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Your benefit is our concern
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ply appreciate your supports and interests which brought us to the top of our
e in Korea, We believe our success is due to the fact that we've been trying to
e unseen quality of our products that you would have not noticed, which made
rence of the productivity in the end.

expanding our markets in Europe, China, Japan, Southeast Asia, USA, Mexico
countries aiming to be the one of the best solution providers. In the field of

President
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OI=A| 22} Patent and Certification

U EGISE 3171 / E5IEH 71 | 2HES 171 82 EE5
31 Patents Granted / 7 Patents Pending / 1 Patent Pending at 8 different nations.,
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Xaloy2| ot= =FCi2|H HIZ

HIM7|HRIS SIS, LSUEE 488 Q-Partner MH
Xaloy Best Reseller 44

AQIA SE System Engineering AG2 Shut off Nozzle 71&H
LSUEE AZAIHE 22482 Platinum—Partner M
Z7|= AIBA| DIRE 1328121 26 (A31BEt 32} 8083) &% OfX
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BASCO established
Exclusive agentship contracted with Xaloy in Korean marke » -
Certified of Venture business, LSMtron(injection division) Q-Partner awarded \‘,
Awarded Xaloy Best Reseller

Partnership with SE System Engineering AG for Shut off Nozzle

LSMtron(injection division) Platinum-Partner awarded

Moved to the new factory, 26, Mayu-ro 132beon-gil, Siheung-si, Gyeonggi-do, Korea
LSMtron(injection division) Q-Partner awarded, Tower of the export of one million dollars awarded

MOU signed with Kyoto Institute of Technology,

Japan for CFRP Patent(KIT + BASCO) pending on fiber feeding control system
for vent type injection molding machine Exclusive agentship contracted

with Nihon yuki, Japan Induction heating power module of 40kW developed

No.2 plant open which is located at Hwasung City.
Installed CNC machine tools. (Mazac / Japan made 5 axis CNC lathes 6m, 3m, 2.5m and others)
Signed Technical collaboration agreement with Extreme Coatings / USA.
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.. Components and Systems for Plastics Molding and Extrusion Best of the Best Injection Molding, Extrusion Screw ..

Bimetallic Barrel Technology

[ HolHIE B E|IZE=2X] ] |

KI&XOI HIX ZX 0| skatul HL} LIS M59| Xaloy invented bimetallic barrels more than 80 years ago and continues to lead
QIAL|CH the way in development of improved alloys and production processes.

3 | Benefit m LHOMS HiE

mEE AD oixt For anti wear purpose use
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o Composition : Nickel rich-boron alloy
» Cost-effective choice for either injection molding or extrusion of unfilled or lightly filled polymers
having good thermal stability

B Extended working life

B Optimum abrasive and corrosive wear resistance

B |ncreased throughput and product quality through precision fit between screw and
barrel for a longer period of time

NZT) 38 g2l 52 Fe-b 23, Lol LKA vl
= . - =
538 | Features (Giass Fiber 30% O[510fl Xi2!)
= BSTE S2l0] 0|2 Cifet 230 REdt P24 83 a24 For higher chromium iron-boron alloy, resistance to wear and corrosion
o QU2 E3| XSS R
" EE UES 8823 Si S (good for under 30% Glass Fiber)
IIXxXO ===
SV HEE Selohs A « BT O 2431 Z2(0/E ol U
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| Best high wear solutions with superior alloys from general purpose to the most o A step up in resistance to corrosion and abrasive wear
complex applications

® Computer controlled furnace ensuring correct casting, preparation and repeatability,
uniform bimetallic carbide distribution and maximized hard surfacing compatibility E{-LHEII'E E{-LH-?'—&,'% Hl'EE'"
B Barrels manufacturerd to straightness specification that exceeds all industry
standards, even for barrels that are over 7.6m long

High wear resistance for injection molding
o T 1 BALEIR| ARHO! LIZ g0l HAH 7HHI0|= YRt £
o LHOFZ2OF LHEA0] SOt LA

Nordson XALOY Barrel Alloy Overview o Glass Fiber = 0|U|2H St 20| AT E2 &RE 30% E= 11 0|42l AE0]| 2
o A= A0 XSt
Alloy Specification X102 * =0l HE
o - ; : : o Composition : Tungsten carbide particles uniformly dispersed in a corrosion-resistant nickel alloy matrix

o Outstanding resistance to both abrasive wear and corrosion

Microstructure o Essential for molding highly filled abrasive materials such as those containing 30% or more of glass fibers

100X or mineral fillers and hard to melt materials
o Optimum solution for lens molding

Composition In based 7 IChromi ased _ i eI—CobéIt based . (Tungsteh Cé}bide—Nickelﬁbaéed

S IIHEHAIR Yzl
Hardness 58-65 HRc 64-69 HRc LB 50BRilfs, 58-66 HRc m - H'." 1o }E. .
Twin : 48-54 HRe For highly corrosive environments

Density 7,6kg /dm® 7,5kg / dm’ 7,9%g /dm® 10, 7kg / dm’ o L7l ) F8IE SHE02 71AH 2510| HA| Sh7A0| X5 Barrel Dimensions

Working 400 °C 450 °C 600 °C 650 °C ° OI:|-|7:”0'”A-| 7|_xo|. g_)'\_@. LH“?—A—! 3}% cl ificati Mi M

Temperature 752 °F 842 °F 1112 °F 1202 °F _ _ asstiication in. EEE
o M Aot BA 2 AREE, LHSIRY, BIZE, LA, PVDF

