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1. The Aim of the Standard 

In accordance with this standard, the molds are produced in such a way that they can 
be used in production on specified injection molding machines in our premises for the 
injection of plastic without additional modifications. To produce an injection mold for 
required pressing means that on the basis of our order and provided data about the 
pressing (usually it is 3D model of the pressing in Catia V5 form without shrinkage, 
specification of tolerances, requirements on quality of surfaces, length of working 
cycle and assumed injection molding machine), the supplier delivers us a mold by 
which we can produce flawless pressings that match our order (automotive industry 
standard). In the case of need, this delivery also contains one optimization mold 
when it is necessary to adapt the pressing from the mold to related pressing. 

2.  Standard for Connecting Nipples of Cooling System of the 

Mold 

 

Connecting nipples Z81/13 /R1/4 (Fig. 1) (manufacturer: HASCO or other adequate 
company) are standardly used for the connection of the mold with a cooling device. 
Forefronts of the nipples must be imbedded in the body of the mold to at least 1 mm 
in order to prevent their damage during handling of the mold. Where this is not 
enabled by the mold structure (due to the distance between axes of outlets of cooling 
channels, size of jaws, etc.), using Z81/9/R1/4 nipples is allowed. It is possible to use 
the extended nipples of these dimensions in the case of jaws and other moveable 
parts of the injection mold without consultation, provided that they do not go beyond 
the plane of the mold body. Connecting points for all inlets of coolants are on the 
back side of the mold (non-operator site). This also applies if, e.g. the feeds into the 
jaw are on the front or bottom side of the mold. 

 

 

 

 

Fig. 2.1 
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Tab. 2.1 

http://www.hasco.de/gb/content/view/embed/21417/(docstart)/14344#21417   PAGE: 544 

Use of other type of connection of a feeding hose to the mold must be approved by a 
responsible representative of Jasplastik-Automotive, s.r.o.  

If the mold has a central feed of coolant (fig. 2, fig. 3), there is the same R 1ò 
connecting thread on the input and output of the central manifold. There is a ball 
valve installed on the inlet and output of the central manifold for the pressure of 25 
bars min. Central manifold is located on the back side of the mold. 

http://www.hasco.de/gb/content/view/embed/21417/(docstart)/14344#21417
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Fig. 2.2 

 

Fig. 2.3 
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Minimal diameter of drilled cooling channels in the mold is 6 mm. When connecting 

the cooling channels to the circuit, it is necessary to take care not to reduce the flow 

of the coolant through the cooling channels with different diameters (cooling channels 

with small diameters will be connected separately); if the cooling channels are too 

long, it is suitable to arrange them by a suitable connection in such a way that the 

difference between input and output temperatures of the coolant is 4Á C max. Use 

standardized O-ring seals of Viton material to seal connecting links between separate 

metal parts. Supplied mold also includes one set of all sealings used in the mold. 

3. Standard for Marking of the Cooling System Channels of the Mold 

Input and output of one cooling channel in the mold are marked with the same 
number (e.g. IN11, OUT11). It also applies in the case of branching of the cooling 
channel in the mold (e.g. IN11, OUT11, OUT11). Numbers of the cooling circuit are 
assigned sequentially according to the number of the cooling channels of the 
respective part of the mold, and the order in which the connecting hoses have to be 
connected correctly. Connecting points of coolant are on the back side of the mold. 

 
Marking of the Cooling Channels on Stable Part of the Mold: 
 
- inputs of the cooling circuits on the stable part of the mold are marked as IN10, 

IN11,...,IN59                                                                                                              

- outputs of the cooling circuits on the stable part of the mold are marked as 

OUT10, OUT11, ..., OUT59 

Marking of the Cooling Channels on Moveable Part of the Mold: 
 
- inputs of the cooling circuits on the moveable part of the mold are marked as 
IN60, IN61, ..., IN99 
- outputs of the cooling circuits on the moveable part of the mold are marked as 

OUT60, OUT61,...,OUT99 

 

4. Standard for Quick-Acting Couplings for Connection of Air to the 

Mold 

Compressed air necessary for operation is produced by compressors. Pressure in 

the compressed air manifold is 0.8 MPa maximum and 0.6 MPa minimum. Quality of 

the compressed air will be in compliance with the standard DIN ISO 8573-1, class 5 

(tab. 2). If its quality is not sufficient for the reliable and safe operation of supplied 

pneumatic devices, the supply also includes a unit for compressed air treatment. It 
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ensures compressed air of required quality and amount for respective pneumatic 

device.                     

