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PET Series

29784 &8 Turnkey Solution Service

HPISEARZE - TS RiFRECEEFKENESSFRENDREREREE  HFEENREREMR
FERBREELIRE  KIBERSNEETK /uaﬁﬁﬁI%ﬁﬁiﬁtﬁﬂﬂﬁﬂ/\t"ﬁﬁﬁiﬁ  EER0R ~ 1IRE ~ BEF
1LEE « SERINZEMBRE @ IRHEFK ~ gk~ 5%E  SBReVERRS @ EITEENMNES R BRERER

mERS I RNFRIEMEREZH  BRREFEENER -

MR ST -3 0 Beverage Production Line of PET Bottles

We have been in the industry of machines for many decades. Our machines had met international standard and earned
good reputations from our customers. In recent years, we devoted in developing turnkey project, that suitable for water,
beverage, detergent, edible oil production line, in order to satisfy customers’demands of one stop shopping, short lead time,
and achievement of time to volume. Our Whole Plant Export Department is able to implement engineering plans with
integration abilities for factory layout planning, equipment, molds, automation peripherals, and mass production technique. -
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PET Series PET Series

iY== k- oY Sl PET Preform Production System Preform Injection Molding Machine Spec. [BiliaEN:Eifat 3L SES
3 Ee i3 b PET Preform Injection Molding Machine

i% 12 B & Screw diameter mm 55 70 90 90 100 115 130
: /L TEER AT d A < ZEREEE T e P - .y 8 i 17 72 Screw stroke ] 200 240 306 306 340 420 430
BRARERX ~ IREEERE] ~ BT~ BRI ~ R 5AE - tilmE KRB R FEDIRIL S BB T - ”
IB5RETHIB1E Theoretical shot volume cm? 475 923 1946 1946 2669 4360 5705
o MIEEIEET » OBREEXZXPETHRAL » 0: /NHE ~ EFiEHR ~ iR - BOMESIIE AR - ?gjﬂejcfg: 12 5 & L & Shot weight of injection (PET) ~ gram 432 1015 2140 2140 2936 4796 6275
v i g 5 B 72 Injection pressure kgf/cm? 1166 1276 1133 1133 1128 1049 1045
o ERRERE TR  £0F B SR B8 EES0ECERREERIRE - unit fecton? k
§ 1 & & Injection speed mm/sec 127 124 119 119 119 118 121
o 1ETRET HIEIBERET  EHRPETRR Z BB L AR A - —
g d X Injection rate cm¥sec 302 478 759 759 933 1228 1607
o IRAPDBEE » BIZISSEEBRE  BiSE  RBSIEE  EEHIREREL1°CR  BRRIIEE - YT T— B cso oo oo . 000 1000
PET preform injection molding machine can be applied to manufacture bottles for mineral water, carbonated drink, juice, ST a 8 Mold tickness M 2007610 200~650 200~650 200~675 S I B
clamping [# 8 R T Mold platen (HxV) mm 745x745 820x820 894x894 969x969  1080x1080  1310x1310  1440x1440
® This series is great for producing various PET preforms, such as water bottle, hot filling bottle, cooking oil bottle, wide unit £ 1 17 1 Ejector stroke mm . - P - - 0 -
mouth bottle, and 5-gallon large perform, etc. -
£ # 70 Ejectorforce tonf 4.0 7.9 11.0 15.8 21.5 33.7 44.0
e Our turnkey solution can supply a complete set of peripherals, for example, dehumidifier, dryer, loader, chiller, mold, hot Eﬁgﬁ £0BRE7) Max. pump criving motor W 59 77 100 . 155 189 230
runner system, and etc. Electrical
equipment | & B B & Heater capacity kW 18 27.6 48 48 84 100 120
® Special injection unit design, benefit for PET plasticizing. s |8 B B 2 Sutablemol f— 8 16 2432 39-48 48 7 o
® Temperature tolerance is kept within +1°C by using PID temperature control, which has limitations for screw cold starts, Others | # R T Machine dimensions (LX\WxH) MM 6250x1480x1830 7200x1550x1930 9000x2100x2300 9300x2100x2500 9500x2200x2950 11000x2300x3200 11550x2400x3400

broken wire detector, and temperature preservation. - -
1. AR SIESIZPETLNE1.35t8 -

2. BENE  PIFO0mmEL T RESE -
3. AERAEMARNE » SREHEERFOASBIEERA -

1. The shot weight is based on PET at specific gravity of 1.3.
2. The number of cavity is based on the size of the neck under 30mm.
3. Due to continuous improvements, we reserve the right to amend any of the above specifications without prior notice.

