inspection and maintenance of the machine,
answering any guestions you encounter during its use, and providing
feedback on your opinions and suggestions regarding the machine's
usage to the company.

KBRS BT Lifetime service for pi

AMTRESETRNAR, BRINERERHEEHNEERS, 8
RIEFRHYE, ERBEAFEDNAENSHERRALR.

For all users who purchase Deep Intelligent Control products, we will
provide you with lifetime maintenance services. For machines beyond
the warranty period, reasonable parts costs and labor fees will be
charged for replacing spare parts.
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