


LEAK DETECTION
Overall system capacity (including leakage)

400

350

the loss has reached the
manifld
a0 = |4

T
i \
250 1001 7T GV T o P T T VL WL TR TR L
—  Nozzle 1 without leakage

z 200 J”.l NI | DT A 1B AL WL —  Nozzle 2 with leakage
. |H|l|‘|f'||”|]||l|'||”|rr LR I|'|'I”||||I|| |'r ||||l|1lf|ll ']'I'|||Hr||||'|||||1||||'f||||l|'|' Semi-manifold nozzle 1
Q;’ Semi-manifold nozzle 2
£ 150 T —  Extension

50 M? 1 ' I

0
1304 7ET 1150 1573 1066 2350 2752 3145 3538 3031 4334 4717 5110 5503 5306 6380 65832 7075 7468
Time (s)

This function enables any leakage of plastic materials (or
other liquids) inside the mold to be immediately identified
and localized.

Energy profile analysis and mathematical algorithms enable
the M.O.M. and E.L.D. control units to monitor all hot run-
ner system zones and, if required, shut down the production

process prior to irreversible damage being caused.

ADVANTAGES

Thanks to this intelligent detection system, the M.O.M and E.L.D. control units are able
to register information, identify problems and shut down the molding cycle as soon as
any anomaly has been localized.

Such technology eliminates avoidable and costly production shutdowns when, other-
wise, a critical situation would be identified too late to prevent the system becoming
flooded with material and the electrical wiring short circuited. In such circumstances,
total system overhaul would be required.

Systems equipped with M.O.M. and E.L.D. are in a position to intervene as soon as the
problem arises and at a moment when potential damage is minimal. This avoids any
further complications for the molding cycle which might, as a result, result in produc-
tion scrap.

The same technology can help identify other production complications such as water
leakage or failings in system installation.
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