Cavity and Core Components

Runner Shut-Off Inserts - Applications

U" Patent INo. 5,208,053 D-M-E Runner Shut-Off Inserts provide a precise method of blocking

or directing material flow to one or more cavities in multi-cavity or
family molds.

= Safer and more positive than the use of brass or ejector pins
= Saves material

® Reduces scrap and sorting

= Improves cycle time

Inserts are supplied unmachined as shown in background of photo.
Foreground shows sample runner machining, typically done

Typical Applications with insert installed in mold.
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Material: Stainless Steel
MRS 0026 1.0236 1.260 Hardness: 50 + 3 HRC | L
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Cavity and Core Components

Runner Shut-Off Inserts - Machining Information

Dimensions for Machining Pocket for Runner Shut-off Inserts

= Pockets are typically bored in soft steel and jig ground in hardened steel

= Maintain a close tolerance press fit, as specified. Too loose a fit could allow the insert to move out of position,
while too tight a press fit might prevent the center core from rotating when required
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MACHINING RUNNERS < R < NOTE: All runners should be machined along the center line of =
/ the insert and at 90° to the center line. If this is not done
J\/ /\/ the runners will not align closely when rotated 90° or 180°
to shut-off material flow to a cavity. All runners should be
/ CENTERLINE OF INSERT machined with inserts installed in the mold.

Mold and Runner Machining/Installation Data
Additional machining and installation data available. Contact D-M-E.

All dimensions are in inches except for a few metric reference dimensions that are in millimeters and are shown in parentheses.
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