Direct quick-acting couplings ï type QS-G1/4-12 (tab. 3) or angle quick-acting 

couplings GSL-G1/4-12 (tab. 4) are used for the connection of the pressure hoses 

(Festo, PUN type). In reasonable cases, it is possible to use G3/8ñ, or 

G1/2ñconnecting thread. 
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Tab. 4.1 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
Division of Classes according to DIN ISO 8573-1 Standard 

class 

Solid particles Content of water Content of oil 

max. size of 
particles [pm] 

max. density of 
particles [mg/m3] 

max. dew point 
[ÁC] 

max. density of 
oil particles 

[mg/m3] 

1 0.1 0.1 -70 0.01 

2 1 1 -40 0.1 

3 5 5 -20 1 

4 15 8 3 5 

5 40 10 7 25 

6 - - 10 - 

7 - - Not defined - 
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Tab.  4.2 

http://www.festo.com/net/SupportPortal/Files/54156/PneumaticalConnection_de_0711_low.p

df    

 

Tab. 4.3 

http://www.festo.com/net/SupportPortal/Files/54156/PneumaticalConnection_de_0711_low.pdf
http://www.festo.com/net/SupportPortal/Files/54156/PneumaticalConnection_de_0711_low.pdf
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http://www.festo.com/net/SupportPortal/Files/54156/PneumaticalConnection_de_0711_low.p

df 

In the case of direct control of closing nozzles by pneumatic valves by inlets of the 

compressed air from controlled manifold of the injection press, it is necessary to use 

the quick-acting couplings for D=8 mm in the mold.  

Add photo 

 Fig. 4.1 

5. Standard for Marking of the Air System Circuits of the Mold 

 

Marking of the connecting nipples of pneumatic ejection: 

If the mold contains pneumatic ejection, the connecting nipples must be marked - 
AIR EJECT. 
 
      Marking of Connecting Nipples of the Pneumatic Clamping of Hot Runners: 
 
If the mold contains pneumatic clamping of the hot runners by needles, the 
connecting nipples must be marked as follows: 
 air open, air close; in case of more circuits, they have to be marked air open1 - air 
close1, air open2 - air close2, ... etc. 
 

Marking of the connecting nipples of pneumatic cores: 

 If the mold contains pneumatic cores, the connecting nipples must be marked as 

air core in, air core out.  

If there are more circuits of pneumatic cores, please mark them as follows: air 

core1 in - air core1 out,  

air core2 in - air core2 out, ...etc. 

6. Standard for Quick-Acting Couplings for the Connection of 

Hydraulic Pullers of the Cores into the Mold                

 

Use quick-acting couplings - PPV3 AG series with external thread M18x1.5 

according to DIN 2353 standard (tab. 6.1). In extraordinary cases, it is also possible 

http://www.festo.com/net/SupportPortal/Files/54156/PneumaticalConnection_de_0711_low.pdf
http://www.festo.com/net/SupportPortal/Files/54156/PneumaticalConnection_de_0711_low.pdf
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to use a thread of lower or higher series after consultation with a representative of  

Jasplastik-Automotive s.r.o., Galanta. To connect pressure feed for the core to the 

mold for ñremoving the pressing from the moldñ, use PPV3.1318.302 quick-acting 

coupling (fig. 6.1). To connect pressure feed for the core to the mold for ñputting the 

pressing to the moldñ, use PPV3.1318.303 quick-acting coupling (fig. 6.2).   

