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Hot runner system housing
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The most important thing in hot runner system assembly is maintaining perfect tightness between nozzles and
manifold. Hot runner system when heated should have appr. 0,05 mm grip. In order to achieve such condition
proceed as follows:
1. Check nozzle dimensions important for the assembly, first and foremost check the dimensions of nozzle seats. 
2. Place the nozzles (without sealing rings PU) in female moulds of matrix plate and measure flange height

K. Acceptable K tolerance is ± 0,01.
3. Calculate H dimension of bearing washer PP (fig. 1) so that H = K – 0

0
,02. 

4. Place dowel pin KU in matrix plate (fig. 2).
5. Insert the manifold unit into the mould placing it on bearing washer PP and nozzle flanges. 
6. Check whether manifold and spacing beams are parallel – acceptable tolerance is ± 0,01.
7. Calculate thermal expansion of the system

a – steel coefficient of expansion: 0,0000125 1/K
Tw – injection temperature (temperature of hot channel)
Tf – injection mould temperature
S – clearance 
K – nozzle flange height

Guidelines for hot runner system assembly

A complete hot runner system consists of:

1. Injection bushing TW with isolating ring PI and band heater GO
2. Manifold with inserted heaters 
3. Thermocouples TP-2
4. Spacing washers PD and bearing washer PP with central pin
5. Manifold heater connection cables
6. Mounting screws
7. Dowel pin KU
8. Heating nozzles

katalog angielski 2006  25.4.2006  13:35  Page 22




