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ALBA Enterprises has been providing innovative solutions to the plastic injection molding
industry for over three decades.

ALBA's staff has more than 150 years of collective experience serving injection molders. We
are able to understand our clients’ problems, and help them find the solutions they need.
Our modern, spacious facility in Southern California includes not only a large warehouse to
facilitate rapid delivery, but also dedicated space for product demonstrations and training
courses on plastic manufacturing.

Babyplast is the fruit of experience gained from the millions of applications in the fields of
medical - electronic - micro-mechanics and from years of research and experiments in the
field of MICRO-INJECTION of thermoplastic materials, ceramics and wax. The machine is
ideal for producing small and microscopic parts and is suitable for processing all injectable
thermoplastic materials.

The results achieved around the world, by our Babyplast bench top machine, together with the
continued and constant developments in performance and applications, have brought it to be
a leader in its field and thus able to take on the challenge to satisfy the demands of such an
ample area.
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Babyplast 6/10P
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Babyplast 6/10P is the fruit of the experience gained from the thousands of applications
matured in medical - electronic - micro-engineering fields and from years of research and
development in the field of MICRO-INJECTION of thermoplastic materials, ceramics and waxes
for micro-fusion.

The results achieved on world markets of our table top machine Babyplast, together with the
continued and constant developments in performance and applications, have brought it to be
a leader in its field taking on the challenge to satisfy the demands of such an ample area.

The new electronics controlled by two powerful microprocessors, widens and improves the
field of application of Babyplast 6/10P and increases its characteristics:

+ Easy to operate with the possibility to memorise up to 100 production cycles.
+ Cost saving mold construction thanks to the particular concept of its plattens.

+ The injection group can be moved off center. 5 piston sizes from 3 to 15 cm? Pressure
settings from 2650 to 815 bar.

 PID temperature control with the possibility to control mold and hot runner (230V)
temperature.

* Proportional hydraulics - Silenced motor / pump assembly.
* Output sockets for auxiliaries, controlled by the microprocessor - PC interface
* Cooling circuit (5 zone) controlled by microprocessor (Optional)

* Monitoring of injection position and mold closure by linear transducers.

Quality control.

All of this maintaining the same basic structure and not forgetting the concept of simplicity
which has been a major contribution to defining it as a forerunner in micro-injection molding
machines.

ALBA ENTERPRISES, LLC
10260 Indiana Court, Rancho Cucamonga, CA 91730
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Babyplast 6/10P Advantages with Babyplast

QUALITY of PARTS PRODUCED
LOW PRODUCTION COSTS
SMALL INVESTMENT NEEDED FOR MOLDS
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Babyplast 6/10P QUALITY OF PARTS PRODUCED

Molds with a low number of cavities
Dimensional precision easy to obtain . Thanks to the low running costs, it is possible to be
competitive even using molds with a low number of cavities.

Layout of cavities easily balanced
It is easier to balance molds with a small number of cavities and allows to reduce the sprue
Size.

Homogenous mold temperature
Thanks to temperature control directly on cavity plate.

Plastification of resin without stress due to friction

Thanks to the unique plastification system using spheres, the temperature of the plastification
cylinder is homogenous and each granule of plastic is melted by contact on hot metal. In this
way, the resin is not overheated by friction.

Low residence times in the injection unit

Thanks to the reduced dimensions of the plastification chamber (15cm3), the material remains
for a short time at the melting temperature even in cases of small shot sizes of less than a
gram.
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Babyplast 6/10P
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LOW PRODUCTION COSTS

Molds with a low number of cavities
Dimensional precision easy to obtain . Thanks to the low running costs, it is possible to be
competitive even using molds with a low number of cavities.

Low power consumption
Maximum power consumption Only 3 KW, Inverter for motor speed control. Power
consumption during cycle from 1,5 to 2,5 Kw

Reduced times for mould and material change
Each cavity plate is fixed by two screws and centered on the machine platens. Material and
color change with approximately 100/150gr.

Low sprue/part ratio
Injection directly into the cavity plate with consequent reduction of the sprue. Average weight
of sprue for 4 cavities : 0,6gr.

Low consumption for mold temperature control
Mold dimensions reduced to cavity plate with consequent reduction in time and energy
needed (cooling/heating) to reach and maintain the correct temperature for the mold.

A complete production cell in only 1m?2 of space.
Thanks to its compact size ( 1x0,6m), it is possible to have a complete production cell (machine
- chiller - loader - sprue separator - robot) in less than 1m2.

Flexibility in high production.

By dividing the production over more machines, in case of problems, only a part of the
production stops. It is possible to produce batches of different colors simultaneously. Starting
with small production quantities, it is possible to increase production by replicating machine /
mold.