AR SN LN ER e

PET Preform External Cooling System

o BT AIEZET, REENE A GaE TEN B4l o
o BAURF10~20 % ZEEXME -

» Multi-stage design, easier for taking out
preforms and cooling externally.

» Effectively increase 10~20 % productivity.

BREEH Dehumidifier

* RIS RN ZHIFRERS] » MEIFRIBIR
IR ERRIENEGE -

=3§§7%Z§ﬂ%ﬁ¢§ﬁ'ﬂiéﬂ%1¢%@ﬂi@
SHIBRERE

e Control in-mold moisture for optimal
processing quality.

;::;_r._ :
HT-300P
*FCS can provide a suitable dehumidifier
based on production requirements.

KK Chiller —®
o IRELRANIRRE ENVNE SAMEME - 18
RERENR 8~12°C »

- ERBARTRIRROEEGRERE |
SR - b

B ZEHERIRHE Vacuum Feeder

1 *Jﬁﬁ , @E‘E%ﬁﬁiﬁﬁﬁﬂi\%

. xmm%@h 3% R¢5*4¥E*ﬂ$zkyeﬁﬁ Ry B
BE - EFIEREIVAR -

* The excellent product surface by means of

vacuum feeding,suitable for transparent
product.

00000

* Provide fast cooling for the mold with
temperature between 8~12° C.

mIrEE (53R P5-P7)

* FCS can provide a suitable chiller based
PET Preform Mold (P5-P7)

on production requirements.
, Energy saving by decreasing the time and
temperature needed for drying the plastic

BERBERETPLEETLRNRE  ERNTERPRERRR - material.

. F’erlpherals will be selected according to customer's production demand, central resin conveying systems can also be applied.

3| e P3-PI0 AETEKK | ERBATHAN PET/CAPscres |4



PET Series

A=Y N M PET Preform Production System

5

SR B Preform Specifications

o FE2002HEI5N0F

* NERZOEBN

o 487165 AL A Al

=/ \FFEE T K212,0008

e For PET bottles range from 200 ml to 5 gallon.

® Maximum number of cavities : 96.

® Take a 48-cavity 16g preform mold as the example,
hourly production can reach at least 12,000 pieces.

i8S -1 Preform Design

o RIFHVRITIEBLLERET - BEEE « IBNEEHEES -

®
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® Great stretch ratio design for preforms which has high degree of freedom for bottle blow molding.

ZIBIR 7T Part below support ring
EfREEREBMOERE

Diameter and wall thickness are defined

i

by neck finish.

HCIZEA Neck

RIS EE
Defined by bottle.

$ B2 Tapper

/=

#ﬁ 5 Body

& RERBERBHRENE - RY - ERAREETEE
Diameter, length and wall thickness are defined by bottle
shape, dimensions, application, and weight.

RERBEMNSEMREEER
Length is defined by the length of bottle shoulder.

e P3-P10 BREIFXH . ERBATH

@

\

% £\ A\
=N

:HIE Base

EREBEREMERIERESR

Dlame‘[er and wall thickness are defined by preform body

and application.

S =BT L &S LTl Preform Mold - Cooling Analysis

® E AMoldex3DIER DT » /BEIMEEILERE
e Moldex3D CAE analysis is utilized to optimize the cooling efficiency of mold.

AWER

ZEETBEE A ZEERE

Thermal imaging instrument

o R DAENEITE L - BMMLERRRIGEIRE/
BELENEREE -

@ Cooling ability and preform consistency are the key
indicators of a fast / stable preform production system.

e 487 ZE+1.5°C. / 48 cav. Temp. variation +1.5°C.

