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Consumables/Shot End:

Shot Sleeves
Reworked Shot Sleeves
Plunger Tips
Plunger Rods
Ordering Forms

Consumables/Misc:

Hand Spray Guns

Die Clamps, T-Bolts, and Nuts
Slap Stix

Thermocouples

Die Coooling Fountain Water Junctions
Ladle Cups

Automation/Spraying:
SRL-250 Linear Spray Systems
Reciprocating Spray Systems
RSS-2500 Robotic Spray Systems
Spraying Technology
Spray Heads

Automation/Ladlers:

Ladlers
Ladle Cups

Automation/Misc:

Kawasaki Robots

Robot Grippers

Mini-Max Reclaimers

Central Lube Systems

Tool Temp Oil Temperature Control Units
Electronic Bacteria Killers

Stationary Casting Coolers

Vertical C-Frame Trim Press

Safety Signage
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SHOT SLEEVES

For over 50 years ADVANCE® has
been the leader in shot sleeve
manufacturing.

Proper Design, tight manufacturing
standards and in-house heat treat-
ing and nitriding assure you the
highest quality at competitive
prices and deliveries.

Your “Window to the World”® of Die Casting Automation and Consumable Products




Your “Window
To The World®”
Of Shot End

sk the operator that
knows his die casting
machine inside and out

and he will tell you that “not all
shot sleeves and shot end
products are created equally.”

Many manufacturers use
antiquated equipment and
inferior metal. The resultis a
shot sleeve that wears out
before its time.

Advance uses only the finest
H-13 steel. The metal is cut,
bored and honed on computer-
ized equipment by craftsmen
with years of experience. We've
been serving the die casting
industry for over 52 years.

That is why we say “Experi-
ence and Equipment Does
Make A Difference.”

- e -

Don't buy sleeves on price
alone, because as this brochure
shows, not all shot sleeves are
created equally.

Customer side-by-side com-
parisons have proven the Ad-
vance sleeve lasts longer than
our competitors’ sleeves.

1. Quality standards - we adhere to all acceptable machining practices.

2. Record keeping procedures - we maintain a file for you, so we can: keep track of heat treat

nitride hardness records.

Specifications are subject
to change without notice.

ACVONCE

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022

numbers and the exact bar of steel the sleeve was machined from. Should a problem arise,
we can trace pertinent information back to the source, have access to your heat treat and

3. Quick reference for reordering. So when you reorder a sleeve, we know exactly what you need
and can expedite delivery. We make these records worthwhile to you by stamping our name
on every sleeve we sell. Should any question arise, you know who to call, with full confidence
that ADVANCE® can produce the information you need.

©Advance Products
Corporation
Printed in U.S.A.
APC-100-2002

Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com
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HEAT CHECKING SHOT SLEEVE
e _ RECONDITIONING

WASHOUT
CORRECTED

TAPERED
BORE SIZE
CORRECTED

Shot Sleeve Mamtenance isa thtle Like Mammmmg Your Teeth

Brushing every day, and having your teeth professionally cleaned and polished will correct problems
before they become an expensive and painful experience. Do the followmg penodlc lnspeC’tIOI‘IS and
procedures and you eould savea sleeve before rt is too Ialae

1 Degrease and sandblast each time a sleeve is taken - '::-:':j? 3 Clean t_he bore and check it for size. Use a good bore

~ from service. If a crack exists, it will quickly become ~  gauge and check both ends and in the middle of the
- visible since the grease stays in the crack. Grinding sleeve. You may uncover an excessive bell-mouth or
_ and polishing the cracks at the die end and around taper condition.

~ the pour hole will extend sleeve life. If left unchecked
~ these cracks can go the length of the sleeve and you i

e have a catastrophrc Eailiice: __4 If you're expenencmg excessive plunger tip wear, sticking

plunger tips, or plunger tip flash by, it's probably time to
= . 5 call us for profess:onal reconditioning!
2 Watch out for washouts. Al sleeves will washout _
- over time, but proper maintenance helps. If thereis : 5 _
_ a “gross washout", very deep with sharp jagged = Let us show you_' how ADVANCE® can help.
~ edges, you may have a mechanical separation of the e T = e o
grain boundaries caused by excessive temperature
when the metal temperature is above 1300°.

Your “Window to the World”® of Die Casting Automation and Consumable Products




PROFESSIONAL SHOT SLEEVE RECONDITIONING

WASHOU\

HEAT CHECKING

TAPERED
BORE SIZE

Catch ‘em before 11's too late

Advance offers 3 I;in-ds of services

The first thing we do is clean and degrease the sleeve and inspect it. If we find a crack or washout
beyond repair, we stop and will call you. There is a minimal inspection charge for this service. We
recommend you clean and inspect the sleeves first. That way you become more knowledgeable
about sleeve maintenance. Plus, you'll save the shipping expense, if a sleeve is beyond repair.
One last thing, if a sleeve is beyond repair, destroy it. Don't leave it lying around so it can be used
again. You could have a major accident if a bad sleeve were unknowingly put back into production.
Ifit is determined to be salvageable, we have three procedures:

Procedure #1
If the sleeve has a minor washout, still concentric, and is in good general condition, we can simply
hone it out to the proper size, deburr sharp edges, polish gates and renitride, if desired.

Procedure #2
If the sleeve has excessive washout, we will probably have to bore it out first. This procedure

assures the sleeve concentricity. We can go for a clean up or bore to a specific size, then hone,
grind, polish, and a final nitride.
Procedure #3

If the sleeve washout is severe, the area below the pour hole has become softer then the original
hardness. The above procedures will do little for the sleeve’s long term life. What's needed is a
completely full anneal and re-heat treat. This process will bring the sleeve to its original hardness
and proper metallurgical structure. Along with proper boring, honing, and nitriding, you will get a
lot more shots from your sleeve.

With ADVANCE?® shot sleeve reconditioning procedures, you’ll get professional care and
professional results! Give us a call today.
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PLUNGERTIPS

H13 STEEL, HEAT TREATED AND “LIQUID FORGED” #20
NITRIDED, IF REQUIRED BERYLLIUM COPPER
Custom Made to Your  Standard English or
Specifications Metric Threads
ADVANCE?® Quality - Over 52 * Blank Plunger Tip Blue-
Years Serving the Die Casting prints available. See Your
Industry ADVANCE® Sales Person.

Your “Window to the World”® of Die Casting Automation and Consumable Products




POINTS TO CONSIDER WHEN ORDERING

1. KEEP EDGES SHARP. A sharp leading edge 3. SEAL TIPS AGAINST LEAKS. Make sure the TIP

and back - trailing edge is important. They pre- is sealed at the ROD b i i

y a high temperature O-Ring.
vent metal from being wedged between the TIP Water leaks can run into the SLEEVE to cause an
and the SLEEVE. explosion and possible injury. So prevent water

leaks by buying a well-sealed TIP.

2. MINIMIZE CRACKING TIP. Make sure your
blueprint doesn’t have a sharp point on the bottom
of the water jacket. - Sharp points will start cracks.

'ﬁw%-w»%mm---ra : ..
INCORRECT
N e =
P esweeemmany 0 4. Make sure the cooling tube is cut on a 45° angle.
Eeenes T e Water will flow even if the tube bottoms out.
| PR
g
T TT=x=_"_
po
Specifications are subject
to change without notice.
¥ i = @Advance Products
;orpqration
Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 Riniealn o8

Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com



Advance

Threads
To Suit

Your Standard

Wrench

Flats Are
Standard

Pre-Hardened

4150 Material —

1/4” Inlet/Outlet
Ports. In-Linels
Standard

i

1
I

|
|

L
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consurmables

PLUNGER RODS

High-Temperature
Resistant O-Ring
Water Seal -
Can’t Fall Out

8” O.D. Internal
Cooling Tube, Brass Plu
; g, Screws In
Easily Replaced Tight To Seal In
Water

Properly designed for maximum
strength

e Properly designed for maximum water
cooling. Large capacity water inlet line
- no starving of water

* Properly designed for an internal shot
sleeve and plunger lubrication system

 Blank plunger rod blueprints available,
see your ADVANCE?® sales person

Your “Window to the World”® of Die Casting Automation and Consumable Products




PROPER COOLING IS A MUST

1. Coolant enters and exits at 1/4” Ports (in-line is standard)

2. .then it flows the length of the rod through a 3/8” Tube - large enough so you’ll
always get sufficient coolant flow. Any smaller could starve Plunger Tip.

3. End of Tube is extra long and slanted so coolant always enters tip.

4. Advance Plunger Tips (sold separately) have a custom coolant chamber. Even
wall thickness means even cooling all around, and consistent wall strength.

5. A high-temperature resistant o-ring seal fits snugly between rod and tip. No
coolant can leak into sleeve or die -- prevents thermo-shock and possible explo-
sions.

6. Snug fit between tip and rod is vital. The threads on ADVANCE?® rods and tips are
ring-gauged for precise fit. Standard 1-1/4"-12 thread size means better availability
and lower price for ADVANCE® rods and tips.

7. Brass Plug screws in tight to seal in coolant.

SLEEVE AND TIP LUBRICATION IS AMUST

“O" RING SEAL

WATER PASSAGE ;
SPRAY HOLES

8. Have your rod gun-drilled. The ADVANCE® 9. Contact between tip and sleeve is greater at
system puts a precise amount of lube where it their bottom. That's why we spray the lubri-
belongs - behind the tip and below the cant there. So your plunger tip will always
center-line. So you can consistently get an hydroplane over a thin layer of lube. And you
even coating of lube, the length of the sleeve get adequate lube coverage over sieeve and
and the tip. And the straight-through, gun tip surfaces as well. Your tips and sleeves will
drilled hole is easier to clean. last longer, work better.

Specifications are subject
to change without notice.

©Advance Products
Corporation
Printed in U.S.A

Advance Products Corporation - 2627 M-63 Benton Harbor, Mlchlgan 49022 APC100.2002
Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com
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|:| Square Pour Hole
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Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022
Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com

Your “Window to the WOrld." of Die Casting Automation and Consumable Products
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Standard Shot Sleeve

Customer:

Material: (| H3 Heat Treated Only || H13 Heat Treated and Nitrided
| Part / Drawing Number: Quantity:
 Work Order Number: Date:




Consumable
MiscC.



Consumables Misc.

e Hand Spray Guns

e Die Clamps, T-Bolts,
and Nuts

e Slap Sticks

e Thermocouples
Die Cooling Fountain
Water Junctions

e Ladle Cups



Available in
three tube lengths:

DUAL ADJUSTMENT
HAND SPRAY GUN

HSG14

Chrome Plated Steel Length o HSG20
HSG14 14” OGN R
HSG20 20”

HSG25 25”

HSG25

The Hand Spray Gun offers a balanced ¢ A large 2-stage trigger for

feel and easy grip for maximum air/lube mix, from a very
operator comfort and helps reduce fine mist, to a heavy
operator disability claims. concentrated spray.

Operates with either siphon or ¢ Easy-to-adjust air and lube
pressure systems. volume screws.