OIL - IN                                  OIL - OUT 

                            

   

         

Fig. 6.1                      Fig. 6.2 

            PPV3.1318.302                                   PPV3.1318.303                     

Fig. 6.3 

 BG USA ISO 
Ï 
T 

CH
2 

CH
3 

Ï 
E L1 L2 L3 F COD. (F) COD. (M) 

13         3           08        12,5 
 
                     
                   JP-A STANDARD 

08
L 30 30 38 

10
3 69 56 M 14x1.5 PPV3.1314.302 PPV3.1314.303 

10
L 

30 30 38 10
5 

70 57 M 16x1.5 PPV3.1316.302  PPV3.1316.303 

12
L 30 30 38 

10
5 70 57 M 18x1.5 PPV3.1318.302  PPV3.1318.303 

15
L 30 30 38 

10
7 71 58 M 22x1.5 PPV3.1322.302  PPV3.1322.303 

18
L 30 30 38 

10
7 71 58 M 26x1.5 PPV3.1326.302  PPV3.1326.303 

 
Tab. 6.1

 TECHNICAL INFORMATION       
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Materials: zinc-plated and yellow 
bichromated steel with all high stressed 
components carbonidrided or hardened 
by induction. Locking is provided by 12 
balls UNI 100CR6. Seals: standard in nitrile 
NBR. Other seals on request. Working 
temperatures: with NBR standard seals 
-25ÁC + 125ÁC Back-up ring: in pure 
Tefl on Threads: outside metric according 
to DIN 2353 L (light) or S (heavy). Other 
threads on request. 

 
TECHNISCHE MERKAMALE 

 
Werkstoff: verzinkter und gelb 
chromatierter Stahl mit allen 
verschleissbeanspruchten Komponenten 
carbonitriert oder induktivgehªrtet. 
12 Verriegelungskugeln UNI 100CR6. 
Dichtungen: aus Nitril NBR lieferbar. 
Andere Dichtungen auf Anfrage ebenfalls 
lieferbar. Betriebstemperatur: mit NBR 
Standard-Dichtung - 25ÁC + 125ÁC. 
St¿tzring: aus rein Teflon Gewinde: 
metrische Aussengewinde nach DIN 2353 
L (leichter Baureihe) oder S (schwerer 
Baureihe). Andere Gewinde auf Wunsch 
ebenfalls lieferbar. 

http://www.kroning.de/downloadcenter/Hydraulikkupplungskatalog%20DNP.pdf  Page:88 

The term ñremoving of the pressing from the moldò: the core is in a position (ejected or 

inserted) which enables the safe opening of the mold and removing the pressing from the 

mold cavity 

The term ñputting the pressing into the moldò: the core is in a position (ejected or 

inserted) before melt is injected into the mold cavity 

7. Standard for Connectors and Connection of Hot Runners Heaters to 

the Mold 
 

http://www.kroning.de/downloadcenter/Hydraulikkupplungskatalog%20DNP.pdf
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Use standard connectors manufactured by HARTING or other equal connectors for 
connecting the hot runners. Use a connector of 09 33 024 2601 type for the mold (fig. 7.1, 
fig. 7.2). If there are 1 to 6 zones of hot runners in the mold, use 1 connector Harting 09 
33 024 2601. If there are 6 to 12 zones of the hot runners in the mold, use 2 connectors 
09 33 024 2601. If there are 2 and more connectors for connection of the hot runners 
installed in the mold, they must be capitalized - A, B, C....   

 

 Fig. 7.1  

 

 

 

 

 

Fig. 7.2 
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                        Fig. 7.3 ï Wiring scheme of the heaters and temperature sensors 

 

Temperature regulators are normally set to temperature sensors ï type ñJñANSI MC 96.1 

(Fe-CuNi). Information on the use of the temperature sensor does not have to be placed 

on the body of the mold. Other types of temperature sensors are not allowed. 

Place an insert - type HARTING 09 33 024 2601 (or its equal replacement) to the housing 

ï type HARTING 09 30 024 0301 (fig. 7.4) ï assembly on the panel or to the housing ï 

type Harting 09 30 024 0270 (fig. 7.5) ï separate assembly. 

Both types of housings may be replaced by adequate equal replacements. 

https://b2b.harting.com/files/download/PRD/PDF_TS/09330242616.PDF 

https://b2b.harting.com/files/download/PRD/PDF_TS/09300240301.PDF 