S ISR Ehaat = 3 JEsE NS NCE Y Preform Mold - Eject Mechanism/ Laser Detector(Optional)

RE128:R6 ~ R7 o EHEBIRABINAFAVEIEL » WINEANRE
Reflector : R6 ~ R7 HIRXESS » ERNEmTEIES -

\ ® To ensure the products can be ejected fully, slide or

AY type ejector device is applied. Infrared detector is
BB K91.5mm

also installed.
Light spot diameter : 1.5mm

2 BIEBREE 1mEE

Detection dist. at Tm

B AR FERE : 8m

Max. detection dist. : 8m

PET/CAPseries |6
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PET Series
Y- 30N Sl PET Preform Production System

Y —R=B - % LA Preform Mold - Standard Stacking Design

SR Neck-ring

FHE({Z Cavity
..

H¥IRE Gate-insert

BRI
Hot runner & manifold

PET #hA%
PET preform

i
= 9 \
FAZE Slider — @

=1E=Ei = High Quality Preform Mold

° Nt E

* RAA(CEE) E

* RUBE  AILES » RmEE—H

® EIEHIRRELEHER - TISERVHREAI B SRR

o HFEERIL - HIIR - EORIREE REmES

EF Lock-ring

® Material is stainless steel.

@ Stable dimensions, high concentricity, and consistent
preform weight

® Shorter cycle time, reliable performance with high yield.

@ No crystallization, no scratch, no flash, and high surface
quality.

=SERE B RSN Features of Hot Runner & Manifold

~,
Bl

c4

o LEHRIBERET ~ FRIBREFE IR « BHAR R ® Balanced manifold design, faster filling and shorter

o [EESREE « BERBRERE  BEREH cycle time.

ERA e Low energy consumption, decrease packing time
o PDIREIEH - OB FIRBIDRIS - IER NCl pressure, low mainfenance osts,

BEAREEE = AA(E e PID temperature control, independent tip & manifold

control, benefit for lowing AA values.

e Hot runner & manifold are comparable with
industrial well-known brands, high precision and
easy disassembly.

® A8 « AHRSHEAHEN B @A~ E
RES » FFEIRE

e P3-P10 BEFIKHF : ERBATRENA

® The preform comes out with low AA (acetaldehyde) value.

i BA 458 5 15 ) % 1

o BIENERNE

o MEEERLSHL - WIALIRE
o IEIVREREH » RIERHME
o BREBIRK  BRANSIRIT

Preform External Cooling System

e Adopt touch panel interface.
® Reserved peripheral output and input functions.
® Multiple speed control for optimal effect.

o Self-detected system for internal and external
conditions.

e Match with a dehumidifier to ensure cooling effect.

o BESORETRER - BERTRERUR

o RUIFSE ~ REIR ~ ML ~ TFES
o ITURNBANBMIRESEENERI0%~50%
o WMEHENBEN » BEA B AN R R A ELE ER

® Easy adjustment, fast speed, accurate positioning,
highly reliable.

® Multi-stage cooling design, effectively boots
productivity by 30%~50%.

® External cooling mechanism, which can reduce
in-mold cooling period and cycle time.

o WMFERMBTEEIL » BLEMGEIIEHIER

REIBE

i

11

® Products are taken out by robot, preform scratches
and mold damages can be prevented.

PET/CAPseries |8



CAP Series
BIREHRZE ERM

CAP Series

CAP Injection Molding Machine Spec. BEiEES:E R L E S

CAP Production System

ERZBLTININFEE [CAPRY ) BERMEBLEERMA - FCS successfully developed the “Ultra-high production rate