Your “Window to the World”® of Die Casting Automation and Consumable Products




CHROME-PLATED

TUBING & FITTINGS
LUBE & AIR
ADJUSTMENTS

2-STAGE LUBE & AIR
VALVES FOR FINE MIST

OR HEAVY CONCENTRATED =
SPRAY e
SOLID CONSTRUCTION
FOR LONG LIFE WITH
FAST, INEXPENSIVE
HANDLE AND LEVER PARTS REPLACEMENT
DESIGNED FOR MINIMUM
[HAND EXTENSION A
RELAXED GRIP B R s
HELPS PREVENT 4966 " -
CARPALTUNNEL 4967
AIR & LUBE CONNECTORS SYNDROME 4968
FOR FAST, EASY HOOKUP
TO SIPHON OR PRESSURE 9927
SYSTEMS 9928
9929
4971 — =]
- fT:'r — 4972
Spray g 4974
;gﬂ"# Description Q’ 4975
HSG-14 14” Spray Tube (Chrome Plated) -
HSG-20 20" Spray Tube (Chrome Plated) Br— 3
HSG-25 25-1/2” Spray Tube (Chrome Plated) , & — 4976
Part # Description |
4965 Nozzle
4966 14” Chrome Tubing Model HSG-14
4967 20” Chrome Tubing Model HSG-20 aore— f [=2 %-4979
4968 25-1/2” Chrome Tubing Model HSG-25
4971 Lever
4972 Cotter Pin
4974 Lube Cap |
4975 Lube Valve
4976 Air Cap Without Ring ﬂ, — 4980
4977 Lube Valve Spring
4978 Lube Regulating Screw Z
4979 Air Regulating Screw Z 4981
4980 Air Valve Z
4981 Air Valve Spring Z
4982 Lube Hose Connector (1/8” barb I.D.) 4990 — 4989
4983 Air Hose Connector (1/4” barb 1.D.) 4982
4989 Air Nipple — 4983
4990 Lube Nipple

©Advance Products
Corporation
Printed in U.S.A.
APC-100-2002

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022
Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com
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CLOSED SLOT
DIE CLAMPS

Closed Slot Design -  Accessory T-Bolts, Washers,
The clamp can't slip off bolt and forces Flanged Nuts -

the bolt to be in only one place closest Are forged and machined from

to the Die for maximum holding power. superior grade steel.
Straight-Line Parallel Clamping -  Easy Identification -

Puts pressure where it is needed. Length and height rise are cast into

back of clamp for easy reordering.

Your “Window to the World”® of Die Casting Automation and Consumable Products




INSTRUCTIONS =
FOR PROPER USE OF =1
ADVANCE DIE CLAMPS l ’ DIE

1. Select clamp for proper

die clamping slot rise. T sor e
!
2. Locate die clamp so that 1.00 ,L LE
the maximum clamping g'g:::g:—t |
surface is in the die : DO—4450.
clamping slot. %
3. Locate the T-Bolt as close -
to the die as possible. “E
4. Torque the bolts tight. DIE
DO NOT over-tighten!

1 1/4"CLAMPING

SLOT
ADVANCE 6-inch, heat treated f l
die clamps are R 1.00 4 oo
rated at or above sy s ) | 150
135,000 psi tensile strength. o] e
Advance 4-inch die clamps are o

rated at or above
85,000 psi tensile strength.

Select clamp desired (see above), then corresponding bolt and nut as indicated below:

HARDENED
DIE CLAMP I-BOLT FLANGEDNUT  WASHER
DC-4100 4 1/2" x 3/4” 3/4" - 10 1/4"
DC-4125 Order Part | ; Order Part Order Part
DC-4150 # 1542 e e > # 1544 # 1546

DC-6100 5 x 78" 7/8"-9 1/4"
DC-6125 Order Part Order Part Order Part

DC-6150 #1543 # 1545 # 1547
v

58"
le 1347 o %

Specifications are subject
to change without notice.
L AR
©Advance Products
Corporation

Advance Products Corporation - 2527 M-63 Benton Harbor, Mlchlgan 49022 il
Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com
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Slap Stick
Lubricant

Slap Stick, a high When applied to any hot area Shaped like a large felt tip pen,

temperature lubricant, can within the casting cavity, Slap Stick is easily held while
be applied directly to solder Slap Stick quickly melts, then wearing heavy mill gloves. Slap
buildup and galling in dries to a lubricating film that Sticks are economical; they lock
permanent and die casting will not stain, build up or together end-to-end, allowing
molds. It is designed to meit otherwise harm the next used end pieces to be firmly
against the exact spot where casting. attached to a new Slap Stick.
lubrication is needed, for
example: When applied to hot ejector Another great feature is that
pins or other moveable parts, Slap Stick is clean enough to be
» Solder buildup in gate Slap Stick liquifies and carried in a shirt pocket when
areas and cavities-on penetrates close tolerances cool.
cores and slides. as a lubricating film.
Slap Stick is conveniently
» Hot, galled metal-to-metal Any Dripping or running into packaged in boxes of 180
moving mold parts such cavity areas will cause no pieces. (Part #4670)
as ejector pins or slides. casting problem.

Samples are available at no
charge upon request.

£
©Advance Products

Corporation

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 Printed In U.S.A.
Phone (269) 849-1000 - F 49-2200 - .advanceproductscorp.com APC-100-2002
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Thennooouples

APC Sentry Il Thermocouples
with Thermo-Guards have:

One coat of refractory saturated
white glass and two coats of
refractory saturated, tight-weave
fiberglass over 11/16" tubing with
silicon carbide tips.

Thermo-Guards protect the
Thermocouples.

Advantages Include:

Longer Life - The refractory
surface of the Thermo-Guard
resists erosion by molten alumi-
num up to temperatures of
1400°F. No additional coatings
are required to prolong useful
life.

Savings On Man-Hours
and Materials - Longer

tube life means longer

thermocouple life and less Length 12" 118" | 24" | 30"| 36" | 42"| 48"

man-hours for maintenance.

APCSentry Il | #8924- | #8924-| #8924 | #8924 | #8924-| #8924- | #8924

Standard features include
12 18 24 30 36 42 48

3/4” NPT, 20 guage Type K | W/Thermocouple

wire, and three foot leads.
Your “Window to the World”® of Die Casting Automation and Consumable Products

®Advance Products
Corporation

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 P U St
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LONSUNQoICS

DIE COOLING
FOUNTAIN WATER
JUNCTIONS

1/8” INLET/

OUTLET

WITH 1/4”

MAIN PIPE

' 1/4” INLET/

I . OUTLET
WITH 3/8”
MAIN PIPE

1/4” INLET/

OUTLET

WITH 1/2”

MAIN PIPE

¢ Standard, medium and high * Zinc chromated die cast,
water flow die cooling water complete with 14” brass or
junctions galvanized pipe

e Off the shelf delivery * The lowest cost in the

industry

Your “Window to the World”® of Die Casting Automation and Consumable Products
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Minimum
Clearance

7 ouTLET

1704 & 1707
SHOWN FULL SIZE

- [

Junction

Style

In & out, one side

Minimum
Part #|Clearance |A| B

In Pipe] Out Pipe '
Nipple | 14” Tubin

1704 | 1%, dia. |2"[ ™"
1707 | 1%, dia. |2”| ™"

" dia.| ', dia.
%, dia.| *,," dia.

Junction

Style

In & out, opposing

Minimum In Pipe| Out Pipe
Part #|Clearance | A B | Nipple [14"” Tubing

1702 [1°%,. dia. [1°%,"] ,.”

1705 | 2%, " dia.

1708 | 2%,,” dia. ‘I > ’I K 3" dia.

16
13 o | v dia.| > dia.

" dia.| ',” dia.

5, dia.

BI’:‘_"-“

/.

T

LA

1705 &

Minirﬁum
Clearance
1702 SHOWN FULL SIZE

Minimum
Clearance

(

Minimum
Clearance
1704 SHOWN FULL SIZE

Specifications are subject A ﬂ

i
to change without notice. i
&=

-

Minimum
Clearance

‘gr'glwa

Junctio

In & out, one side or opposing

1708

SHOWN FULL SIZE

1706 & 1709
SHOWN FULL SIZE

n Style

Minimum
Part #|Clearance | A

In Pipe| Out Pipe
B | Nipple |14” Tubing

1703 | 17," dia. | 17,”
1706 | 13" dia. | 2”
1709 [ 1%,” dia. | 2”

w0 dia.| ', dia.
92| 11, dia.| 1, dia.
oo | 3 dia.| 5. dia.

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022
Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com

®Advance Products
Corporation
Printed in US.A.
APC-100-2006
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QUICK CHANGE
LADLE CUPS

* “Direct Mount” - e QOperator and helper-side ladle cups
Pin-mounting design means no tools or available for immediate delivery
adapters needed for changing
ADVANCE?® Quick-Change Ladler Cups

No adapters needed for ADVANCE
servo ladlers. Adapters available for

*  ADVANCE® Quick-Change Ladle Cups other ladler manufacturers
that are made in America means high-
quality materials made to exact e Special heat-treated cast iron means
specifications extra long life

Your “Window to the World”® of Die Casting Automation and Consumable Products




Specifications

LADLER QUICK-CHANGE PIN

ARM f

/ (NO BOLTS OR TOOLS
NECESSARY)

LADLE CUP PIVOTS
INLINE WITH SPOUT

Designed for easy removal and installation
(mechanism and ladle cup shown from the operator-

Sizes to fit any need
(operator-side shown)

side)

LADLE  LADLE Maximum Minimum Furnace Size Dimensions
CUP# CUP# Capacity (Round) (Square) =

(Operator) (Helper) | in Kg InLbs. | #AnglecfEntry  45°Angle of Entry Lee. O H
0.5A 0.5B 0.5 1.1 17.25” | 17.13x 11.75 669 433 5.91
1.0A 1.0B 1.0 2.2 18.31” 18 x 12.13 6.87 469 5.75
1.5A 1.5B 1.5 3.3 18.75” 18.5 x 12.34 728 472  6.30
2.0A 2.0B 2.0 4.4 19.6” 19.25 x 13.25 7.87 550 6.25
2.5A 2.5B 2.5 5.5 19.75” | 19.32x13.18 827 551 6.50
3.0A 3.0B 3.0 6.6 20” 19.69 x 14 866 551 7.48
3.5A 3.5B 3.5 7.7 20.45” | 19.69 x 14.25 9.10 6.10  8.00
4.0A 4.0B 4.0 8.8 21.45” 20.84 x 16 1024 6.30 9.45
6.0A 6.0B 6.0 | 13.2 22,5” 21.68 x 16.9 1142 630 10.24
8.0A 8.0B 8.0 | 17.6 | 23.257 | 22.28 x 18.13 1220 7.87 11.42

® Above ladle cups are “Direct Mount” for use in all ADVANCE and Toshiba ladlers. No adapter needed.

® | adle Cups adapters are available for other ladler manufacturers:

SPK-1210 Rimrock adapter kit
SPK-1218 Snair adapter kit

* Please specify operator-side or helper-side mounting when ordering. If you are using an operator-side
ladler on the helper-side of the die casting machine, order “operator-side” ladle cups.

Consult ADVANCE Products Corporation for cup sizes and mounting information sizes to 100 Ib.

Specifications are subject
to change without notice.

©Advance Products
Corporation
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Automation
Spraying

e SRL-250 Linear Spray Systems

e Reciprocating Spray Systems

e RSS-2500 Robotic Spray System
e Spraying Technology

e Spray Heads
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SRL-250
LINEAR SPRAY UNIT

| A -J\ A - —
Em\YAASTH IS

SRL-250 Valve Package

B DIE CASTER PROVEN FOR OVER 4 YEARS!

