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Our Multi-slide Diecasting Procedure (8t D ILFRAS5AF & LX)

Casting Machine and procedure
(M DIILFRSAREHEEEETE)

Cross Head

D¥ie Block

Qutput
(Mt D& B —AXIEADELY)

Parts (E &)

Runner
(Sv+—)

Overflow
(A —/\—21—)




Procedure differenciation (LiE® HEk)
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Multi-slide T ;% (Satura’s type) 1.8#/33vk (1.8sec/shot)

EHESA (HRXMIE(Standard type) 13#/23vk (13sec/shot)
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(Improve mechanicalcharactaristic) (Competitive price)
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(Advantage for special material)