9

BERIH#ELEAY 28mm/30mm-48cavitizE ] &R » B/)\  CAP series”. A 28mm/30mm 48-cavity mold can produce at % 18 B & Screw diameter mm 50 62 75
B EERED]E 26,0001 £ » EEME KGR - least 26,000 caps per hour. §l H {7 %2 Screw stroke — 200 240 306
BiHE T 12 5 59 B B #& Theoretical shot volume cm? 393 724 1351
. . Injection |¥ & & B & Shot weight of injection(PS gram 357 659 1230
BRERBLEERMR Ultra-High Production Rate for CAP System Junit o "ZH p— ot welght of infection(Ps) o o oo oy
R Injection pressure gr/cm
(j@FREZEtR"EE ] Diagram of Loop Design & WE & ZE Injection speed mm/sec 121 122 121
Eofis a0 me B =R BE gt fas K Injection rate cmd/sec 238 367 535
P Ys Injection ° Cooling .Matenal Feedmg. Mold Opening - Ejection Mold Closing
1.5seC 0.8sec 1.0sec 1.1sec 0.9sec 1.2sec 2] 1= 73 Mold clamping force tonf 150 250 350
.. gecee e 'ﬂ?gg?on o Ciﬁﬂg Materg[\lﬁeding B & 1T 72 Mold clamping stroke mm 460 550 645
886066 | 15 0.8 1.0
.mmg— see see ) Idsg?g. B e st |4 E Mold thickness mm 130~550 200~670 200~790
allal on {[al =.
S e T e Mold  |@#S/IMEERY Suggested min. Mold dim. (HxV) ~ mm 299x299 364x364 429x429
- - e clamping x5 g5 Tie bar spacing (HxV) mm 460x460 555x555 680x680
Injection . Cooling i Material Feeding : unit
©° 1.5seC T 08sec 1.0sec # #8 R Y MoldPlaten (HxV) mm 670x670 820x820 969x969
EERERRIE B —m — = 110 150 200
Hot Runner Cap Mold MO'? ?pe”‘”g <« EESES -> ¥ #& 1T # Ejector stroke mm
.1sec (=h—u
I ol Ti .ET sl h £ & 7] Ejectorforce tonf 4.0 5.4 10.9
E_[EE*$§48H Ejection : _ Mold Closing Inggezsgogutrgi? b?,”;né}o N
S NEE 0.9se0 1.2500 Eimesst (P IR0 # K E Servo motor kw 33.3 50.0 60.0
#8-cavity cap mold for bottied water * ADFRFI=EEB (IR BILHSLE — A EEBIS M ENERRAEE20% Electrical |® # % i Pump driving motor HP(kW)  30(22.4) 60(44.8) 80(59.7)
.ch\e time ‘of'AD‘ Ser\es—Tmple Loop H‘igh Speed Injection Molding Machine is 20% shorter than regular . t
single loop injection molding machine’s. equmen @é % g % Heater Capacity kw 1 1 1 160 230
EHib B #& B Suitable mold cavity 16~32 24~48 32~64
Others # W R I Machine dimensions (LxWxH) mm 5655x1380x2024 6110x1600x2100 7600x1730x2070
AERNEHSE - AERTEARHE @ REHESEFOARBIEBA -
The features are for reference only. Due to continuous improvements, we reserve the right to amend any of the above specification without prior notice.
PT—— FCS-3000 #ERSELIRAISS R B8 HH BRI i e
Dehf?nﬂi?(ﬁfiﬁ FCS-3000 Controller S,Erjmt-ﬁ(b)ff )I\Tozzle New IInjection éarriage LlzlE Lg)?sp;e}-rle’:draullc
EEESHRE SRERE 25ms ﬁto%%/jg?é; . BENEAERSIE T | FESER | BT
Directly placed on the StYStem 1re2aé:‘[|on 100% Olea{l;ége Prevent barrel titing and KIEHEIE A ESEER
(o] . .
IMM mels feoms prevention nozzle raising Reduce cycle time )il e -FN S0k UL =W Cap Specifications

AN FERE

915 T EEnE

HERE s J . ‘
Samples

53’30/9;;,' \.Jg

350cc, 600cc 350cc, 600cc 1250cc, 1500cc 2000cc,5000cc 350cc,600cc,1250cc
1250cc,1500cc, 2000cc  1250cc,1500cc, 2000cc 2000cc, 5000cc — R E0mE 1500cc,2000cc
i WK ot WK ~ R A
i R T~ BSRK - F0RR - A A Y IREPRRMRE BEHE
BEERR R B e R S
Ee. | MBMETKER
I Mineral water, Fruit juice, el W
Carbonated drinks ; . ) Mineral water, ap design will be
- Applicati er?e'ral water, R ral water Sauces, Candy can, ~ Pasedoncustomer  carhonated drinks
ppiicatiof Juice, Sauces Sauces, Candy can request
The most popular cap ' : )/ Cookie pot
design on the market