Application Anti-Wear Anti-Wear & Corrosion High Corrosion High Wear & Corrosion Inner @ 16mm 610mm

Filler Content Up to 15% Up to 30% Up o 15% Over 30% o A nickel / cobalt base alloy for the most severe corrosive atmospheres Outer @ 295mm

ABS fiber - glass filled » One of the most corrosion resistant alloys in the industry
oical Plast ABS, HIPS, PE, ABS, HIPS, PE, OPVC, PVC rigid, PP mineral flld, PA, PC, PBT « Application : Highly corrosive environments, acidic salts, materia Length e o et
ypical Plastics PS, PP etc. PS, PP etc. some FEP etc. PEEK, engineering blends with flame retardants, Teflon, blowing agents, PVDF ' P
(ABS/PBT), LCP

BASCO Co., Ltd. Hio|m|Et Hiat B3 =2x| 04/05



.. Components and Systems for Plastics Molding and Extrusion

Injection Screws
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A Global Leader in Thermal Spray Coating Solutions

B IARR| 7|& KIS MOl Extreme CoatingsAh= 19965 E] SAIXIQI HEAL TE] 7|
LHRAIN BES 35, 2N EE2 oIY Ha,
m 55| Z2tAE D2 71Z7|A| 7tASH £E9| LHOHE LHRA! IS0 MAXMR! M5 X,

m Extreme Coatings is a global leader providing wear resistant solutions. Since 1996, we have been
developing and deploying innovative, superior coating products to all over the world.

i
0o

m Using advanced thermal spray technology and proprietary coating formulations, we produce exceptional
quality products has enabled them to become industrial standard in the plastics and rubber industries for

feed screws, mixing rotors, tip assemblies and other processing parts.

MO 7|, EFSHQIANOI) Hat

Successful Solutions, Impressive Results.

m ZA BEA 7|HE SE510 AAEZ FRAM0|M JHEret E4 HEZ LR LHRAIE0| 27 == A
714 222 T 5H| LRA! Liot2d 258 8”60 7[7|eE AE 714 g 2.

B By encapsulating complex industrial components, protecting them from wear and corrosion results
service life is increased and performance is dramatically enhanced. We are a world leader for Tungsten
Carbide Coatings on the working surfaces of plasticizing components of plastics and rubber industries.
Our focus remains on our customer’s requirements, and is demonstrated by our dedication to the

resources for developing effective, successful surface engineering solutions for specific industries and
equipments.

48 J2|n M2 Jl&
Experience & Expertise

m22|= Y 200 Zo| B et VstlE BER
m L0 LHEALY 20| o242 RF0] tisto] 2i2te] E40| J= 28 718S 7.

" D2 SHES S RIS,

m Qur proprietary technologies yield a finished product that offer greater value than most all other surface
engineering solutions on the market. This competitive advantage significantly lowers our customers’
operating costs through extended service life and a reduced in machine down time.

LHOR, il FEOR JIXIE Z[ialet + U= BES
Typical Components Protected to Maximize Value

EoAEl g 12AA Plastic & Rubber Industry ~ 7|E} E2=E Other Miscellaneous ltems

« A&7 m|E A3 2 hjection Molding Feedscrews - 71H0]0f A37 (ATZE 74H0]04) Conveyor Augers
« OI=7| O|E A3 Z Extrusion Feedscrews « Mo &2|2 Pump Sleeves
« 54 0lA 2F Continuous Mixing Rotors « 2 I|AE Hydraulic Shafts
« A2HIX| BE /A 32 &l Non-Return Valve/Tip Assemblies w2t7| B Heat Exchanger Tubes
St = Ultrasonic Horns = Fans
o

re g

4 Dies
M7| & Granulator Knife
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Best of the Best Injection Molding, Extrusion Screw [l

We build screws to your requirements using a range of base materials, hardsurfacing alloys and
full-length treatments. BASCO screws can enable you to cut molding cycles and improve part quality
with lower melt temperature, faster screw recovery and improved dispersion of color, additives and fillers.

9,

U

227} HIZsHs 29| Al

The Core of Our Solutions — What We Do

Qe BE F7(9) AE, UE ATR0| D=9 Lot LIEA ok
TEGL7| A5t MZ22 & AL 7|&2 AR5 Q&L

0| 7|&2 30| Y1 A=7} 30-70 Hre, E7l= 0.13 - 1.0tmm
(0.005"- 0.040")2| FEIS &t 4 QU&LIC

Extreme Coatings™ utilizes emerging thermal spray technologies to
apply extremely wear and corrosion resistant protective coatings to
any size injection molding or extrusion feedscrew. The technology
produces crack free coatings with hardness values ranging from 30-
70 Rc and thickness’ from 005”-.040” (.13 — 1.01mm).

2 3

A : xi=E Sl X}I._I Our formulas B : HVOF At HVOF thermal spray C: EMSH &S0t Extreme layer of protection

2ol =53 2 HalE, M2, 22|17 §ESeR IR0 M= S2He hard
facing &3 MZ %= HIWE 4~ Glo] 243t Lo LiRAlES 7
=

Qur various and proprietary compositions of hard carbides, ceramics,
SIS 74 =0 and alloys are incorporated to achieve abrasion and corrosion resistant

Siot
s

2= 1o

QUELICE 0] SE2 AT LIAKE IAH, LIAR SH, Lt MEHs FYAUC2  characteristics unmatched by conventional hardfacing alloys. This process
=izl 3F =30/Lt 21F A3t Mats BH 3t Ao ZRE 2ot completely eliminates the necessity for chrome plating, flame hardening,

or nitriding, as the entire screw surface is encapsulated, including the root,
flight sides and flight lands.