B ACCURATE - REPEATABLE TO .020”!

B SPEEDS TO 72” PER SECOND!

B RELIABLE - NOTHING TO GREASE OR LUBRICATE!
B FULL DIGITAL SERVO!

B BLOW-OFF IS STANDARD!

The SRL-250 is designed for 150 Ton to 600 Ton die casting machines.
Completely digital servo controlled, travel speeds up to 72” per second.
The user friendly MMI terminal stores 20 alphanumeric programs.
*The SRL-250 complete with no hidden extras. The unit comes with
blow off, 4 head spray manifold, digital control, premounted valve
package, pedestal mount and 15’ prewired cable set.
The SRL-250 is built with a 110 volt electric servo system,
no transformers and no heat exchangers are needed!

y CALL 269-849-1000 NOW FOR MORE INFORMATION!

Your “Window to the World”® of Die Casting
Automation and Consumable Products
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Technical Specifications |
Rated Maximum Speed 72 inches per Second 7
Programmable Speed 0 to 72 inches per Second
Positioning Accuracy .050” NOTE: Unitis shown inthe fullup |[] ||
Number of Stop Positions 20 and full back position and can be
Number of Direction Changes 20 moved up or down in horizontal
Blow Off — frame to suit specific applications.
Number of Alphanumeric Programs | 20 I
Dwell Times .1 Second to 99.9 Seconds 30" STROKE: A=57 3/4"
A 3 . 36" STROKE: A=63 3/16"
Installation Requirements 48" STROKE: A<75 3/4"
Voltage 110 V / 60 Hz Single Phase ;
Air Pressure Filtered to 40-100 psi '
Lube Pressure Regulated 40-100 psi
Product Features
- HORIZONTAL
+ Trombone air system - no hoses necessary for air or ADJUSTMENT
blow-off. . PIVOT CENTERLINE
* Easy Programming MMI 360° Rotation for die change
« Complete mounting base system included. ‘ an o
- - I
+ 5 Meter el_ectrlcal cables included. 3.3/16" REF Jl ]
* Remote air/lube valve package. A /\1\7
Program Features ‘ & }
« Wait Function or Parts Present VERTICAL = " |
« Independent spray and blow-off ADJUSThiIENT |
; e ‘
t‘O
| p=— LU
25" REF !
\
Trombone " HRE ! l
fwmy
. ! e
I |
A I
7:1/2" TO 16" M
[ I, 9-5[16"TO
! 1 17-13/16" MA
4"-REF,

18-1/4" REF ﬂ

STATIONARY PLATENi/I
: e - COVER
Valel A
i SIS, o PN

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022
Phone (269) 849-1000 - Fax (268) 849-2200 - www.advanceproductscorp.com
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Introduction

Your “Window
To The World®”

Of Die Cast
Automation

dvance Automation is
your “Window to the
World®” for robotic -

reciprocating die spray systems.

Advance has been the leader
in spraying technology with
many firsts in the industry. We
developed the first reciprocating
spray system in 1966; intro-
duced the first hydraulically
operated reciprocator in 1971;
the first servo-controlled recipro-
cator in 1981; and the first digital
reciprocators in 1994,

We are never satisfied with
yesterday’'s accomplishments.
We are innovators.

Utilizing SDRC Ideas 3-D
solid modeling design software
and cutting-edge manufacturing
processes have set us apart.

We offer a complete line of
reciprocating die spray systems
to fit 300-1800 ton die casting
machines.

In-House Manufacturing Capability

Advance automation products
are made in-house at our Benton
Harbor, MI, facility. By taking
charge of every step of the
manufacturing process, we can
assure process consistency.

Process consistency is the
first step in achieving total
quality. A reliable, consistent
process begins with reliable

~ equipment.

The new millenium brought a
three phase plant renovation and
modernization project to our
facility. By improving our process
and adding new equipment, we
are better able to serve our
customers with a more efficient
manufacturing process.

Parts are made by skilled
craftsmen on state-of-the-art
CNC and other computer con-
trolled milling equipment.

Engineering is another critical
part in the manufacturing pro-
cess. Advance engineers design
equipment from measurements
taken of your die casting cell to
ensure that our equipment
performs at the optimum in your
unique casting environment.

Advance servo sprayers -
made in America - are known for
their durability, reliability, accu-
racy, ease of operation and low
maintenance costs. This means a
consistent, quality part at a world
competitive price.

'@
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Sprayer Featueé |

Motor And Feedback

The Advance reciprocating sprayer is controlled by a
servo-motor drive system attached directly to the gear
reducer for maximum torque and efficiency. Since there are
no air cylinders, hydraulics, cams or motor brushes, reliability
is greatly improved.

Continuous positioning accuracy is achieved by a closed-
loop resolver feedback system. Positioning accuracy of .020
inches provides constant repeatability.

——— e

Air/Lubrication Valves

Main Controller & Remote

No external valve packages are
needed. All air and spray lubrication
valving is mounted directly on the sprayer.
A filter on the lube input line prevents
foreign material from entering the system.

One lube zone comes standard with
additional lube zones and Super Air Blast
optional. The Air Blast is standard. The
sprayers can spray lube and blow off
either simultaneously or sequentially.

Additionally, if Lube 2 and Air Blast
options are selected, any combination of
Lube 1, Lube 2, or Air blast can be se-
lected and programmed to function inde-
pendently at any time.

L

SR-1165

The main controller on the Advance sprayer is a color touch

screen controlled HMI. It can store 500 parts programs alpha-
numerically in FLASH memory, automatically recalling specific

spray patterns for each part.

spray efficiency.

The easy-to-use controller has touch SEmo SPRAVER ]
screen and backlit display to guide you step- using Progren: [IEREN
by-step through programming options. No
special computer training is needed.

The Hand Held Remote allows the opera- . S [
tor to manually program the sprayer move- E D mlﬂ
ment from a visually convenient location near

the open die. Spray and Air Blast zones are
monitored during programming for maximum




Features and Specifications

The Advance line of straight-line digital recip-
rocating sprayers includes the popular SR-1155
and its little brother the SR-1145, and its big
brother, the SR-1165. They fit 300 to 1800 ton
DCMs. See the sizing chart below.

These feature-laden work-horses have been
designed to stand up to rigorous work schedules
with minimum maintenance.

Manifold capacity is 75 pounds on the SR-
1145 and SR-1155 and 125 pounds on the SR-
1165.

DESIGN AND CONSTRUCTION

The Advance sprayer has two axis. One is fully
programmable to position the spray manifold into
the die area. The second axis has a 8-inch horizon-
tal travel and can be operated from the control
panel or a hand-held remote to adjust the reciproca-
tor for different cover die thicknesses.

The horizontal slide base with a pedestal mount
is useful for many applications. For some applica-
tions, the pedestal mount can be eliminated. Vari-
ous risers are also available to avoid obstructions
like water lines

A gear reducer is mounted on the top of the slide
base. The main drive arm carries the vertical snout
with manifold attached to the end into the die. The
snout has a 12-inch adjustment to allow different
spray manifolds to match the die being sprayed.

SPRAYER DIAGNOSTICS

Fault indicators are located as LEDs on the main
controller and include:

Motor Faults PC Faults

Input/Output Fault Die Open Fault
Current Limit Emergency Retract and
Over Temperature Communication Error

Resolver Fault and
Over Current

SPRAYER SIZING MATRIX

3007 400T 600T 800T 1000T | 1200T | 1400T | 1600T | 1800T

SR-1145

—

From Concept. . .
. . . to Completion

SDRC Ideas 3-D solid modeling
program is used to design the
sprayer.

Building the sprayer according to
engineering designs.

Completed unit.

N
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Features and Specifications
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Manifolds

T

Advance Has Many Manifold Options

Advance makes a variety of bar and picture
frame manifolds, as well as custom manifolds for
special die applications.

Bar manifolds are typically 13 to 37 inches long
and offer up to 9 spray heads.

Picture frame manifolds are our most popular
manifold and come in a variety of sizes in dual and
single zone. -

Spray heads can be located in an unlimited
number of patterns for even the most complex parts.
They can also be fitted with standoffs and on and off
plane-T's to give even more location options.

Advance also has conversion adapters so you
can use Advance Spraying Technology on your
present Reciprocating Spray System.

Dual Bar

Manifold
Sizing Chart

Advance has changed its
. standard sizes for picture
Picture Frame® frame® manifolds so that stock
Manifolds extrusions can be used for bar
and picture frames®both as the
following chart illustrates.

BAR OR PF SIDE
PE TOP OR BOTTOM
13° 13"
19’ 19"
25" 25"
31" 31"
Made to order Sides:

77, 10", 167, 22", 28"




Spray Heads

8960
Socket Head
Cap Screw

0692

Ball @

Fan/Cone
e Fine F
_ : e le?l?an%
| (¢
SH-3000

8975
Oval

After years of research and '

development, Advance, the indus- f/'a 8977

try leader in spraying technology, Cone

has developed the ultimate spray 8980

head for die spraying. It is the 90°Fan

Advance Model SH-3000 spray o

head. 8962
‘. The Model SH-3000 has fewer 8953 O-ring

: parts and an improved design over N Ns":::e
previous Advance models. (0692 Comes
Adjustablility is greatly improved Standard)

with a full three-turn range com-
pared to 1-1/2 on the Model 2000. )
There is also improved atomiza- 8970 ¥

tion consistency over a larger : Needle -

variation of air to lube pressure. g SH-3000 Spray Head J

The Model SH-3000 offers a
wide range of spray patterns with
9 interchangeable nozzles from
ultra-fine mist to maximum output.
Various extension tubes are also
available. Air and lube pressures
can be set independently and are
adjustable from 40 to 110 psi.

The spray head is also
retrofittable on any of our spraying
reciprocators. Manifold conver-
sions are availabe for any brand of
sprayer.

All internal parts are warranted

. for 1,000,000 cycles. The spray
; head body has a 10 year warranty.

Set Screw
Body

[ —
s
N

SH-3000 Extensions, Accessories



Digital Servo
Reciprocating
Sprayers

Digital Servo
Lacieis Die Casting Extractor

Shot Sleeves

Shot Sleeve Reworking
Plunger Tips/Rods
i Fountain Water Junctions
' Mini-Max Die Lube
Reclaimer Thermocouples
Hand Spray Guns

Slap Sticks
Die Clamps
Ladle Cups

Tool-Temp
Temperature
Control Unit

Your “Window to the World”® of Die Casting Automation and Consumable Products J

Phone: 269-849-1000 2527 HWY M-63, Benton Harbor, Ml 49022 Fax: 269-849-2200




Die Casting Robotic Spray System

The Advance Die Casting Robotic Spray System utilizes the
Kawasaki ZT130/150/200 shelf mounted robot which is
specifically designed to meet the challenging requirements
of the die cast environment. The six-axis servo controlle% = . G Y ,
robot carries a maximum static payload of ‘& ‘ %~
over 300 Ibs. The hand held LCD Z & . 3 8 )
Multifunctional Touch Panel is the most '? A LS
user-friendly panel of its type in the die Wf_ S

casting industry.