ALBA ENTERPRISES, LLC
10260 Indiana Court, Rancho Cucamonga, CA 91730
PH:909.941.0600 < 800.432.6653 * FX:909.941.0190

ENTERPRISES Email: info@albaent.com ¢ www.ALBAENT.com



Babyplast 6/10P SMALL INVESTMENT NEEDED FOR MOLDS

Molds with low number of cavities

Thanks to the low running cost of the machine (approx. 1,5 to 2 €/h) it is possible to obtain
low production costs even with molds which have a low number of cavities. Above all with
technical parts where the cost to make the cavity is very high, (core pulls etc.). The saving in
the reduction of the number of cavities is very important for reducing costs.

Construction of the cavity plate only
Thanks to the particular concept of the machine platens (they act as bolsters) only the cavity
plate needs to be made.

Mini hotrunners with upto 16 tips

Due to the vast number of applications using babyplast, some major manufacturers of
hotrunners ( Hasco - Ewikon - Thermoplay) have developed mini hotrunners, especially for
Babyplast, with upto 16 tips. In some cases, thanks to a special machine nozzle, it is possible to
inject directly into the part without using a hotrunner.

Mini mold blanks

Hasco produces a range of standard mold blanks for Babyplast molds, in various grades of
steel, where it is only necessary to make the cavity. This helps reduce time and costs in mold
construction.
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Babyplast 6/10P

TECHNICAL DATA

Piston diameter (mm.): 10 12 14 16 18
Volume (cm3): 4 6,5 9 12 15
Injection pressure (Kg/cm2): 2.650 1.830 1.340 1.030 815

babyplast

Clamping force : 6.250 Kg/cm2 62,5 KN
Opening force : 400 Kg. 4 KN
Opening stroke : 30-110 mm.
Ejection force: 500 Kg 5 KN
Ejection stroke : 45 mm.
Hydraulic pressure: 130 Kg./cm2.

Oil tank capacity : 16 1. (circa)

Dry cycle : 24s.

Power : 2,9 Kw

Weight : ~ 120 Kg.

Noise level: <70db

Power supply:

3 ~ 230V. 50/60 Hz. + earth

3 ~400V. 50/60 Hz. + Neutral + earth




Clamp piston

Ejector piston

Moving platen

| babyplast

Fixed platen

rawing to show mold assembly
mounted in Babyplast machine




The machine
platens act as
bolsters.

The injection
point can be
moved off center.

Grub screws
to center
moving half

|; babyplast

Grub screws
to center
fixed half

Injection unit can
be moved 25mm off
center




TRADITIONAL
MOLD

Babyplast mold:

75X75mm

Traditional mold:
156X156mMm
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8 cavities with
slides and injection
via a hotrunner

- mat. PA6

Babyplast Molds

1 cavitie with
slides mat. ABS

4 cavities with
slides mat. PA 66
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Babyplast Molds

10 cavities with
slides mat. PA 6

4 cavities with
slides mat. POM
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Babyplast Molds

2 cavities with
4 slides mat. PP

3 cavities with Ewikon multi-tip
hot-runner mat. PP

2 cavities
with slides
mat. POM
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Babyplast Molds

Mold with 4 slides -
1 cavity - Injection
with Ewikon hot
tip- Mat. PC
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Babyplast Molds

Mold with 4 slides -
2 cavity Mat: PP
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Babyplast Molds

Mold with
unscrew system
2 cavities
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Babyplast Molds

Mold with
64 cavities
Mat: POM

Nozzle for spray
record
24.000 pcs/h
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Babyplast
Standard
Mold Parts
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Babyplast

Large Machine
Platten

120x120
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CASE STUDY

A project in
collaboration

babyplast

Condizioni generali / Premesse

In linea generale sono state definite le seguanti condizioni:

B Un pazzo utlizzabike per scopo pubblicitaric globale con grammatura molte limitata e rendimento
pratico.

B Stampo a piu' impronte con inkzlone diratta e senza maternzza

B Produzions con una prassa Babyplast parché faciimenta gestibils, con ddotta necessita’ di psnﬁadcm
& minima occupazione di spazio, adatta proprlo per limplego In cccasione di fiers @ wﬁrﬂﬂ :

B Massima produttivita’ & I:lraulssllrd tempiciclo tfolzalo <10g)

] ‘: -'.Mh mlm

lmﬁhﬂm& I-lllnﬂmbl-l Sviluppo dal pmdottocm Sistama di cdmb FEM,
simulazione di stampaggio & calcolo deal ritira,
progettaziona dallo stampo

- Sstama a Canale Caldo, nomalizzatl dalloatampo.
 Costruziona d&llo stamipo,
Campbnahlrapm@aohmudn htama

 H.Christmann  Pressa di inkzione

b Raffraddamento con GO,

oS - Fomitora del gas \
asticsGmbH ~~~ Fomitors dal materiala plastico

ohl = Rivastimanto del componenti dello stampo

Simulazione- Stampaggio Sviluppo-FProdotto (Alexander Hein) Progettazione-Stampo
& Progettazions-Stampo preeso ko
Studio di Progettazions Hain GmbH



CASE STUDY

Sistema a Canale Calde H7000/. ..