M| 2E! Full Encapsulation

LIAR 2181 (4E) Fight Lands

TE A3 9% W W B S S e Ut 00

Diameter (OD) (0.5mm) Overal )
I A3Z 25
i Feedscrew Substrate
2 Root T Up to.010" (0.25mm) Per Side

LHOFR, LHEEAIZ 2fst CHE 9 Other Protection Methods

LIARM ZHIE S0l LOHE LISAIE0[ 2715[X| ¢S ZR0I= LIAR 2AZH0i| 2t Y-S oitt 0] 2 LAKY S Z0| 50| == A
UX[517] flet orAZ 20| ER5ICt

In applications that do not require wear or corrosion protection in the roots and flight sides, we apply our coating to the flight land /O.D. only.
The process involves masking the roots and flight sides to prevent the coating from adhering to those areas.

. — - : -<_ LAPAR Q124 Flight Lan(fs

me A3z e N W W S Sde

Diameter (OD) ‘
i ! ! ! ojs A32 =i
Feedscrew Substrate

BASCO Co., Ltd.

A& A32 - HIO|HE A32 06/07



.. Components and Systems for Plastics Molding and Extrusion

Injection Screws
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HowWe Do It - Out Process

aiig £20 %= RS 33
42 3 gol, 38 A 43
Confirm all processing details
and coating formula

g, Aok HiZQ| X7t
2749| 270 ¥=2 38 S
B3 92 71, Ha

Strip & repair as necessary
to OEM spec minus coating
specification

IEE HE (M HE 22
AR SHtol B4
IS St BE)o| ZAt
Inspect new or reconditioned
part to be processed

AE §S0M EXESS FUshs OI2 Y] M7IX] FE 73

I aHs
grit blasting@ 2 712
Prepare the surface viagrit
blast

HVOF ez
SE| xH

4o =d
Appliation of the
coating via HVOF

There are three primary modes of wear that cause processing problems in plastic

injection molding machines and extruders

£} Adhesion

SA02E OE AT LA LHEHS| (341 35
SESER-

Adhesive wear (metal to metal) is caused as the feedscrew
flight lands ontact the barrel I.D.

2t Adhesion

Ot Abrasion

ZUZ(Abrasive) O12(ZE UXtofQf$t Ot2)= FEIMF, 04ts
ElElks, Efet et 22 2429 220| A3F Mt HiE LiHO
UZE| MAUTHM ATZ o|HI} b LIHS ZotLli= B4
Abrasive wear occurs when hard fillers such as fiberglass,
titanium dioxide and calcium carbonate are compressed against
the screw flight and barrel surfaces causing material removal,

o2 Abrasion

EAl Corrosion

£A] (Corrosion) Ot2= 41 22 SfetEXE0| £52 #HI}
slat g129] Az e

Corrosion wear results from acids and other chemicals which
attack the components surfaces.

LAl Corrosion

HH= 4 Barrel Wall

LIAMAC| OF HH& Travel direction of screw

We build screws to your requirements using a range of base materials, hardsurfacing alloys and
full-length treatments. BASCO screws can enable you to cut molding cycles and improve part quality
with lower melt temperature, faster screw recovery and improved dispersion of color, additives and fillers.

A 5 s 4
Sprayed and sealed-
application
dependent

Clojol2E 2as
AtZato] #H ot
Finish polishing with diamond
abrasive

A&} 2I= Testing & Validation
50mm GP Feedscrew Processing PS

ASSOHHO| 24 | FRASKOutput ‘ =2 3% 2E

Speed

Screw & Barrel Clearance | (gram/sce) Melt Temp
\ Or2E A35 Worn Screw
X 12 % @75RPM

115
OpEl A32 Worn Screw
D 105 D o
9.5
M A3F New Screw
0 (8 ryby

® A2} tf2io] 2120| FHEC FHE S MRS 25% ZASHD

| 2= H5

When the OEM tolerance between the screw and barrel is doubled,
output decreases by 25% and melt temperature increases.
© YMAS B 2 RX| Al7|7| 2f6t0 ATT L5 50% S7t A7 [H
FRIREE O N5
To maintain output, screw speed is increased 50% resulting in higher
melt temperature.

A1} e AH|o| B7I, E2|M G35t 7tsd 371 MAkd A
Increased power consumption, potential for polymer

degradation, decreased productivity and a reduction of
the bottom line!

g AL
Inspect and measure

0 Aoz of2?)
Part complete with mirror
finish

HEIO2 J|ik|= Zat
Expected Results of _
ourSolution * FZ4 2 EO|ESt ZHH0] {X|EIC
« MM (Ko/hn)B712 27t HT
« A3R +3 z|A FHf o] S7t
o SSHHOIIA Li[HHS] AHARZF
o 7|7 B[ AlZH ZA (|FAIZE L)
« BiE ~HO HE

» Tight tolerance of close tolerance system
maintained
» Cost per pound of kilogram/hour decreases
+ Screws last at least two times longer
+ Two to four times more production
* Less preventive maintenance (DOWNTIME)
« Barrel life is improved
« Scrap rate decreases

+ OQutput remains consistent
» Cycle times remain consistent

» Polymer integrity maintained

BASCO Co., Ltd.