DIE CASTING FEATURES

* |P-67 rated wrist and IP-65 rated Arm g

* Unique Hybrid Link for greater overhead reach g’

* 130-200 kg (286-440 Ibs.) static payload - #1 in the Die Cast Industry 2

« Special Die Cast Software - Die Helper™ -

» Special seals and bearings designed for the rigorous i 51

Die Cast environment i
-3
MECHANICAL SPECIFICATIONS <aetle Owi

* Model Type ZT130/165/200 :

» Servo Axis 6 revolute axes (7 optional) o ®

» Wrist Rating IP67

« Arm Rating IP65

» Maximum Rotary Velocity 6,337 mm/sec (250 in/sec)

* Maximum Static Payload 130-200 kg (286-440 Ibs.)

¢ Maximum Vertical Reach 5027 mm (198 in)

* Maximum Horizontal Reach 3458 mm (136 in) MOdeI

* Repeatability += .30 mm (.012 in)

* Positioning Feedback Absolute Encoder RSS_2500

* Drive Motors Brushless AC Servo Motors

* Machine Weight (3850-3960 lbs.)

Your “Window to the World”® of Die Casting Automation and Consumable Products




Robotic 6 Axis Die Spraying

70|
[ Y

SECTION A-A  TYPICAL

SPRAY AREA\

53 1/4 — L

68 1/8

orking envelope is robot end of ey msiithid Brsedi
arm travel excluding manifold length. specific customer needs

Spray Manifold, heads, etc.

e Standard and custom spray manifolds with spray heads mounted on
1, 2, 3, or 4 sides using standard ADVANCE Model 3000 spray
heads.

» 2 zones of spray included and one zone of blow-off.

* Valve package, hoses, etc. are included.

A

$av

-

Extracting Robots ADVANCE AUTOMATION EQUIPMENT

ADVANCE manufactures a broad assortment of die casting
peripheral equipment including ladlers, extracting robots,
sprayers, die temperature control units, central lube systems,
trim presses, casting cooler systems and consumable products.

ADVANCE can satisfy all of your die casting automation needs.

_ » ey Digital Servo.
Specifications are subject . W) ’ e . k) e, Ladlers
to change without notice. : T
Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 ®Advance Products Corporation

Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com BARfpc R EA:




Spraying Technology
Manifolds, Spray Heads
& Accessories

Advance Your Capabilities




Business Side
—Tm

1 - Why Proper Manifolds and Accessories Are Important

Consistency, repeatability and efficiency - three things every die caster wants in their
spraying system. To achieve all three, requires the proper spraying equipment. After selecting
an automatic die spray system, the spraying package is the most important next step.

The manifold is the heart of the die casting spray system. Manifold selection, along with the
choice of spray heads and nozzles are significant factors in achieving optimum die spraying.

Too often, little consideration is given to manifold design
and usage. When you consider that spraying is the most
time consuming part of the total casting cycle, it is
important to select a manifold that will:

A) reduce cycle time

B) give you a consistent, quality part

C) reduce labor

D) easy to maintain . '
E) will not leak

2 - Production Improvements - Cycle Time

As a rule of thumb, spraying should be less than 20% of total cycle time. Many die casters
are spraying for 30-40% of the cycle time. This is a huge waste of time and adds to total cycle
time. Many years ago, Advance devised a formula that has worked well in determining proper
spraying time. The formula states you should spray one second for every 100 ton of the size of
the die cast machine. Add one second per slide and one second for a second spray zone. For
example, for an 800-ton DCM with two zones and two slides, your spray time is:

1 sec. x 8 + 1 (additional zone) + 2 (slides) = 11 seconds.

3 - Positioning Accuracy

Digital servo-control gives Advance reciprocators
positioning accuracy within .020” This repeatability
is important for maintaining control of the process.
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4 - Quality Issues

How you spray determines the quality of your part.
Proper spraying:

- Produces more consistent, shippable parts
- Produces more presentable, shiny parts

- Reduces scrap

- Increases die life

- Increases machine up-time

It is important to understand that quality drives production schedules, which translates into
MONEY. If you have consistent, quality parts, it is easier to calculate the number of shippable
parts made per hour. This translates into better prediction of shipping schedules, which in
turn, controls production schedules.

) = . 5 - Environmental and Safety Issues

In addition to producing more shippable parts and reducing labor, automatic spraying is
safer than hand sprayers. It takes the operator away from the fumes and the opening and
closing of the die casting machine versus hand spraying. This can reduce Worker's Compen-
sation premiums and make for a safer plant environment.

Summary:

Proper automatic spraying with the right manifold, spray heads and nozzles will reduce
cycle time and labor and give you more consistent, usable parts. It is this consistency, repeat-
ability and efficiency of automatic spraying that make it so vital to your production and your
bottom line. '

AUTOMATION MEANS

Consistency, Process Repeatability, Efficiency
More Safe Environment, More Shippable Parts
’ | . Better Scheduling, More Profits




Manifold Design / Selection

How To Design
Your Manifold

(1) Determine the relative size of the
manifold. Use either the die layout drawing,
actual casting size, etc.

(2) Determine where you need to spray
the die. Highlight the problem areas which
may need more cooling.

—_— — e e -

l
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(3) Decide how you want to spray the
die. For example, is a bar (sweep) manifold
suitable or is a more complex Picture
Frame®manifold needed? Do you want to
spray with one or two zones of spray?

Single Bar,
Single
Spray Zone
LGTH PART# LGTH PART#
13" 9805 25 9807
19” 9806 oy 9808
Single Bar,
Dual Spray
Zone
LGTH PART# LGTH PART#
13"  not available 25° 9807
19" 9806 31" 9808

Dual Bar,
Dual Spray
Zone

LGTH TOP BTM

LGTH TOP BTM

13" 9805 9812

19" 9806 9814

25" 9807 9816

31" 9808 9818




Picture Frame® Manifolds

¥

R

\e\ Ry oo By oo By oo 'y Qn% \n

Zone 1 Spray
Head Locations

Zone 2 Spray

pos Head Locations
9 . e
Picture Frame® Manifold Sizing Chart
If your die is more Size Components Required Available Spray
Complex or you want ﬁlec:g;:( For Each Assembly Head Locations
to Spray the dle from (Inches) Top Frame Part# Bottom Frame Part# Side Frame Part # Zone 1 Zone 2
one fixed point, a NPEATI1-D | 17x 11 9805 9812 9810 9 8
- ® 2 NPF-1714-D | 17 x 14 9805 9812 9811 11 10
Picture Frame®Mani- | npr1717.D | 17x17 9805 9812 9812 13 12
; NPF-1720-D | 17 x 20 9805 9812 9813 15 14
fold may be suitable. NPF-1723-D | 17 x 23 9805 9812 9814 17 16
They are our most NEF-:]I 738‘-0 17 x 26 9805 9812 9815 19 18
, NPF-1729-D | 17 x 29 9805 9812 9816 21 20
popular manifolds and [ RpF2311-D | 23 x 11 9806 9814 9810 13 10
. : NPF-2314-D | 23 x 14 9806 9814 9811 15 12
come in a multitude of | \or53i7s | 2347 | o806 9814 9812 17 14
standard sizes to fit NPF-2320-D | 23 x 20 9806 9814 9813 19 16
Sl NPF-2323-D | 23 x 23 9806 9814 © - 9814 21 18
most any application. NPF-2326-D | 23 x 26 9806 9814 9815 23 20
: NPF-2329-D | 23 x 29 9806 9814 9816 25 2
(See.' chart at right). NPF-2332.D | 23 %32 9806 9814 9817 27 24
Picture Frame® NPF-2911-D | 29 x 11 9807 9816 9810 17 14
: X NPF-2914-D | 29 x 14 9807 9816 9811 19 16
Manifolds typically NPF-2917-D | 29 x 17 9807 9816 9812 21 18
produce the shortest | NPE3e290 | 29529 |  sa0y 5815 9814 % 2
i NPF-2026-D | 29 x 26 9807 9816 9815 27 24
spray tlme.. They are NPF-2029-D | 29 x 29 9807 9816 9816 29 2%
available in both NPF-2932-D | 29 x 32 9807 9816 9817 31 28
\ NPF-2935D | 20 x 35 9807 9816 9818 33 30
single and dual zone NPF-3511-D | 35 x 11 9808 9818 9810 21 18
o NPF-3514-D | 35 x 14 9808 9818 9811 23 20
capability. NPF-3517-D | 35x 17 9808 9818 9812 25 2
‘g. NPF-3520-D | 35 x 20 9808 9818 9813 27 24
: NPF-3523-D | 35 x 23 9808 9818 9814 29 26
NPF-3526-D | 35 x 26 9808 9818 9815 31 28
NPF-3529-D | 35 x 29 9808 9818 9816 33 30
NPF-3532-D | 35 x 32 9808 9818 9817 35 32
NPF-3535-D | 35 x 35 9808 9818 9818 37 34




Manifold Parts

Let’s look at some accessories that can help you in the placement of the spray heads. At
Advance, we believe that permanent designed manifolds are better than extension tubes

coming out of the head.

Hard manifolds do not go out of adjustment and make die change-over quick. Also, with
Advance’s straight-in-the-die travel, reciprocator die openings can be reduced. This produces
greater die spraying efficiency and less over spray and run off. By reducing the die spray

opening needed, faster cycle rates can be achieved.

QC-0913-MF
QUICK CHANGE
MANIFOLD
ADAPTER

0921-024
0;072-6 ALIGNMENT
-PLANE
% SLEVE s
CORNER
GUSSET
DY 16
SIDE i '," g
MANIFOLD n
2P
4914 My
CORNER
BLOCK
4688-XX
AR 4952
BLAST STANDOFF
4914

CORNER
BLOCK

0118-020

SOCKET
HEAD
CAP SCREW
OFF-PLANE T’s attach tothe =~ OFF-PLANE T’S
ot LENGTH ___PART #
J R EEs 6-inch 4073-6

towards the die cavity.

QUICK CHANGE MANIFOLD
ADAPTERS allow for fast
manifold exchange without tools
for quick and easy die setup.

STANDOFFS are available in 1-
inch increments. Supplied with
O-rings and bolts.

STANDOFFS
1-inch 4952-008
2-inch 4952-016
3-inch 4952-024
4-inch 4071-032
5-inch 4071-040
6-inch 4071-048
7-inch 4071-056
8-inch 4071-064

ON-PLANE T’s can be

attached to the end of the
extension providing the avail-
ability of two spray heads from
one spray head location. Comes
complete with O-rings and
fasteners.

ON-PLANE T'S
LENGTH PART #
6-inch 4072-6

Comes complete with O-rings
and fasteners.




Spray Heads

9
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FEATURES

» Wide range of spray volumes from ultra-fine mist to
heavy dosing.

» Not dependent on the same air and lube pressures.
In fact, the independent air and lube pressures can
vary from 40 psi to 110 psi without affecting each
other.

» .5 GPM per each nozzle outlet.

* No leak construction GUARANTEED.

Advance's new positive shutoff doesn't permit

MODEL SH-3000
SPRAY HEAD

After years of research and
development, Advance, the industry
leader in spraying technology, has
developed the ultimate spray head
for die spraying. It is the Advance
Model SH-3000 spray head.

The Model SH-3000 has fewer
parts and an improved design over
previous Advance models.
Adjustablility is greatly improved with
a full three-turn range compared to
1-1/2 on the Model 2000. There is
also improved atomization consis-
tency over a larger variation of air to
lube pressure.