B Perlo stampagaie a molte impronte, senza materczza di pazzi plecoll @ molto plecoll su uno spazio
astremamants limitato,

A prOJeCt in B Digponibilo a magazzinoe como sistoma Standard a 4, 8 o 16 punti di inicziono. Distanzo tra lo punto di soli

collaboration

8, 10 a 20mm. Nello stampo per la graffatta ci sono 10mm di intarasse tra le punta.

B La minime dimansioni di ingombro dal sistama a canale caldo ne pamattono il montaagio in stampi con
dimensioni estema a partire da 75x100 mm.

B Utilizzo univarsale di nomalizzati della HASCO per gli stampi molto piccoli per Mini-Presse, come:
distributon a canale caldo standard con anche bussola di inezicne opzionale ed attacch rapidi per picodli
stampi.

| Uguali rapporti di pressione in ogri punto di iniszions grazis al bilanciamento geometrico dallintero sistama.

B La tenuta ermetica piatta della calotta intorno alle punte compensa la dilatazions tammica radiale dsl
distributore od avita le tansioni che eventualments s prsantanc in caso di dilatazions termica.

B La suparficia con minime carico di pressionsa riducs le forze di portanza. La pressrza di poco matenialks
nalla zona dalla calotta facilita il cambio di materiale.,

B Le tollerarze molto stratte par il punto di inkezione & ka lunghezza paermettono d asaguirs un posizionamen

to preciso dalla punta sul punto di inlezione a caldo e quindi garantiscono un minimo diameatro di iniezions,
a partira da ca. 0.4mm.

B Le punta sono prodotte con una lega speciale di mclibdeno che, insieme ad una buora conducibilita'
termica, presentano anche una skvata resistenza all'usura.

B Una ackguata potenzialita’ termmica, su tutta la lunghezza del distributore, garantisce un profilo termico
omogenao ad una tamparatura costants lungo tutto il parcorso di scorrimento ad in tutte e punte.
W Elmeanti di supparto in titario rdducono al minime le pardite di calora dovute alla condugions termica nello

IR
LT

ie

A L,

| babyplast

Iniszions dirstts di 16 cavita' in Minimo diametro o inkezions grazie Predfilo termico
spazio moito ridotto & tolleranze o montaggio precise



CASE STUDY

A project in
collaboration

babyplast

Ceostruzione delle stampe ad iniezione nel Reparte Preduzioni Speciali HASCD

B Frechl bvod d slettiosrosions o filo ed a tuffo,

B Csteminzgions preciea del profil pse un anieeke prive al 100% di bave,
B Creazions precha di mangin 0 ol O,Smm di spesaors sul profils,

B Creazions aleguata ok mloni o sstraeions determinati dal prafile,

B Morceturadnaisions Laser delle cavita' oslle aumnos.,

B ke attito nele guide delle guancse e ridurre ke forzes d sfonme ed apsitura grasie all'utiizzo <
un innessathes rivestimerdas |n dicronits,

W Calla progstiegions del prodotto fno @l camplonatura: 12 ssttmans - Costueions stampo: S
settinans.

Camptonatura presso la Scuela Tecnica delln HASCO

B Maesa in furzione delle stampo su una pressa Babyplast.
B Collegamento = regolazions del condizionamente IBK con ©O,,

| Ottimizzaziona delka gaomatia dal pazzo sulla basas del cormpatamanto di sfonrmo & dalla rigic ita'
presso | reparto Froduz ione Spaciake HASCO,

B Rivestimento dells cavita' per uno sformo migliore del pazzo.

B Seconda camplonatura presso la Scucla Tecnica dela HASOO alla preserza o ttti i partnsnsi o
progettazions; prove di materale soddisfacent] ocon PET, P12 &d ABS.