A& A32 - HiO|HE A3 08/09



.. Components and Systems for Plastics Molding and Extrusion

Injection Screws
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Case Studies
B A= Injection

o LIZZ PBT, LCP + G/F &7 HME AH(AIZ 250mm) YL 14 AKEQ| 42
o Small, Precision Injection Molding Screw 250®mm, nylon, PBT, LCP + G/F

B &= Extrusion

BT HI20] £(80%014) MEQ| &= Xlofl= A3= 0t2 7} 0.76mm (0.0307)
0]40] =™ U= MME0| HOPA HIZMEO| T/ AFZE HotALt met
An extruder processing a highly filed ()80%) material repairs or replaces a

feedscrew when output rate becomes uneconomical at about .030” (.76mm) of
wear,

ol= AIH

o =

Testing & Validation

B ASTM G65A-0|113 opE Of= A2 Sliding Abrasion Charts

A& =2 Test Conditions

%| 12 20| 136Kg (30 1)) 2242 TH5IBM 60008] SIFIAIZIS TIAJE KHEo)
ST 4AS it

o
112

Tested for 6000 revolutions at a load of 30 Ib. (13.6 kg) using a 9 inch
(229mm) diameter rubber wheel and dry sand.

B ASTM G77 2! ot Al Adhesive Wear Test

A& =2 Test Conditions
£210|d 7{2|Z 3,0000(E{2 ol UYHUHS Jtote| D A4 B712 A o440| 2hlioHH
U HIAIZICE SEHE ZRE ARSI 300b 350 300 rome&E 30,0008 &AM

Tested on 3000 meter slide length. Fixed load and stepped load to COF seizure.
Mineral oil lubricant used, 30,000 revolutions, 300 RPM and 300 pounds of force.

Note : 0| &2 A3R0| A7t i LK A=2rt =0 HiZo| oty ZXIEO2 AS20| A=
B4 B2 Ljetel e wirt Sojo Sicks 71E9| 1H0| K| %S 4 22 U,

2434 (237 i) 09| ZR0l= 7IE9| 70| %S 4 UX[Et SL7HI0|=2 FEE Xs| A3F7
9| 3% =7t L0 Z0Ix Hi2| DI2E OF7[5HX| e, HiE 4Ho| M &S Hof Fu Qlch

This test was mainly done to compare a misconception that a hard coated feedscrew (® Ring) in contact
with a softer barrel liner (® Block) will cause premature wear to the barrel. This test clearly shows that our
tungsten coatings do not wear a barrel faster than any other alloys commonly used for wear resistance and
actually can increase the barrel life.

3 94 ZABAIZH EEE ANl

A& AOIZ Injection Cycles
CarbideX
Powder Metal
1, ),
(CPM-V) Y 1,500,000
0em | W 300.000

0 1000 2000 3000 4000
| L xi000 ‘
OB 7}j0|= IO HOXI= MAHY 7}
750 Productivity Gain from Tungsten Carbide
700 @222 @ (83 & HCP Screw
(Flight weiding)
650 .
£ 60 .\.Q @ CarbideX Screw
>
550 |® 550 ® 550
500 1 1 1 1
0 60 120 180 200 Days
Nitrided 1.8550 ‘E 68.0 —>,
Stlie 7e5.0=]
D2 Y 36.1

HCP Y 23.6
4000 Y 19.1
CPM-QV Y 16.8
Colmonoy 83 Y 16.5
C1o00 | W 5.5
clo00N | W 5.2
C9000 | MW 4.5

0 5 10 15 20 25 30 35 40

Volume loss mm?

Bimetallic/Col 56
Bimetallic/
Stellite
Bimetallic/C4000
Nitrided/Nitrided
Bimetallic/Moly
Carbide/CPM-9V
Bimetallic/C1000

Carbide/C4000

Nitrided/C1000 0.0836 . Block Loss
’ 00207 @ Ring Loss
Carbide/C1000 00601
1] 0.3 0.5 0.9 1.2 1.5

Volume loss mm?*

We build screws to your requirements using a range of base materials, hardsurfacing alloys and
full-length treatments. BASCO screws can enable you to cut molding cycles and improve part quality
with lower melt temperature, faster screw recovery and improved dispersion of color, additives and fillers.

17Z40| 7|chet = U= 22| 7I&2] 7|
Our Value Statements - What You Can Expect
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22|0| FYFK| £ AU HAHO|L S20| EHet0| DU T3lIof Q0P UsHERl SIS HOLY BF0It BTY Al AT Hr
adhesive DFDLF LY dbrasive 012 A50] B S 4 942 BHS SfRISHT) CIE0] AROIA M EHS HAHOL 32 BES2 DE6 ASRE
A

AZe] ofitl A220 lmshiz 2-5Ho] ABS 2T

LI

The high concentration of extremely hard tungsten or chromium carbides in our coatings provide protection against adhesive and abrasive wear
resistance characteristics unmatched by common hardfacing alloys or tool steels. In most cases, you can expect an encapsulated feedscrew to last

from two to five times longer than any other feedscrew on the market.

OpE 24 = Wikd 371+ E2 ST THHY + 71l KRR ZL H=) 012 Sl

Less Wear = More Producction + Constant Quality + Less Down Time + Inproved profit

HN=E Ms S| of] Product Performance - Customer Results

+ A Ui AZIBIEHEO| AR SOt ARiRiRHRO| 20| A2l B2AE BHE MNE 3

Is a standard powder metal Feedscrew after 6 months processing highly abrasive
ceramic filled polymer.

* B : CarbideX C900022 FEIE A3F Z:
ot Q22 BoiE
Is a CarbideX C9000 coated Feedscrew after 12 months in the same process with
more life remaining.

rio
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*For an Extruder Machine in the Plastic Industry

o A 23 X2|E ASRZ PVC MIZS 10748 AAlst 30| Al
Is a Nitrided Steel Feedscrew processing PVC after 10 Months of processing.