The Model SH-3000 offers a wide
range of spray patterns with 9
interchangeable nozzles from ultra-
fine mist to maximum output.
Special nozzles are available that
offer consistent flow/lube rates at a
given pressure regardless of air
pressure.

All internal parts are warranted
for 1,000,000 cycles. The spray
head body has a 10 year warranty.

leaking.

« Either internal or external mix nozzle outlets can be
used on the same head. An APC exclusive!

* All internal parts are warranted for1,000,000 cycles
against leakage. Body warranted for 10 years.

p To order SH-3000 Spray Head with:
'a 8977 Narrow Cone 'Eé%%h # g;d_gao A::s%_ﬁrart#
% 8974 SH-3000-8974
8974 Wide Fan 8969 SH-3000-8969
8948 SH-3000-8978
(& 8969 907 cone mogg SH-3000.8368

£ i S
SH-TUBE-001 SH-3000-T-00
[SH-TUBE-002 | _SH-3000-T-00
SH-TUBE-003 SH-3000-T-003
0114-006

3 (Socket Head Cap
i

% 8948 Fine Fan
% 8968 Thick Fan
% 8980 90° Fan
C@ 8975 Oval

Screw)

&,
00’

** Note: SH-TUBE-001,
SH-TUBE-002, and
SH-TUBE-003 consist of:
9649 (Adapter, nozzle to tube)
5998 (adapter, 1/8 mnpt to 1/4 tube
9903-016 2" tube, 9903-032 4" tube

9903-048 6 tube 8962 (O-ring)

8947 (Body)
cp 8959 (Set Screw)

8953 (Nozzle Seat) ~ -
“Nozzle omes . ) .
ST:ndlarggc Q“\’ 3 (O-ring) SH-3000
:z"tglg':‘:)“"’ ®$ 8949 (Needle) Spray Head |




DUAL NOZZLE SPRAY HEAD

Need more lube in a concentrated area. Try the
new Advance Dual Nozzle spray head, ideal for
ejector side.

The head features two nozzles on one side of the
head. Comes with two nozzles of your choice.

- AVAILABLE NOZZLES
SERIES TUBE SYLE / LENGTH NOZZLE
SH-3000 (Dual Outlet None* (SH-TUBE-000)

Opposed Side) 1/4” copper/2” (SH-TUBE-001)
SH-3000DC (Dual Outlet 1/4” copper/4” (SH-TUBE-002)

Cover Side) 1/4” copper/6” (SH-TUBE-003)
SH-3000DE (Dual Outlet 1/2" alum. straight/2” (SH-TUBE-004)
Ejector Side) 1/2" alum. straight/4” (SH-TUBE-005)

1/2" alum. straight/6” (SH-TUBE-006)
1/2" alum. 90°/2" (SH-TUBE-007)
1/2” alum. 90%4” (SH-TUBE-008)
1/2" alum. 90°/6” (SH-TUBE-009)

* No nozzle required with 1/4” copper tube

g ADVANCE PRODUCTS CORP.
R R 5o o o o 2527 M-63 North / Benton Harbor, Ml 49022 “
PH: 269-849-1000 FAX: 269-849-2200

£ LW ¥V WAR N

Gl R s

email: sales@advanceproductscorp.com
internet: www.advanceproductscorp.com

A
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MODEL 3000
SPRAY HEAD

DUAL OUTLET:
Ejector Side (SH-3000DE)
Cover Side (SH-3000DC)
SH-3000
STANDARD:

Double, Opposed

After years of research and development, Advance Products Corporation,
the industry leader in spraying technology, has developed the
ultimate spray head for die spraying.

¢ All components are guaranteed for no

» Awide range of output volumes for
leak performance for 1 million cycles. ultra fine mist to maximum flow.
The spray head body is guaranteed
for 10 years.

e Lots of nozzle combinations. Also

see Advance Technology Brochure
* The head operates at a wide range of

for more information about spray
40 to 100 PSl air and lube pressure. manifolds and other accessories.

Your “Window to the World”® of Die Casting Automation and Consumable Products




To order SH-3000 Spray Head withspecific nozzles, cross-reference to
’ 3 your desired spray head with the desired nozzle:
Q'a 8977 Medium Cone [\ozicdesign | SH-3000 Double | SH-3000 Dual Outlet | SH-3000 Dual Outlet
Opposed Qutlet Ejector Side Cover Side
{SH-3000) (SH-3000DE) (SH-3000DC)
8967 Medium Fan [8977 SH-3000-8977 SH-3000DE-8977 SH-3000DC-8977
8967 SH-3000-8967 SH-3000DE-8967 SH-3000DC-8967
% 8969 SH-3000-8969 SH-3000DE-8969 SH-3000DC-8969
8948 SH-3000-8948 SH-3000DE-8948 SH-3000DC-8948
8969 90° Cone 8968 SH-3000-8968 SH-3000DE-8968 SH-3000DC-8968
8930 SH-3000-8980 SH-3000DE-8980 SH-3000DC-8980
8948 Fine Fan 8975 SH-3000-8975 SH-3000DE-8975 SH-3000DC-8975
SH-TUBE-001 SH-3000-T-001 SH-3000DE-T-001 SH-3000DC-T-001
SH-TUBE-002 SH-3000-T-002 SH-3000DE-T-002 SH-3000DC-T-002
8968 Wide Fan SH-TUBE-003 SH-3000-T-003 SH-3000DE-T-003 SH-3000DC-T-003

% 8980 90° Fan
% 8975 Oval
T

** Note: SH-TUBE-001,
SH-TUBE-002, and
SH-TUBE-003 consist of:
9649 (Adapter, nozzle to tube)
5998 (adapter, 1/8 mnpt to 1/4 tube
9903-016 2” tube, 9903-032 4” tube

9903-048 6” tube 8962 (O-ring)
=

X

8970 (Nozzle
Retainer) °

8983 (O-ring)

8949 (Needle)

o

oot

X

(Socket Head
Cap Screw)

9358 (Body SH-3000DC)
9359 (Body SH-3000DE)

(28959 (Set Screw)

{8947 (Body SH-3000)

SH-3000
Spray Head

Specifications are subject
to change without notice.

= 1 . i e 4 b
Advance Products Corporation - 2527

3 w

Benton Harbor, gan 4

Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com

©Advance Products
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Printed in U.S.A.
APC-100-2002
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Introduction

Welcome to Advance’s World of Ladler Automation @

ﬂ@%’@ﬂﬁ@ is your “Window to the World®” for digital automatic metal ladlers which are
renowned worldwide for their ruggedness and reliability. Our ladlers have been proven to
require less than $300 per year in maintenance costs.

In-House Manufacturing Capability

Advance automation products are made in-house at our Benton Harbor, M, facility. By taking
charge of every step of the manufacturing process, we can assure process consistency.

Process consistency is the first step in achieving total guality. Areliable, consistent process
begins with
reliable
equipment.
Parts are
made by
skilled
craftsmen .
on state-of- &= =55
the-art CNC machines.

Engineering is another
critical part in the
manufacturing
process. Advance
engineers design
equipment with the
latest 3-D solid
modeling computer
systems and can
provide you with a
detailed drawing g
showing how a specific
product would work
with your die casting |
machine.

Advance ladlers - proudly
MADE IN AMERICA

durability, reliability, accuracy, ease of operation
and low maintenance costs. This means a
consistent, quality part at a world competitive price.



Ladler Featl-';s

o Let’s Discuss How Shot Size Repeatability Saves
You $MONEYS$.

Independent customer testing has found that ﬁﬁ’%’{jﬁ ",‘ ;@f ladlers have
a repeatable accuracy higher than our advertised 99+%. This is achieved by our
superior manufacturing process described in the following pages.

Am’&% C@ designs its ladlers for the highest repeatability
which means lower cost of operation. For example, let's compare a 60
second cycle operation for 5 days, 20 hours per day, using a 10 pound
nominal pour. Now let's compare a competitor’s ladler of 10% pouring
repeatability against ADVANCE's 1% repeatability guarantee.

Competitor’s ladler 10% repeatability for a 10 pound casting:
60 second shot X 20 hours X 5 days = 6000 shots per week or 60,000
pounds of aluminum. The shot weight variation would be from 60,000
pounds to 66,000 pounds (10 % maximum variation) or 6000
pounds too much. Let's say, however, the excess average is half
of that or 3000 pounds of aluminum per week.

Now, compare to > wxm ﬁu s s 1% :

repeatability: i
. The average shot weight variance is 300 pounds

per week. i

The metal saving difference is 2700 pounds per week!

At 50 weeks per year, that's equal to 135,000 pounds of metal you've purchased, inventoried,
and melted unnecessarily! And these figures are only for a 10 pound casting!

Wihat is this costing your company!?!

One die caster has stated that “a biscuit 1” longer than needed (on a 2 '/,” diameter sleeve)
costs about $50,000 a year (per machine) in remelt costs”, You can’t afford not to have the
most accurate ladler in the industry!

How Does ADVANCE Achieve 99+% Pouring Accuracy in Its Ladlers?

The 99+% is achieved because the ladle cup Shot Weight Variations
“spill off angle” is controlled by the servo| _ 41.00 -
motor and servo drive. One revolution of the | £40.90
ladle cup is divided into almost 2 million parts |49 g0 -
(1,966,000 to be exact). What this means is |i~10.70
that the cup “spill off angle” can be controlled (ID10.60
to 2 millionth of its rotation and it's this [7j10.50
repeatability of the “spill off angle” that}=10.40 1.
. achieves the ladlers’ shot size repeatability. |~ 10.30 8
- s _ _|O10.20
Unlike other ladles, the ﬁ; ﬂl"tﬁ@ %10'10 —
ladler achieves the same repeatability| "10.00 _ Advance
regardiess of metal level draw down. 9.90

L — ADVANCE's 1% repeatability

100% Repeatable




Ladler Features

Advance’s Design Capabilities Gives You Quality,
Low Replacement Costs & Higher Up-Time

The average cost that companies spend with ﬂ@YQ! .ﬁ € per year on ladlers after the
warranty period is under $300 per year. Why is this so?

Well, A@VQ&C@ designs its products starting with 3-D solid modeling software. The design
criteria set by our president is to “design the product so it never breaks down”! That's a tough goal, but
the minimal amount of money that companies spend with us on replacement parts proves the ladlers are
very well designed. o

An example of this quality is AvonNce s Direct-Drive SYStem

. y The gear box in ,:Q,‘:‘veﬁcg ladlers is either
Provides 9 times the tooth contact of aground helical gear setora Cone Drive double-enveloping
normal gear boxes gear set where the worm is manufactured in an hour-glass
configuration and wraps around the worm wheel. Either
provides low backlash and extremely long-life.
The brushless servo motors are directly coupled to the
gearset reducing service drive train problems and
improving mechanical response to the servo motors. . '

The output shaft of the ladler linkage arms is a large,
one-piece shaft, which goes completely through the gear
box. The positioning encoder, motor and gearbox are
giving direct drive without use of pulleys, belts or cams.

