SPRUNG CORE / SPRUNG CORE WEAR BLOCK
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- Sprung Core makes undercut injection molding possible by only adjusting ejector

pin size.
- The tip can be processed to any shape for use.
- When using block (SPRGC—WB), the block will prevent slides from wearing down.

(®)Notes

(1 When the area per unit decreases, it will cause damage and deformation.
Keep the processing length under h range.

@ Insufficient strengh also causes damage and deformation.
The groove depth should be set up to P X 0.5.

(3 Provide a clearance of 0.05 mm to prevent abrasion from molded product.

(@ Malfunctions may cause scratches on mold parts, and damage and deform
sprung core. Set the maximum stroke amount to S.
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