* B : CarbideX-CPR (UAEE IEAT| LSt IERHZ TG ATZ Y MW HES
L2 7[2H10 7He) QAret 0| Ael, OFx] 20| Ho| Hot US2 EoiE
Is a CarbideX —~CPR coated Feedscrew after 10 months in the same process with more
life remaining.

\

*For an Injection Molding Machine in the Plastic Industry

o A : CarbideX C4000 MEZ FEISH X1 150mm AIF, CPVCS2| MEZE HIES 95 7H
2 MG 20| ME, 3E T3 E AHQ AFRE FYU KE MAA A3R 2H2 G74E
0[%42.

A CarbideX C4000 coated 150mm Feedscrew that has been in operation 95 months
processing CPVC and various materials. Prior to this first coating the customers chrome
plated screws lasted only 6 months on this unique application.

o B : XA 150mm AT E, AME FEIBIS K|7{5tS A FEIS EHAT 4 RA (micro inch)
Ol5t= Za| a3t A,

Is the refurbished 150mm Feedscrew striped, coated and polished to a {4 RA ui for
super value and extended life and performance.

*For an Injection Molding Machine in the Plastic Industry

o A105mm AT, LIYE +40% 22| dF HWEHC| MIZS 3 e ket Zo| Al
Is a 105mm Feedscrew after 3 months processing 40% GF (Glass Filled) Nylon.

o B : 22 105mm A3R0i| CarbideX C1000 ZEISH ATF ZH2 THEIS 1071 AAlSt $9|
AfeliZ 0f) +:80| Hoil= A
Is a 105mm CarbideX C1000 coated Feedscrew after 10 months processing 40% GF
(Glass Filled) Nylon with more life remaining.

BASCO Co., Ltd.

AE A2 —Ho|yet A32. 10/ 11



.. Components and Systems for Plastics Molding and Extrusion Best of the Best Injection Molding, Extrusion Screw ..

Injection Screws

[ Al ASF - HIO|HIE ASF
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e B s e L ot fllongth edtmens. BASCD scrows ca o you ot mokding cyies and mprove pan qualy e s
HIATIO| AR AME ATRE MOISELY B, W2 £X| 88 2&2 HIZ9| S O AZIAZE EHE AfMo|L .' i ; A i , %p-" ?"
"‘EWHI E'.Ef:;’lgao*;ﬂ o A|}71IE’<£|E|:} 5 %2 77 88 2= N30l 27 LY ABARZ 25 MO with lower melt temperature, faster screw recovery and improved dispersion of color, additives and fillers. - . -
(=] =2 o— =& — =) 0 \