POSITIONING
ENCODER

Heavy-Duty Arm Support
On SL-2000 and larger
models (more than 50
pounds of metal) the
entire arm assembly is
supported by a large
housing with double
opposed Timken
tapered roller bearings.
This housing assembly supports the total weight of
the arm so there is no load applied to the gear box
assembly, allowing very smooth armtravel without ~ EEEE et bt

torque interruptions. | TRE

BRAKE
(activated when
power is turned

off)

BRUSHLESS SERVO
ZERO COGGING
MOTOR

Direct Drive Mount)

. HEAVY-DUTY
Wrthoutthewelghtofthe SHAFT ‘} ‘
, arm being supported THROUGH
THE GEAR
a by the gearbox, the DIRECT DRIVE i
gear box works for OUTPUT SHAFT

many years of service.
4



Ladler Features

“NO DUNKING” Smart Probe™ System

ﬁ@%’cmﬁ has developed proprietary circuitry which prevents dunking. The smart
probe remembers the furnace metal position from its last pour pickup. A back-up probe is
activated if the primary probe fails. If both probes fail, the ladler is programmed to go no
more than 1" lower than the previous metal pickup point. Ifit doesn’t sense the metal, it goes
to its home position and turns itself off. The ladler doesn’t dunk, even if all the probe wires
are broken.

The Advance Smart Probe™ System consists of three probes - standard,
backup and smart. Should the standard probe fail, a backup probe takes
A e over to prevent dunking of the arm into metal. Warning Lights flash
- on the Operator Interface Station signaling a probe failure.
Additionally, a smart probe remembers the last metal level
detected and allows the probes to advance only 1" below the last
metal level sensed. If the smart probe doesn’t sense metal within
1", the ladler will dump all the metal in the cup back into the

Rl%lljj?.l/'sg'sn dipwell and return to the Home position before shutting itself
WIRES FOR off automatically!
EACH PROBE

THE PROBE ASSEMBLY CAN BE MOUNTED ON
EITHER SIDE OF THE ARM.

“SUPER” HIGH TEMPERATURE BEARINGS
REQUIRE NO LUBRICATION OR GRAPHITE
POWDER.

PROBE TIPS ARE EASILY REPLACEABLE
AND TREATED WITH ADVANCE’'S
EXCLUSIVE “ADWEAR"” TREATMENT
WHICH RESISTS ALUMINUM FOR MONTHS
AND SOMETIMES YEARS. THE PROBES DO
NOT REQUIRE A COATING.

50 POUND AND LARGER LADLER SIZES USE
INTERCHANGEABLE LADLE CUP ADAPTERS

ADVANCE LADLERS ARE
DESIGNED TO USE ADVANCE
QUICK-CHANGE LADLE CUPS




Ladler Features

Electronic Platform, Construction and Features ¢

A@vcnce uses standard Mitsubishi components. The human-machine interface,
amplifier, and motor are all standard “off the shelf” Mitsubishi components. No special proprietary
electronics with A@VQ&C@ . Mitsubishi is #1 worldwide in servo system reliability and
ACNVONVCE s proud to partner with them.

N LagLEa .,,._

Computer Front End == A dvance ==

The Advance Servo Ladler operator station uses an easy-to-read
color 5.75” LCD.

Each program is easy to set up and is menu prompted so even operators
with little or no previous programming experience can program the ladle.
The unit stores up to 500 parts programs in NV RAM.

Operator Interface Station

The Operator Interface Station allows the operator to monitor the status of

the ladler, the metal level in the fumace, and, also, control all basic ladler . I
functions. Warning lights signal probe failures, low metal levels, and aborted

cycles. Indicators signal the mechanism position and ladle cup status. The

Operator Interface Station size is: 9"H x 13"W x 4.38"D.

Controls can be set to Manual or Auto by turning a selector switch. A
selector switch increases or decreases the shot size.

IMPLICITY IN CONTROL BOX
DESIGN. HARD WIRED FOR EASY
TROUBLESHOOTING. STANDARD
CONTROL BOXSIZEIS: 30" Hx 24"W
x15.37"D.

24 VOLT POWER SUPPLY

Main Control Box

ISOLATION RELAYS

AMPLIFIERS
HEAT EXCHANGER IS STANDARD

DOUBLE CLAMPING PLUGS ON
BOTH ENDS OF THE CABLES

\
SEPARATE CABLES FOR POWER ‘J '
AND COMMUNICATION (30’ CABLE
SETS IN SEALTITE COME

UMAN
H STANDARD WITH EACH LADLER)

MACHINE MOTION
INTERFACE CONTROLLER

6




| Ladler Features

Mechanical Photos

LADLER MAJOR PARTS
SL-650 / SL-1200 / SL-1500

Home
Lirmrigess
Switch

Arm
Votor

Direct Drive
Systems with
Servo Motor and
Encoder Mounted
Directly to the
Gear Box

Massive Arm Links with
Timken Tapered Roller
Bearings at Each Joint

SL-2000 SHOWN

SL-2000 SHOWN




Features And Specifications

Sizing Your Ladler Needs | _'

How do | know what ladler size is the correct

QUILIe RERERENGE one for my application? The Quick

; IZ . =
LADLER SIZING MATRIX Reference Ladler Sizing Matrix chart will
400T |600T |B0OT | 1000T | 1200T | 1400T | 1600T| 2000T | 2500T | 3000T | 3500T get you to the general area.
SL-650 Now determine what your maximum shot

size is.

15# &QVQW@ ladlers

SL-2000 25# come in several live metal
50# capacities, so check the one
SL-4000 || 100# that matches your

Advance makes an SL-1400 for 800-1400T DCM with launder systems. 175# requireme nts. N ow,
determine the stroke you need.
The drawings on the next 2 .ﬂ ﬂ\l’nnl‘ 'f
pages give you the stro.ke. R s e R e L
Hel'e’S Whel'e our plannlng et th-.l-:::;-;:;mplg;;;l;:‘:;;:nﬂxmmu ton
sheet comes in handy. Justfill | seun s sus oopamen : )
out a few dimensions, and we'll B — @ '
submit a 3-D drawing for your O ,
reView' Asdrdeis S Coy

Qe Tin

Pouring height from the furnace

makes a difference.|] ™———-
ADVANCE has both standard | ™"

(level pour) and low pour ladlers | """

where the metal pour position
is lower than the metal level. In
extreme cases, for those
customers who want to pour
from a ladler system to larger
size die casting machines, say
1200 ton, ADVANCE offers the
SL-1400 ladler which has a

metal height range of almost 5
feet'

QGVQ C&€&offers

several chonces of tilting bases
as part of the ADVANCE ladler
system. The tilt bases allow for
€asy  pouring position R
adjustment. See the section on

Ped eSta.I $ an d tlItS fOf more Your “Window 1o tha World"” of Die Casting Automation and Consumable Products —
information. By

8

DCM Moeiet  DCNTrraga

Approx. max. skt Sze (weph

Piani Votagaicrcle ovw): J08 230 380 440 480 450 OTS ciher o

DCM V0 migni voitsos: 2wac] pzovee [

Cable Levgth: (Powsr & Contralj 30" Standand. mumnﬂms Lorirol] Nonstadend
iength: Nasy |Addlonal abie length may intur axfra charge
mwmw:;w:w Commuh sales department i you
mlmwﬂh“l

Which sige of DOM s the dip wed ot Opeesiior El Hapar ]

Are there 3y cbsruchurm Sabwaad e Sp wall and DEM?

Please add additonal periinend mformafion below and fill in the dimenssons high-
Bghbed with red amows on the back ssde of ks form. Thanks!
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SL-650+

SL-650 LADLER
OPERATOR SIDE

=

LT

3-

GRID SQUARES ARE 6°x6°

SL-650

COMB I NAT |ON
’,/’/’—JACK/TILT
PEDESTAL

P/N: 7770

SL-1200 LADLER
OPERATOR SIDE

LOW POUR
TILT ASSEM.
LEVEL POUR © PIN; 5867
/ OPTIONAL
M / . = ] ]
_J_____.__--—- ]
| B—d eole
~ \
¢

GRID SQUARES ARE 6°x6”°

SL-1200

PEDESTAL BASE
P/N: 9337-XXX

Total Stroke - Max.
Forward Stroke - Max.
Live Weight Metal
Reach Back (Furnace)

69.2 in.(176 cm)
35.5in. (90 cm)
15 Ib. (6.8 Kg)
33.7in. (86 cm)

Total Stroke - Max.
Forward Strok ‘

Live Weight M
Reach Back (Furnace)

LEVEL POUR
71in.(180 cm)

211in. (53 cm)




Specifications

SL-2000 LADLER
W SL-1500 LADLER OPERATOR S|DE
LEVEL POUR
OPERATOR SIDE o
TILT ASSEM.
LEe SL-2500 P/N: 5866
G SL-2000 @, r-‘ OPTIONAL
LEVEL POUR / —
COMBIN- 4 ) \\ \
TION wa | — N
/ JACK/TILT e —
— PEDESTAL = !
4 || e7770 =yl ofo [=ta \
Jr-“"'"— ] M \ KA/ \
1 ] 1
o LN ? ,
- - ]
‘ GRID SQUARES ARE 6*x6* —“_\ \JL_
PEDESTAL BASE

GRID SQUARES ARE 6°x6°

SL-1500 Lg

1 [ P/N: 9337-XXX

SL-2000 (Lev)

104.8 in.(266 cm)
63 in. (160 cm)
50 Ibs. (23 Kg)
41.8in. (106 cm)

SL-2000

MODEL NUMBER
Total Stroke - Max.

LEVEL POUR
88.51n.(225¢cm)

LOW POUR
92 in.{234 cm)
56in. (142 cm)
251b. (10 Kg)
36in. (91 cm)

Total Stroke - Max.
Forward Stroke - Max. 63in. (160 cm)
Live Weight Metal 251b. (10 Kg)

Reach Back (Furnace) 25.5in. (65 cm)

Forward Stroke - Max.

Live Weight Metal
Reach Back (Furnace)

SL-3000 LADLER SL-4000 LADLER
OPERATOR SIDE OPERATOR SIDE
LEVEL POUR
o
RE @) TILT ASSEM & @
P/N: 5866
SL-3000 > APTIONAL — @ E;TSE:EASSWBLV
Ky 7 OPTIONAL
3 ~ \k | / Z PN =1}
L = o o T i
=i e R = \ |
191 ) Lol
o’
Wi
GRID SQUARES ARE 6-x6" K 2 \J— GRID SQUARES ARE 6" X 6" ]_\
\ PEDESTAL BASE
P/N: 9337-XXX
PEDESTAL BASE
! E P/N: 9337-XXX
MOREREED SL-3000 (Lev) ~ SL-3500 (Low) MODELNUMBER | SL-4000 (Lev)

Max

d Stroke - Max

tal walght

h back into furnace

102.5 in. (260 ¢m)
55.5in. (141 cm)
100 Ibs. (45 Kg)
47 in. (119 em)

Total Stroke - Max.
Forward Stroke - Max.
Live Weight Metal
Reach Back (Furnace)

104.8 in.(266 cm)
63 in. (160 cm)
175 Ibs. (80 Kg)
41.8 in. (106 cm)




Pedestals

@

Tilt
can be
+10°
from
vertica

7.5in.
vertical
stroke

Height

57.5" min.

Bottom
Riser
Available
From 6-24"

#7770 COMBO TILT PEDESTAL
(SL-650, SL-1400 and SL-1500 Only)

65.0" max.