PIE= AD FR3 =B ES IRE G B

Cap Cutting Machine

e P3-P10 BEFIKHF : EREBATRENA

AD Series-Triple Loop High Speed Injection Molding Machine

PET/CAPseres |10



PET Series PET Series

A=Ldv4;it -3 PET Stretch Blow Molding Machine Auxiliary Equipment for PET Bottle Bolowing Machine [d=RUW&iik =Y PER 1841

SRADEHS  ER - RE  8E -« 23 - ERSTLUREE TSI RS E 2 S S AENPET2 g .
BN - FOERDE  EHRESE - SEATEREE « 8% - BRIKEIS09001 2008 REEEAHAICE ELLW ~ir compressor
22198 UERERERECHRZ 2 - SEATMER - 5t 5% « SR (S EREPETELRE
1B, HEEM - LM - CRTZS] » BIEE2HASESHILNES » REERAE » TSRS TN EEES
T BIERAIRENG -

o IREINHRAL AV ZEERR

o (KIBAREIRISIVAEEERL  BIESHSEE
(35bar) ZE[ER 4

o AEREERENE RSB » OhEIEBE
10,000hrs » BEMRELNT

KEENPRO team with R&D, manufacture, quality, marketing, training, and quick services to develop the world most
energy saving Full Automatic PET Blow Molding Machine, Preform Neck Crystallized Machine, and Turnkey Project.
KEENPRO manufacture, assembly, inspection based on ISO9001:2008 quality management system and CE
regulation rule. KEENPRO through environmental protection, energy saving, high speed, light weight, compact
space development trend, present EM, LM, CR series full specification of blowing machine, suitable for customer
diversity requirement, can directly connect to filling machine, to maximize investment revenue.

lV§:k - ¥i:E:<l Blow Molding Machine Type

® Provide blow molding of air pressure source.

e According to different specifications of the
production conditions, matching suitable High
pressure type (35bar) air compressor.

® The oil-free air compressor which is energy-saving
& low air consumption can operate over 10,000hrs
without maintenance.

Chiller

* IREIRAVE B IR R ERVILE T a1
o KEBRRERIBHEERT - EECESHSEE (4bar) 7KK

o BARVESHICIRITE
o BARE - &« E0VRE

o IRAEWHIAL

o RABmEEN SR

o FRARRREFE)

* Provides the necessary cooling conditions for rapid production of
blow molds.

* According to different specifications of the production conditions,
to adopt the appropriate high-pressure (4bar) chiller .

Cooling Tower

o RIS R ZE B S EN A

* Provide chiller and air compressor cooling.

e Suitable for small capacity of diversity production blowing industry.

e Suitable for thick, long and heavy perform.

® Adopt star-wheel preform infeed.

® Adopt preform hanging heating system.

e Adopt servo-pneumatic movement.

EX #&B3) (Economic)

EM-SD {27! (Standard) RERHBES Transfer System

o KA [RI9EEE) ) - BRRSEEEBRBRFE -

o BWEABRRIRUTIENE - BRIES1/H0HED - OB -
o RIBEERRENILER - 2TZ045kgf -

e Using "screw drive for fast continuous movement and variable speed.

e Stable transfer system with U-shaped track and 1/3 sling driving force,
less resistance.

e Composite of glass fiber and Nylon carrier block with loading force up
to 945 kdf.

11 PET/CAPscries |12



PET Series

"EEEEELRIZEEEY PeT stretch Blow Molding Machine

Cavity BPH PCS mm mm MAX. MAX. (mm) MAX. (mm) MAX. (mm) MAX. (mm) | Box*channel kW kw cm kg
02MC 2 2000 90 381 1143 2Ltr. 30 150 105 320 2*1 30 34 420x290x320 3000
02L 2 1500 64 76.2 240 12Ltr. 55 190 210 450 6*1 125 140 600x420x320 7000
024G 2 1050 80 76.2 270 15Ltr. 55 250 230 500 4*1 150 165 630x420x320 8000