= 2 The = B =2 =
oo s CARBIDE>C 7z =55 S SME SR S
Innovation & Technology - Screw Type Screw Design
HVOF (High Speed Oxygen Fuel) @ BAF A& 71Z0] 25 LT L Alloy Composition Hardness LHDI‘E% Model ‘ MZEA
X1 ZAgt0| Ml IS ThsotA| siECh A=t AMAo 23E0] fommula Wear resistance _ =
A_EEHOI 7,_" LH—‘?—O‘"A‘I ﬁ_’.\_élﬁkl A|=-|IM| 3,300E (6,000 F)gl 4_'_8 WC itgg D‘"EE!A Z_E|70+9| LHDI‘E@ %é‘gl LH-‘?—Mg ° ?:_!'ﬂ&"o_' A% gg AI Al‘%ElE Dr£°1| g_@_ quer EasyMelt Screw
1o 7IAS BESO{LHC Formulation of Tungsten Carbide, Cobalt Matrix L ) ) « recove te, shear, 12|10 2Aloj| 2} C|x}
= : C1000 68-71 HRC ry rate, snear, (=]
) Key Characteristics: Ultimate abrasion resistance with moderate * Used for general injection molding and good for abrasive wear ol HaI= = & oAUt B
22 TE= HAZ MME TR 2F JHAN 2AHZITHA Lo corrosion resistance LHOIR LiEAIR . Clost 20| 22| X2 '
M 249| 0{3 Hie| 22 7IAEIC} 02{5t 12, T4 SHAM 2 BSS-200 . e . o= oma B TS
[=Te] il ==l [ —, - =O _ - R t t d . -
S| olx=o Cyal Ol Zlaist 245t 2 WC L2 HEZIA Fizto| Linta A D45t LIRALY esistance to wear and corrosion - Designs can be modified by process for output/
882 UNSE 0 St 201 10000pavt 5= 5 37 2= i ide, Ni i HAIMQ| 3E= [ SFAL HAIR = recovery rate, shear and mixin
S 2 B}, 3E ZHE MBS NSl 3Y TV HS UK croooni | N0 o Besten s el s 68-71 HRC « HAE0] 35 Tf FdE UDIZ LIfAE 297 e, .
_ _ Key Characteristic: Ultimate abrasion and moderate to good Quite improved to corrosion and abrasive wear + Good for multi purpose
OEEI %Al' ?j XJDJOHA‘I §-|XJ% Eﬂ:l'. O| 7|t§8 El’% O'IEH OE:I 'gAl' 7|§E corrosion resistance ¢ P
Ch 748 Zi8240] M 52 A2 717l IHES SA Act e oL e o, 52 s BSS:500 DR Pulsar Mixing Screw — LSUEE BZAI}
WC FLHE HEZIA F|Z0| LintaA, B2 LISALN M i ) ) EE EZ
HVOF (High Velocity Oxygen Fuel) thermal spray technology allows us AMo| UL SuDer resistance to wear and corrosion . Z) |= A_=L.$..%I:t 3~4Hf %%@ ”;!{5' Oéj%
to apply coatings with extremely low porosty and high bond strength. C1000-17/| Formulation of Tungsten Carbide, Cobalt Matrix 66-68 HRC o S5 BHAUML| AlE g & UE JYS fIet L0 SURA A37 : élgrliﬁl—.i E%‘*QEE 2HiQ} BAS
A mixture of fuel and oxygen are combusted within a thermal spray Key Characteristic: Ultimate abrasion and moderate corrosion ° Super wear resistance and abrasive corrosion for injection m0|d|ng and . o A== 1o o
ducing i 6000 ° F (3300° C) resistance with ductiity . o PET, PA PE, LCP, PP, ABS, PC, PMMA, =7}
gun producing temperatures near : extrusion molding in a very severe atmospheres APVC, £2| MS &y} 22
Powder particles are injgcted into the high—pressure gas stream \é\lgK Jii%*EH fﬁ HEZIA £|Zt0| Liot2 A A5 LHX| BSS-8000 EIAHI FJHIO|S HIO|HE ATE2 . Combmgtpn mixing screw provides 3~4 times
created by the combustion and accelerate down the barrel of the 4ot LAY a Tungsten carbide coating screw better mixing -
spray gun at several times the speed of sound., At these speeds and €1000Cr | Formulation of Tungsten Carbide, Cobalt, Chrome Matrix 69-70 HRC o . Waye styg root‘gleometry for excellent distributive
temperature conditions, semi-molten particles adhere to the substrate Key Characteristic: Utimate abrasion and good to excellent o HAHI FHHIO0|EE MM TEISH= RO LISA ASF & dispersive mixing
with superior bond strength — exceeding 10,000 PSI. corrosion resistance o Fully Encapsulated Tungsten carbide coating screw that extremely
ELA T2 LIZ3I3 L2AIN £30| Liole A, D2 resistance to wear and corrosive Pulsar Il Mixing Screw
CH|MZE] 9l MM AXR =S| LS =
caoop | Hormulation of Carbon, Chromium, Nickel Matrix 55-60 HRC HP‘[D_% X 2 A8 ESs| w2 dH 2
Key Characteristic: Excellent corrosion and moderate abrasion _ b i =& 2357
resistance with high temperature performance .H-.E?;,sl% IHE « M7bH|Q| 45 2
ot - - - < S B0 U0IA Ao S43t 4
N P, . 512 SHI0[E L2 38 2UE fj=sA 53 Hardsurfacing Materials U2 ST R0M Lo P8t
20 lbs./hr (9. Tkg/hr) Power Input N LHO A E|ZH0| LHEAIM oy - Superior low shear distributive mixing screw for
1-1& o Ml Sof B e P Tungsten icati amorphous and crystalline resins
weo ‘ 5(322712%%::,':1 €5000 | Proprietary Formulation of Carbides within a Nickel Chrome Cobalt 58-62 HRC S;?nq:?;rj carbide aggllnizttliz?l . Excell%n t distribu tig)/n of additives
ot .
Kerosene. map: (2194 MPS) (CPR) Matrix bimetal ) T
ESIER-h] ‘ ‘ ‘ Key Characteristic: Moderate wear, extreme corrosion, LD Better cell distribution in foam processes
Spirr P\UQ_> economical BSW X-183 Ni 48-52 Rc Excellent Good '—H J% Giant Design
(il T
Oxygen I _ i = - -
| meruac E51Z 7MHI0|= LI, 35, FLE HEZA 559 composite of 2ot J .JI - S A0 3 x5}
?‘j Jéog%g,gggogg LHOIR, LHEAIM 7 1R AXI&I01 7+A BSW X-830 tungsten 48-55Rc Poor Optimum ;‘LH‘:' A ]‘ « A92 AT O 5H| =7}
- i =HIT= y! —
(1000~1200 MPS) 6000 Proprietary Formulation of Carbides within a Nickel Chrome Cobalt 58-62 HRC Erdeiifis m o ClOrst /12 2|
Matrix ' ! Lotz 1] 222 M5 5D
Key Characteristics: Moderate wear, moderate corrosion, very BSP 56 Ni 46-52Rc Brcellnt Good LHE A ‘ “5‘ | . E;E J_l;,r.mf 9 X=X HE M
economical Stz m ‘I’ AEHA ;I E—|°— : SAI & U
BSP 38 Ni 46-52 R Fair Fair Sl 2 * ity 30~40% S7t
0JN| Ztdtol= S(0|SE S2 LIcO|E] 245! LHDKRY, R m , - Min. pressure drop at mixing area
%E%[Lﬂ%’”’gg }4:-'%*5 HEA 0} &ixlof 2fet ot STELLTE6 | cobalt 3536 Re Fair Fair Ljopz i - Longer screw life cycle (2~5 times)
ag = 201 1ot { » Processes a variety of materials
€9000 Formulationv of Tungsten Carbide (micron & nanometer particles), | 68-71 HRC STELLITE 12 cobalt 3438 Re =i P =t i . Low.er scrap rates .
Cobalt Matrix - Design for pallet / Fruit Box Auto parts
Key Characteristic: Excellent wear resistance and good corrosion ) ) - High plastictation, High mixing prodution capacity
resistance specially formulated for fine particle abrasion INCONEL 625~ Ni-Cr-Mo 52-72Re /A Fair =HEA 30-40% improve
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.. Components and Systems for Plastics Molding and Extrusion Best of the Best Injection Molding, Extrusion Screw ..