HEAVY-DUTY

TILT ASSEMBLY
(#5867 SL-1200,
#5866 SL2000/3000)

Tilts £10°from vertical.

Usually mounted on a
standard pedestal.

Also can be used with an
Advance Rotary Base.

7 sizes

Collapsed Ht
36-1/2"
42-1/2"
48-1/2"
54-1/2
60-1/2
66-1/2
721/2

12 in.
of adjustment in
1.5" increments

STANDARD PEDESTAL
(#9337)

11



Technical Support

Ladle Cups

Advance Quick-Change Ladle Cups’ pin-
mount de(slign means%o tools arepnegded 'é‘l‘JDF','f '&?JDPL: Rated Capacity n:min.;limn.ﬁum(.:cﬂﬂzg
for changing cups. (Operator) (Helper) | '™Kg InLbs. W(A:I:‘:‘CE:W ﬁ.g.,“,;‘!?,’f.?.,,
Ladles are 1/4 to 5/16-inch thick, heat- 0.5A 0.5B 05 | 11 17.25" | 17.13x11.75
treated cast iron for long life. §.6 1.0B 1.0 49 18.31" 18 x 1243
Made in the USA. 1.5A 158 | 15 | 33 | 1875”7 | 185x12.34
Sizes are 2.0A 2.0B 2.0 4.4 19.6” 19.25x13.25
available 2.5A 2.5B 25 | 55 | 19.75" | 19.32x13.18
in both 3.0A 30B | 30 | 66 20" 19.69 x 14
operator or
helper side. 3.5A 3.5B 35 7.7 20.45” 19.69 X 14.25
4.0A 4.0B 4.0 8.8 21.45” 20.84 x 16
6.0A 6.0B 6.0 13.2 22.5" 21.68x16.9
8.0A 8.0B 8.0 17.6 23.25” 22.28x18.13

Call us for additional information for new laminate ladle cups to
100# metal capacity. (New large cups are made with a steel fabric body
that has a long life in molten aluminum. The cups have non-wetting surfaces
that are resistant to thermal shock and breakage. The cups also insulate
metal from heat loss during the delivery cycle for uniform product.)

Extensive Manuals Technical Service Staff

e would like to partn wit
you on your ladler needs!

Cstomer Support Team Give us a call!

1-269-849-1000
It’'s free! - We don’t charge for

phone support. Call us! QVQE’
1-269-849-1000 W Gl

©Advance Products

Specifications are subject Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 Corporation
to change without notice. Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com Priisd s A
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Automation

Misc.

e o o o o © o o @ o

Kawasaki Robots

Kawasaki “D" Controller

Robot Grippers

Mini-Max Reclaimers

Central Lube Systems

Tool Temp Qil Temperature Control Units
Electronic Bacteria Killers

Stationary Casting Coolers

Vertical C-Frame Trim Press

Safety Signage



QUi
Die Cast Extractor - Kawasaki , /

-

ZX165 ;,F _H_}.L_'\M‘ Die Cast iy
Industrial Robot

J
The Kawasaki Die Cast Extractor™ Model ZX165 was specifically designed / 'e./‘ /.
to meet the challenging requirements of the die cast environment. ',f’ / /‘ f
The six-axis servo controlled robot carries a maximum static payload @ f/

of over 300 Ibs. The industry proven C Series controller is flanked by 0
a hand held LCD Multifunctional Touch Panel that is the most - /
user-friendly panel of its type in the die casting industry.

DIE CASTING FEATURES
» |P-67 rated wristand IP-65 rated Arm
= Unique Hybrid Link for greater overhead reach
» 165 kg (363 Ibs.) static payload -#1 in the Die Cast Industry
« Special Die Cast Software - Die Helper™
« Special seals and bearings designed for the rigorous
Die Castenvironment -

» Model Type ZX165

* Servo Axis 6 revolute axes

» Wrist Rating P67

* Arm Rating IP65

« Maximum Rotary Velocity 5000 mm/sec (210 in/sec)

« Maximum Static Payload 165 kg (363 Ibs.)

* Maximum Reach 2879 mm (113in)

« Repeatability #-.30mm (.012in) 0

« Positioning Feedback Absolute Encoder
« Drive Motors Brushless AC Servo Motors
» Machine Weight 1500 kg (3300 Ibs.)

Your “Window to the World”® of Die Casting Automation and Consumable Products




Automated Die Cast Workcells

(\{ | Kawasaki 2X165 Robot Simple Extraction
J * ZX165 Robot
e 900 Ton » Safety Equipment
F aws & Die Cast Machine « Output Conveyor
2 T st « Integration
Cu/1t | Stationary Cooler
Extraction With Cooling T TR ‘
- ZX165 Robot ¢ :
« Safety Equipment Kawasaki ZX165 Robot
= Output Conveyor 1200Ton
« Air Casting Cooler Die Cast Machine
« Integration =

i ’
3 Stationary Cooler
I s l * _
: Trim Cell
E@ &y » ZX165 Robot
i Kawasaki « Safety Equipment
B ZX165 1D§0((1:T0?M hine * Output Conveyor
. = Robot ie Last Machine , ajr casting Cooler
— R * Programmable Trim Press
o * Integration
‘_!_ S— ',%

ADVANCE AUTOMATION EQUIPMENT

Digital Servo

Reciprocating  ADVANCE manufactures a broad assortment of die casting 4

SSyas peripheral equipment including ladlers, sprayers, die temperature 'ﬁ' i
- control units, central lube systems, trim presses, casting cooler ﬂ

systems and consumable products.

ADVANCE can satisfy all of your die casting automation needs.

| Digital Servo

Specifications are subject i ; LT G Ladisie
to change without notice. : - = ﬁ%’ %W
Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 Biidvante Prodicts Sorhcralion

Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com Printed.in L. 5.4




VGNce

QU IoMnation

ON-LINE DIE LUBE
RECLAIMING SYSTEM

MINIMIZE MAXIMIZE

* OPERATING COSTS e PRODUCTION TIME
* DIE LUBE OVERHEAD * EQUIPMENT LIFE

* DIE LUBE DISPOSAL COSTS * DIE LUBE LIFE

« SHOP HAZARDS * SAFETY

Your “Window to the World”® of Die Casting Automation and Consumable Products




Tests have shown that only half of the spray die lube ever reaches the die itself. This wasted die lube, instead of doing its
intended job, settles onto the base of the die-casting machine, where it mixes with the accumulated grease, spit metal, flash,

and other contaminants.

The reclaimer catches the used die lube as it drains from the die-casting machine. Before the die lube drains into the holdin
tank, it passes through a metal catch-pan that keeps larger spit metal from entering the tank. A fine-mesh filter screen at the
inlet to the diaphragm pump prevents sludge, and

other debris that has settled in the bottom of

the holding tank, from entering the pump. CATCH-PAN PART":ION

The circulating die lube flows through cATCH-PAN (Keeps grease out of Die Lube)
two spin-on-type filters that remove
suspended particles from the liquid.
This filtering action is continuous,
even while the sprayers are turned
off.

SHOTEND
OF
MACHINE

“The Mini-Max Reclaimer is the
most useful piece of equipment to
come along in years” say many of
our customers. If you want to in-
crease die lube life, save up to 40% of
your die lube costs, reduce disposal
costs, reduce frustrating down time due ADVANCE
to clogged spray heads and premature RECIPROCATING
equipment wear, it makes sense to pur- DIE SPRAYER
chase the Advance “Mini-Max Re-

claiming System”

MINI-MAX IS LOCATED ON
The Advance Products “Mini-Max HELPER SIDE OF MACHINE
Reclaiming System” is an efficient
and unique recycling unit that
collects virtually all of the sprayed
die lube, filters out the impuities,
and pumps it back into the lube
system for use. It consists of
a 15-gallon stainless steel
tank that acts as a reservoir to
hold the collected die lube, a
specially-designed diaphragm
pump that pressurizes and
circulates the die lube, and a 3-
stage filtration system that
continually cleans the circulating
liquid. The system operates from
a standard 110 VAC, 60 Hz line, and

110V ELECTRICAL
SUPPLY

FROM AIR
COMPRESSOR

is space-efficient, measuring only LUBE SUPPLY RECYCLED

30"LX16"W x 21"H. The diaphragm LUBE

pump is driven by a shop air compressor. Rﬁ:’gg:ﬁg;ro
SYSTEM

Typical Shop Setup Using A Die Casting Machine Catch-Pan

©Advance Products
Corporation
Printed in U.S.A.
APC-100-2002

3 :;'""'":--é-:s.::—l N b'i' —

Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022
Phone (269) 849-1000 - Fax (269) 849-2200 - www.advanceproductscorp.com



CENTRAL LUBE
SYSTEMS

* A closed loop delivery system with batch * Two diaphragm pumps as standard with
blending. automatic switching valves.

* 500 gallons per hour mixing capacity and * Backlit display indicates mixing ratio,
flow rates of 25 gpm to 115 gpm. inventory, flow rates and error messages.

e Automatic pumping from tote or drum with * Stainless steel construction with PVC
digital display of the inventory. and brass components.

Your “Window to the World”® of Die Casting Automation and Consumable Products




Features

Float Switches Bacteria Killer
[SEEEAS—— e ————— S el
Stainless Steel floats control Optional Electronic

Bacteria Killer.

the blending process and
verifies proper tank levels.

Dual Air DiaEhragm Pumes

Closed loop circuit provides continuous
circulation to the network of machines.
Dual pumps allow pump maintenance

Metering Pum

Stainless Steel metering pump dispenses
desired ratio of lube concentrate to the
required amount of water with digital

accuracy.
Sample Plant Layout Technical Specifications
NOTE: For a closed loop delivery system, we Model: 45PE 90PE 150PE  300PE
suggest the use of PVC, Copper or Stainless -
Steel for the lines. The minimum size is 1-1/2" Tank Capacity 45 gal. 90 gal. 150 gal. 300 gal.

NPT for the delivery line and 3/4” NPT for the

Diaphragm Pumps i _1/27 Ao ”
return line. phrag P 1"ARO 1-1/2” ARO 1-1/2" ARO 2"ARO

Sy T o Max Pump Pressure 110 psi 110 psi 110 psi 110 psi
Machine & |._ _i Machine 7| Max Flow Rate 25 gpm 90 gpm 90 gpm 115 gpm
Max Blending Rate 500 gph 500 gph 500 gph 500 gph
l Mixing Ratio (Std) 20-100:1  20-100:1 20-100:1 20-100:1
Machine 4i— (Opt) 5-20:1
J System Dimensions

Length 43" 43" 64" 72"

| Depth 24’ 24° 34" 44

/ 'ﬂ er \ Height 53" 53" 61" 73

Return

Delivery Central Lube
Line System Line

b
b

¥, y ! 3 ! -
’ Vi~ l 1
5= mw\%a‘ Y = e ; Snduar Proucs
oration
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TT-380 Single Zone

Swiss Quality - The largest
European manufacturer of
temperature control units

Single and dual zone units

High temperature pump designed
for 400°C (752°F)

Your “Window to the World”® of Die Casting Automation and Consumable Products

TOOL TEMP
DIE TEMPERATURE

CONTROL

o e

TT-380/2 Dual Zone

e High temperature design, working
oil temperatures to 360°C (680°F)

* Microprocessor control standard




Easy programmer.
It almost grams _itself!