Cavity BPH PCS mm mm MAX. MAX. (mm) MAX. (mm) MAX. (mm) MAX. (mm) | Box*channel kw kw cm kg
02MC 2 2000 62 62 114.3 1.5Ltr. 38 150 105 320 1*2 19 24 230x220x350 2500
02MC-SH 2 2000 62 62 114.3 1.5Ltr. 38 150 105 320 1*2 38 48 230x220x350 2500

Cavity BPH PCS mm mm MAX. MAX. (mm) MAX. (mm) MAX. (mm) MAX. (mm) | Box*channel kw kw cm kg
0452-88 4 6000 128 54 88 1Ltr. 38 100 80 262 1*2 38 51 430x410x350 5500
04M1 4 5300 144 54 128 2Ltr. 38 160 115 320 1*2 44 56 520x440x330 7000
06S2 6 9000 168 54 80 0.75Ltr. 38 100 70 240 1*3 47 59 540x320x350 6000
06M1 6 7800 168 54 128 2Ltr. 38 160 115 320 1*3 66 78 620x530x350 9000
06M3 6 7800 168 54 116 1.5Ltr. 38 120 105 310 1*3 66 78 620x530x350 9000
08S2 8 12000 224 54 80 0.75Ltr. 38 100 70 240 1*4 64 74 620x530x350 7500
0852-88 8 12000 224 54 88 1Ltr. 38 100 80 262 1*4 62 74 540x510x350 7500
08M3 8 9600 224 54 116 1.5Ltr. 38 120 105 310 1*4 78 90 520x280x260 10500

Cavity BPH PCS mm mm MAX. MAX. (mm) MAX. (mm) MAX. (mm) MAX. (mm) | Box*channel kW kw cm kg
12S2 12 16000 336 54 80 0.75Ltr. 38 100 70 240 2*3 94 118 590x560x350 13000
16S2 16 21000 448 54 80 0.75Ltr. 37 100 70 240 2*4 128 148 680x650%x350 15000

21 WE=I=NY Optional items

oH (PREFERENTIAL HEATING): INIEAH:

SH will not suitable for EM series.

*HPOS (HANDLE POST-INSERT): IEF&IBEA
HPOS will not suitable for EM and EX series.

*TPC (TOP CHAIN CONVEYOR): B T\ i i= 14

13

21 WE=I=NY Optional items

*SWI (SWING-ARM CONVEYOR): 22T\ ijiR &
SWI will not suitable for EM-HS series.

*ARS (HP AIR-RECOVERY SYSTEM): REEEINA#H

-ACS (HP AIR-COOLING SYSTEM): #i5 IR5 5%
ACS will be standard device for HOT-FILL bottle and bottle volume higher than 1.5L.

*RMS (REMOTE MONITORING SYSTEM): =it IR #:
*RMM (REMOTE MANAGEMENT SYSTEM): i2it & B R #
*BRB (BURST BOTTLE REJECTION): BEiREHRIEE

*BRF (FULL BOTTLE REJECTION): imiR iR E

*BRD (BROKEN BOTTLE DETECTION): itz AITNEE
BRD will not suitable for EX series.

*ATF (AUTO TEMPERATURE FEEDBACK): ;&E E&)58;iA
ATF will not suitable for EX and LM series.

*SSS (SERVO STRETCHING SYSTEM): fEliR AR

PET/CAPscries |14



PET Series
IR 3, 8 %% 11\ 4% il

poosCoomEeTaTes f EEEI0ER
BRERE I Bilateral heating
| Energy-saving + SEEEY
O —: Energy - Saving AN

can reach i Air circulation
e up to o NIERIR
L RZINE it 45% ! Revolution system
1Energy saving ! | o
1 core technology! + SRS
---------------- 1 Clamping mechanism

JIIE-3:3: 39 | ess Heating Energy Consumption

1. RIS HIIEIST

2 EMARINIEAEEFEX B TEBFEEIAI50% ©

1.Eliminationg the traditional heating methods.

2.The heat consumption required by the EM series is only
about 50% compared to competitor methods.

3 RABEEEERTIAIRFTIES - BD 3.The machine employs a single-lamp with a double-sided

—IBERB R EARITIIEVET S - heating design, combined with reflective heat concentration,
which may save up to half of infrared lamp costs. This
also achieves more uniform heating on preforms.