Nozzle

[E]

BASCO Shut-off Nozzle is made through a technical partnership with Swiss SE System Engineering
AG offering solid and simple design. It controls resin flows completely in order to provide economic
and optimum solutions for high quality products.

HFA T 9| Shut—off Nozzle AYA SE Engineering AGR 7|& HISst HEC 2
LHASHA MojEte2M DEZRQ| AIE MSS HRMKNOR MAtst = Q=

A/ ZokAl SEP Nozzle Technical Data e L& SEF Nozzle Technical Data
Hydraulic / Pneumatic type Specification SEP10 SEP20 SEP30 Filter Nozzle Specification SEF1 SEF2 SEF3
SEP Nozzle —— ; 5 9 o 2ot 2 / Zol
o Oft A4 2IAS Max. injection rate for PS 500 cm*/sec 1500cm?/sec 3700cm”/sec LIS 52 BiXOB 02t AAl FA D1 mm 14 20 25
o SR} £|x43) Approximate screw-@ up to 30mm 20-120mm 80mm < o O} HIX|Z 9|5t CVD TE D2 mm 8 12 17
« Pressure loss minimized Max. operating temperature 400° « Easy assembly L mm 45 45 50
o Optimum heat transfer Max. injection pressure 2500 bar e Pressure loss minimized by Gap size mm 0.6 0.8 0.6 0.8 1.2 0.6 0.8 1.2
Max. back pressure 600 bar large flowing area Flow opening mm: | 110 160 110 = 160 250 & 140 190 @ 280
o CVD coating for abrasive
Operating type pneumatic, hydarulic wear Injection rate cm®/sec <500
Orifice-@ range of tip 1.5-max. 4mm 2-max. 7mm 3-max. 11mm App. pressure loss % 8 6
Body heater band 060 x 75 specific @70 x 80 specific (90 x 110 specific
Tip heater band TL=55mm @30 x 20 = TL=80mm @40 x 30 TL=120mm @60 x 60
Tip heater band TL=120mm @40 x 70 TL=200mm @60 x 140
Connection pneumatic G1/8" G1/8" G1/8"
Connection hydraulic / water G1/4"/G1/8" G1/4"/G1/8" G1/4"/G1/8"
Thermocouple thread J-type, standard thread M8 x 1
A DA SES Nozzle Technical Data g oM & SEM Nozzle Technical Data
Spring type SES Nozzle Specification SES10 SES20 SES30 Color Mixing Nozzle Specification SEM1 SEM2 SEM3
o ZHHSH X o s 3 s o LHOME LA ARl A
o ZiHE0l 22N Max. injection rate for PS 500 cm*/sec 1500cm/sec 3700cm/sec AE! H2(48-53RC) D1 mm 12.9
o ZIMES C|X}OI Approximate screw-0 up to 30mm 20-120mm 80mm < e Suck back EIX| C|X[Ql H& D2 mm 9.5
« Easy assembly Max. operating temperature 400° o Stainless steel(48-53R0) L mm 70 ‘ 89 ‘ 127
« Economical solution Max. injection pressure 2500 bar mixer segments for abrasion
o Compact design & corrosion resistance
Max. back pressure approx. 180 bar « Anti suck back design
Operating type spring
Orifice-@ range of tip 1.5-max. 4mm 2-max. 7/mm 3-max. 11mm
Body heater band 035 x 30 045 x 38 070 x 60
Tip heater band TL=55mm @30 x 20 = TL=80mm @40 x 30 TL=120mm @60 x 60
Tip heater band TL=120mm @40 x 70 TL=200mm @60 x 140
Thermocouple thread J-type, thread M8x1, UNF1/4" -28

BASCO Co., Ltd.
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Eco Heater
[ o2 5|E] ]

S 71 HAlo| Bl A|AHIOR HE £2, #Ust 2 EX0| IS S8 24, oLX] 22 a7t ASLICE
Induction heating on the barrel heats up faster, uniformed temperature reduces defect and saves electric cost.

BASCOZ2| ECO HEATER®]
MES HIFE 225t 5|8 Ao I
Advantages of BASCO Induction heating system

IH 35% ~ 50% K| HZt =) 95%2| 84 vs. 30 ~ 70%2| E2A(HHE 5IE])
7| 7HE ATt EHS

OPEEIOl 2811 Z2HK0| 7jel/diz} HISOR WOIZ ENY THE, A
CIRR} B0 ol5t axist Ke] Srz(Hiaol W RiTioR Olst K3
5|E| TX0| SojZICZ It Down time E4, {X[H| Azt

Average 35% ~ 50% energy saved =) 95% efficiency vs. 30% ~ 70% efficiency(Band heater)

Reduce startup times(appx. 30% faster with less power)

Better melting and faster response to control temperature result in faster cycle time, improving part quality as well as defect rate
Insulation prevent barrel to heat the ambient air that pleasant environment and air conditioning load reduced

Heater maintenance costs and down time eliminated

e o o o o
Kl

]
Q'E
Of
0
it
H’]
0
e

R M 32 X + |k ZUE 71 FE 7| 5|22 HIE 2% / LIF SAlol
it consist of induction power generator 71 (H2 &= AlZH vs HHE F[E{=
and coil HHEE J1E

Induction heating is generated from
within(faster heat up)while band heater
start heating from the surface

LY

FTANMIIEI £T Ny

-

P
e, 0 W

REHEZES
Induction
Power Supply

FEH7(6IE HiE
Barrel With
Induction Heating

HESo= HiEo| H&4S WX
A HMo| Hzts RX]
Insulation sheet eliminates the heat
loss and keep the coil cool