Expansion tank, " l ' l
Heat exchanger, ;
and four Unique high temperature no leak pump
heating elements system - NO flow monitor needed!
TECHNICAL DATA [TT-280 1T-280/2 TT-380 TT-380/2
Operating Temperature 250°C 250°C 360°C 360°C
485°F 485°F 680°F 680°F
Heating Capacity Per Zone 8 kw 8 kw 16,24, 32 kw 16, 24 kw
Cooling Capacity PerZone | 47 kw 4T kw 47 kw 47 kw
160,000 BTU at 392°F | 160,000 BTU at 392°F | 160,000 BTU at 392°F | 160,000 BTU at 392°F
40,000 KCal/hr. 40,000 KCal/hr. 40,000 KCal/hr. 40,000 KCal/hr.
at 200°C at 200°C at 200°C at 200°C
Pump Capacity Per Circuit | 72Psi 72 psi 72 psi 72 psi
18.5 gal/min 18.5 gal/min 18.5 gal/min 18.5 gal/min
. 3.2gal 5.55gal 5.5gal 9.5gal
Expansios. Tank 12 liters 21 liters 20 liters 35 liters
Qil Line Sizes 3/4" female thread 3/4" female thread 3/4" female thread 3/4" female thread
| Waterline Sizes 1" male thread 1" male thread 1" male thread 1" male thread
Dimensions 38"L, 15.5"W, 43"H | 46"L, 26"W, 51"H 44"L, 17"W, 59"H 45"L, 26"W, 51"H
Weight 285# 573# 435# 728#%#
Voltage Requirements 380TT 24kw @ 480VAC 32Amp 380TT/2 24kw @ 480 VAC = 64 Amps.
Examples: Call for further information

Specifications are subject
to change without notice.
©Advance Products
' Corporation
Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 Printag n .84
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ELECTRONIC
BACTERIA KILLER

ELECTRONIC
BACTERIA
KILLER

§ REPUCE "1 PRODUCE

 Clogged sprayheads due to bacteria

growth o BACTERIA-FREE DIE LUBE
» Chemical additives that produce .

health and safety hazards A CHEMICAL-FREE ENVIRONMENT
. c(')igc;;z :rom untreated water and I —
* Maintenance costs due to « GREATER SAVINGS

premature machine deterioration
Your “Window to the World”® of Die Casting Automation and Consumable Products




The Main Problem

Most die-casting companies know that biodegradable lubri-
cants are a fine substitute for the older, chemical types, which
caused both environmental and health safety problems. But,
while the switch to biodegradable die lubes has helped solve
these types of problems for the die-casting industry, it has also
presented another problem: the growth of bacteria. All biode-
gradable die lubes are a good medium for supporting bacteria
growth. As experience has shown us, when bacteria grows
unchecked, sprayheads become clogged, filters become
plugged, lube valves become sluggish, and unpleasant odors
build. As these problems increase, so do the costs for down-
time maintenance to flush out central lube systems and for
adding new die lube. And the cycle only starts all over

again. Up to now, there was not much that could be done to
solve the problem. Notuntil Advance Products Corporation
developed the “Electronic Bacteria Killer.”

Space-Age Technology

The Advance Electronic Bacteria Killer is a state-of-the-art
system that is designed to eliminate bacteria from its liquid
environment and keep it from reforming. Originally developed
for the entire water system in NASA's space shuttle program,
(including the Astronaut’'s drinking water), the system also
eliminates and prevents the further growth of bacteria in die
lube.

How it Works

The heart of the Electronic Bacteria Killer consists of a high-
quality electrode assembly that mounts to a galvanized steel, of
PVC T-fitting. When the assembly is inserted into the return-
flow line of your lube system (must be a closed-loop recirculat-
ing system) and electrical current is supplied to the electrodes,
the die lube flowing over them becomes charged (“ionized”).
This destroys the existing bacteria and prevents new growth
from forming. The Electronic Bacteria Killer is the ideal product
to use in quench-tanks and central coolant systems for second-
ary machining where bacteria, and its ever-present odors, are
always a problem.

Lube Line . .
m )

Control :

“Central
Lube

/
. System |, ¥

C SEDLOOP
RECIRCULATING SYSTEM

ﬁm é;ra' %
Advance Products Corporation - 2527 M-63 Benton Harbor, M|ch|gan 49022

It's So Easy To Install And Use

The Electronic Bacteria Killer's control box easily mounts on any
wall. It houses an 8-position electrical switch that you can use to
regulate the amount of current flowing through the electrodes for
just the right degree of control. An LCD (liquid-crystal display)
shows you the amount of ionization that is occurring in the lube.
You can translate the ion reading into a high, medium, or low
bacteria level, using a chart that is provided in the User's
Manual.

The control box measures 7-1/4"W x 4-5/8"H x 2-3/8"D, and
operates from a standard 110/220 VAC, 50/60 Hz power
source. The electrode assembly fits into a 2-3/8" T-fitting. A
threaded PVC T-fitting and two 1-7/8" to 2-3/8" PVC reducers
are provided with the unit.

The Ideal Product

The Electronic Bacteria Killer is an ideal product for any shop
that uses die lube. It will pay foritself in a very short time by
eliminating bacteria and preventing its return. Thus, you save
money because machinery runs more efficiently, and shop
personnel remain safer. You will find that not only will die lube
last longer, but the spray manifold nozzles, lube vales, and filters
will remain cleaner. Isn'tit time you installed one in your lube
supply system?

Here are some customer comments we've received about our
Electronic Bacteria Killer.
“The terrible smell from bacteria growth is finally gone.”

"We have 3000 gallon waler pits under our die casting
machines. After one day we could already see that bacteria
growth was being reduced.”

‘We ve finally eliminated the bacteria problem that was clogging
sprayheads in our reciprocalor spray system. The Bacteria
Killer has also reduced problems with plugged filters and iube
valves.”

“Our company /s becoming more environment-conscious. The
Bacteria Killer has helped us eliminate health and safety
problems associated with chemicals in our shop.”

“Our Advance Bacteria Killer has been in operation for two
weeks and we've already eliminated the slime build-up and
lerrible odors that were so comimon in our shop's central liube
systemn.”

“We use the Electronic Bacleria Killer with our Advance
Reclaimer and cycle the recharged die lube through it , thereby
eliminating any smell in the Reclaimer system iself”

Note: This product is not suitable for conditions of very hard water.
The Bacteria Kilier will perform well if the lube system has a filter
which will remove the dead bacteria growth and keep the die lube
fresh. The Electronic Bacteria Killer is also a nice option on our
Central Lube Systems. If you are considering upgrading your Central
Lube Systems,you should also consider incorporating the Advance
Electronic Bacteria Killer into the system.

©Adyance Products
Corporation
PrintedinU.S.A.
APC-100-2002
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Specifications and Additional Information

® English Units
| Overall Size 69.00” x 59.00” x 118.50"
E E | Weight 2450 Ibs.
L it Part Cooling Area 61.00" x 40.00” x 51.00"
0 - Drive System (2) 1.5 HP, 1750 RPM Motors
Blower System (6) 2650 CFM Delivery Each
Exhaust / Intake Panels Included
Scrap Cleanout Access Gate Included
Motor Starter and Disconnect |Included

Standard Available Options:

- Preengineering Services (Cooling Study & Demonstration)
- Part Hangers

- Part Present Sensors

\ ' - Pneumatic Grippers w/ Valving
™~ = and Open/Close Sensors

Digital Servo
Reciprocating

Sprayers
igital Servo Ladlers N 3 g I N
D'g 2 Se o o : . o ﬁ‘ L AT @Advance Products
Corporation
Advance Products Corporation - 2527 M-63 Benton Harbor, Michigan 49022 F,{:.‘ff‘: S'BUQOSD';

Specifications are subject
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40 TON VERTICAL
C-FRAME TRIM PRESS

Trim Press
Operator Interface

Ryt r ' - % .
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Specifications and Additional Information

|
]
\ | English Units
Trimming Capacity 40 Ton
%LJA == - Overall Size 557 x61"x 146"
T;_ \J\l\ 0 Spacing Between Tie Bars N/A
1 é Tie Bar Diameter 3.75”
| < Stationary Platen Size 3-3/4"x 30" x 48"
Movable Platen Size 3-3/47x 307 x 48"
Work Surface Height 39"
T ) Die Stroke 24.00”
Die Opened Height 56.00”
Die Closed Height 32.00”
Die Approach Speed(High) 12”/Second
Die Trimming Speed(Low) 17/Second
Die Retract Speed 12”/Second
Machine Weight 21,500 Ibs.
f / Hydraulic System 30.6 Gallon/Minute, 2000 PSI
! Motor Ouiput 30 HP @ 1200 RPM

Standard Available Options:

- Automatic Bearing Lubrication
- Blowoff Utilities
- Core Cylinder Valving

- Interlocked Guarding
- Scrap Chutes
- Linear Transducer and Proportional Valve Control

- Touch Screen Programming

Digital Servo

. @ > ﬁ Reciprocating Sprayers
N R

Corporation

Advance Products Corporation - 2527 M-83 Benton Harbor, Michigan 49022 T‘;fcﬁ io"a%?d‘z\'

Digital Servo Ladlers

Specifications are subject
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SAFETY SIGNAGE

- )
procedures can causea injury.

il

Die casting machine SAFETY S/GNS with metal backing meets 2004 safety
requirements.* Comes complete with all 16 required label and suggested
mounting areas.
*OSHA safety requirements as defined by NADCA.

Your “Window to the World”® of Die Casting Automation and Consumable Products




Standard Package of 16 SAFETY SIGNS

SAFETY SIGN
Danger - High Voltage
Danger - High Voltage Near Hot surface
Caution - High Speed Moving Parts DCM and Ancillary Equipment
Caution - Complex Machine w/ Hazards DCM and Ancillary Equipment
Warning - Crushing Injury DCM and Ancillary Equipment
arning - Crushing Inju hot End
Warning - High Sp Die Area and Die Space
| Wa ] ] cocumulia nag
Warning - High Speed Moving Machine(s) Robot Operating Space
Warning - High Speed Moving Part In Molten Material Shot End
Warning - High Speed Moving Robot Robot Operating Space
Warning - Robot May Drop Load Overhead Automation - All
Warning - High Speed Moving Robot Safeguarded Space
Caution - Vapors and Fumes Die Casting Workcell

Pl
Failure
CAN CIUSS MUy

BEERAE PSRN TS AT

Signs shown smaller than actual size of 3%/ " x7”
ADVANCE Part #10331 for a complete set of 16 SAFETY SIGNS

©Advance Products
Corporation
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. Automation
.". * Digital Servo Sprayers
-y ° Digital Servo Ladlers

f > * Central Lube Systems
: @ / ' e Tool Temp Oil Temperature Units
Y ' e Die Lube Reclaimers
f & r 2 » Kawasaki Robots
T * Bacteria Killers
o 2
e
4 B Consumables
i e » Shot Sleeves —
z 1 . ; Digital Servo
._T . Plunger Rods, tips [5ers
¢ Die Clamps
K ki Robots
e * Ladle Cups
TookTemp * Hand Spray Guns
Temperature * Fountain Water Junctions
Control Unit

e ' Mini-Max Die
' . Lube Reclaimer

Digital Servo
Reciprocating
Sprayers
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