15

o FAEYRESERENSNNH - © 25IENFAINGEENH - o REFABSEHINSREIT - o BEMIENESEETIHECH -
Double side single accommodation Full efficiency use of infrared lamp Reflect heat concentration concept ~ Temperature of all channel are
heating zone system. heating element. make preform more evenly heat. controlled within 3°C.

N J

-8 {165 Air Circulation System

o HIEIEERERE - B RESIEAE
* BMERIERET » BMORERREEIEIIOEEER -

® Distance between valves module and neck sealing is short.

e Efficient design reduce air wastage and increase air recycle rate.

Air Wastage
Reduction
above
15%

=N
Jo o
o
Bl g & B Bl el

oD

| REOR
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PET Series

g S AmE Y PET Standard for Preforms

[-AnkSLcl Feature

EREATEMBRASREMEBUGIMER H TSERENTF  BiREFR DR - BEZEHLEE (ECFAERIEN
RETES) HERERINRRBEC SENE » ERATREWIASIERETIF - Hb » PEEMEERIIEE RIZH
FENE < TIF » ZEREAERN AR BIIRTS TVIIRAPETSMETR R IATIER » AINCUASB RIS TVETIIEE] -

When designing the PET hot-fill bottle mold, the bottle’s styles,function, production condition and forming cycle time must be
taken into account. Since the shape of bottle is spherical, during the blowing process, the heat conduction between the mold
surface and macromolecule material is the key factor of smooth forming. Therefore, even heat distribution is the most important
factor for the production processes. Uneven heat distribution results in cracks or over-crystallization phenomenon, and different
bottle shapes have different heat distribution strategies. In order to master these variables efficiently, KEENPRO utilizes Finite
Element Method to analyze the heating distance, energy, time and efficiency, successfully developing the electrical heating and
temperature control technology for stretch-blow molding machines.

A0S Lightweight Trend

Heating Analysis for PET Hot-Fill Blow Mold

PET Series
PETEEIERINIE R NN E D #h

HERIEE E RN ER ES2IE
(Hax) o Comparison Thermal Oil Electrical
B sheet Heating Heating
149.65°C o . L N
147.54°C Ezﬁz BEMA LN BIK
Equipment Cost High Low
14543¢c T
B GO BE BE
. ower . -
Im'21 € Consumption High Low
139.10°C ””;; ’#’” ””””””””””””””””””””
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DnEAE KEENPRO Method

PETENERIVIER

Electrical Heater

KEENPRO
Method

PET Hot-fill Bottle Mold

Traditional

Method

—_ e Bia I M
= : : : o raditiona Mold Temp. raditiona Thermal Oil
AR (L 2B Preform Lightweight lllustration Power Supply Method } ControIIeF: Mothod } Hoater

- B
E : o | RUgE

PCO 1881 3.7g -

B-= @

EMO08SH1-6000BPH

PCO 1810 5.1g

#E5#21E Machine Specification

#REYE1E Bottle Specification

S E]RASE Max. Volume liter 0.75 fB7EIZ No. of Cavity cavities 8
30/25H3.99 29/25 2.5g : 5 _ e
' . RAMBER Max. Bottle Diameter | mm 70 FESEENE No. of Preform Holder pcs 196
_— E 1996 1998 2000 2002 2004 2006 2008 2010 2012 2014 . . N . .

E‘; * _-_ : RAMEEE Max. Bottle Height mm 240 #5-AEE Cavity Pitch mm 80

ALASKA 267 3.79 ALASKA 2675 2.6g : RAMIESE Max. Preform Height | mm 100 DOEAEEE Heating Pitch mm 54

- ' 7 MEFORY Preform Neck mm | 15-32 MEER ATNZE Max. Heating Power | kw 69

PETHREEE L PET Lightweight MO ZHEINE Machine Installed Power | kw 96
14.59 B R Machine Dimension m2 11.52
TSR Neck Lightweight S5 ES Machine Weight kg 7500

* BERERKERRERESHEABEERERME -
Actual production depends on the filling temperature and
whether it is filling production line connection.

' #ipReES 21k Preform Lightweight
#h B #5155t Bottle Construction Design
FE RIS E RN Precision and Stability of Blow Molding Machine
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