=5|E] i
arrel With
d—heater

Power Module #4 :
2kW / 8kW / 20kW / 40kW(50kW)

HE 2| 59l0| B3t 7}

Uniformity of the heat
o HHE S|B9 A HHXICH, BIX| S0 U= 20| & 71
OF +5%0| 2= 3} 017|(300°Ce| AL +15C)

o Band heaters heat less where terminals, hinges are,
which result in appx. £5% of temperature difference

B2 90| 3= Mz MY, 1HR2| A 88
=) YH5IT OHYEQI HIE RERX|

More heat transferred to the resin that result
in longer effective melting length

mse Nu 88

BYE EE iﬁ;l{@‘ﬂ U EE Wl

Longer effective length for improved pre—melting the resin
melt quality and consistency with Eco Heater
2 28 EUR UV HE &8 W0l WEB|Eo) 2 e ME S8

Shorter effective melting length result in lower melt quality

Best of the Best Injection Molding, Extrusion Screw [l

S
9,

%

UMK| 2 WE SIE| REO| MKl ME
Actual example of non-uniformed band
heater temperatures

OIZ3|E 2=

HE ALl
Application example analysis

0| AH|A| 4000ton ZZAL|
(LH&: 0250, 217:»700)

4151 Power Module(40kW/50kW)

BASCO Co., Ltd.
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Degas

[ 7tA 2EHA ]

S2AE ARE K& 21Z ¢l0] AR8ol= HiAI R L|CH
Barrel and Screw are able to plasticize the Plastic resins without having the dehumidification and dry

'

Y g
N2

Degas A|ARI(HIE & A37)0[2H? e 2171 GAS M7 &2 & 2372 EHIH
What is Degas System(Barrel & Screw) ? @ Problem of traditional degas barrel and screw
o 2 F20f VENT HOLES BISOf 7RAR7 53t ) % 1. Vent Up (X7} HXl= 2H))
o LIZE PC S NS, 2ot Aest 8= © Mg 5T 80| ME Vent Up (problem that resins overflow)
o U= AST FZAII NHON YUKIOIA 7122 2RI 52 i1 o =510 TS Zo (Al X1 et
(VENT Up & 2217121 20 1) \ » AGB 0| WP STNcltd 220 e 2R
. E52Y 3 o 2= FUTE Y 7IS R US(u)

o The balance between A and B section is very important (the balance is altered by the molding condition)
e The resin input section are always full

¢ Vent Hole located on the Barrel Center functions removing the Gas
Plastic Resins (Nylon, PC) that essentially needs the dehumidification could be plasticized without dehumidification process
o Japanese Screw manufacturer NIHON YUKI“solved out the existing problem(VENT Up & Resin stay in the decompression section )

« A patent application 2. Degradation & Color Change
o A&BO| 0l et 2 Al U 2R} ERIE TN B "
o U AXPEAIZ0| 2 =0 S0l 2o / _/
e According to the unbalance between A and B section, some = B N RERENEEY AR AR AR RN R R R RN
ﬁﬂ-ﬁ- EIJE}?_l 7|‘| ﬂ% %?J’ Degradation %I'xl irl-‘l _%_ %’ '_r"0|| ;g%p _g_aggil ’g’-i!' resins may stay longer while decompressing Ij—J
. . . . . . o Some resins are adhered to the screw and cause the quality
Prevent the degradation by improving the Install the equipment of supplying a fixed oroblem
screw design quantity in the Hopper device
- 2 TN PR RF YA
- A3Z CJRRI S5 7 GAS H|7| &2 & A3 To| EXEHA
+ Prevent the resin stay in the decompression section 3 W Solution of traditional degas barrel and screw
+ A Patent of Screw design

Hl 1 AH|O|X| Y=

1th stage Compression section

2|m|{ 2| Ar EjectorE Soll 2SR 88 HEIN LMsk= 71A S Hl7|
The gas generated during melting the resins in the compression area are
mostly ventilated through the Hungry Feeder Air Ejector

TR0l 37H0| S0 YFRIM LMsk= THA0] T8 HI7| K2 S, Vent Up Hi7|
2515 501 5

The gas generated in the compression section are ventilated backwards by securing
enough space in the supply section so that it reduce the Vent Up ventilation load

Degas A3 & & H}&!

Degas Screw! & Barre H| 2 AE|O|X| Degas&
2" stage Degas Section i
£ _ \ W\ T — -
#27L/D EtAF2E 944 Carbonated Beverage Phenomenon 1 S
[ X 2 STAGE | [ X 1 STAGE |
; [ ] y . . o SEE HRE JIUS F AUt 3L MES HYY|
i: L mf o Remove the volatile ingredients in a way of decompressing after pressurizing the resins.

M| 3 AH|O|X| AIER
3" stage Metering Section

i &2 Al (e MAX) ~rlemme
. . . . B e it i e
When completing the metering process (metering value become maximum)

BASCO Co., Ltd. 7IA 2EH74. 18/19



v

A 3
A E!!cxi'?

MEk3% Sihwa Plant

H7|= AZAl 022 132HZ 26 (FEs, Alskst 32t 8082)

26, Mayu-ro 132beon—gil, Siheung—si, Gyeonggi—do, 15110 Korea
£M43% Hwaseong Plant

47| Al MaHZ1313EHZ 219

2—19, Seohae—ro 1313beon—gil, Paltan—myeon, Hwaseong—si, Gyeonggi—do, 18524 Korea
TEL : 031, 318, 0073 | FAX : 031, 318, 0039 | E-mail : bascoju@daum.net

Homepage : http://www.bascoeco.com
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