B Tempo cklo: 10s
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Ewikon
hotrunners for
Babyplast

2-4-6 tips
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Ewikon
hotrunners for
Babyplast

2-4-6 tips

| babyplast



100 Vista schematica
interosse punle ncn in scalo

48.3 (121007

75 -
51

Angolo o riferimentc

HeiBkanalsysteme
GmbH & Co.KG

Ewikon hotrunners for
Babyplast 2-4-6 tips

babyplast




Injection directly
into part

Profile for nozzle with Ewikon tip
(art. RB.008 PEW)

_

i
Parl Surface

| babyplast




Babyplast nozzle
with static mixer

68,57

Static Mixer
SMK-X10

Machine Nozzle with static
mixer art. 100.6656400

|; babyplast



Material loader De-humiditier

Art. RBOO3VH Art REOOZDE
Loader for matenials in Capaciy 21, - max femy
granual form 230w 150-60hZ o'ete with vanturi loader and ad Drier

for Babyplast = g

1230 o AR Cod. RED14PR

B a b I a St i ) ponE 30 |: drier witty trcilled, anc
Venturi loader hopper - 230V-1,5Kw

An. RBOB1 AV
For all typas of materials gra-

oge °
AUXI Ia rles nual form — compact size
and low weight, Suitable for

Art. TR
capa
glectrostal

Stainless steel hopper
TAMOINDX

= Suitable for
tic materials

claan roams

Electrical cabinet

Cod. ABO18CA
Elgctrical cabinet - CE -
conirolled by machine

it in alarm, cuts powear
to auxiliaries.

Sprue remaver

Caod. RBOSOPM
Preumalic with belt far
remaving sprues. 230V
50Hz

Temperature controller

Cod, AB029TR

Pressurised water lemperature

controller - Max. temp, 90°G - Bench

230/1/50-50Hz - 3w, Cod. REO02BA
Aluminium bench — swivel
wheels with integrated supports
Designed 1o 1ake chiller or
mould cabingt 600x1000 RS00

Sprue separator

Cod. RBO265SA

Sprue separator for
Babyplast - 230V 3,5W -
BO0x200mm

Chiller

Cod. RBO02M10
Chiller - Pat. Cocling
power 4,4 Kw - Power

[

moules ) rotating
sheve
800x320mm

babyplast




Shut off nozzle Mixer nozzle Nozzle with Diam. 1.0mm Nozzle wilth Ewikon tip Mmi nozzle

Cod. RED0EUO Cod. C100.6856400 . C20004100 Cod. ABOOSPEW . C20013000

ity materials. For materals coloured using ed bare for low viscosily Fer inject y inlo the \ |th ut heating element
tem, maslerbalch. malerials, imgroves sprue part without h nner pact size for low
Supplied with heater and break Fer rndlerla 5 melt temps. viscosity materials,
thermocouple. ! h

Babyplast
Accessories

Coaling ring
Cod C1 0008600
g fo

Air blow
Caod. RBO175A

: airblow, to it 1o
n, complete
valve

with co

EUROMAP 67

Cod. RBOGEU
Euromap &7 socket for
ROBOT interface.

Care pull
God. BB

5th heater zane

Coc. RBO25ZA

Sth heater zone available
for the maving half Accumulator

Cod. RBO31AC
nulator for

Hot runners Consultants for Babyplast Standard mould parts for Babyplast
MNozzles and hotrunners mould design ar Standard mou 15 for the
ble with upto 16 tips construction construction of Babyplast moulds




luced by Babyplast
OM - PA - PP - ABS
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Parts produced
by Babyplast

PC - POM - PA -
PMMA - PP - ABS
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Micro molding
specialists
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Micro molding
specialists
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| Education and research on micro/nano manufacturing
AlM

Previous and current work

Education:
- New course “Micro/nano manufacturing” in Spring 04

Research:
- Development of micro/nano manufacturing technologies
(micromolding, micromachining, microwelding...)
- Complement to MRSEC, and PTC, MIC, CIMS centers
- Lab: new Micro/Nano Manufacturing Lab




Education and research on micro/nano manufacturing
New equipment

Ferromatik Milacron Babyplast molding machine
FEI Strata-201focused ion beam

Sodik K1C microEDM

Strata DB 235




mi Education and research on micro/nano manufacturing
N Relevant publications of principal investigator

INTERNATIONAL JOURNALS

1.

Ali, M. Y., Hung, N. P, Ngoi, B. K. A,, and Yuan, S., “Sidewall Surface Roughness of Sputtered Silicon, Part I:
Surface Modeling”, Surface Engineering, 19 (2), 2003, pp. 97-103.

. Ali, M. Y, Hung, N. P., Ngoi, B. K. A,, and Yuan, S., “Sidewall Surface Roughness of Sputtered Silicon, Part Il:

Model Verification”, Surface Engineering, 19 (2), 2003, pp. 104-108.

. Yuan, S., Hung, N.P., Ngoi, B.K.A., and Ali, M.Y., “Development of Microreplication Processes- Microinjection

Molding”, accepted for publication in Journal of Materials and Manufacturing Processes, Feb 2003.

. Ali M.Y. and Hung N.P., “Fabrication of Three-dimensional Microcomponents,” submitted to Journal of

Machining Science and Technology.

Hung N.P,, Fu Y.Q. and Ali M.Y, “Focused-lon-Beam Machining of Silicon,” Journal of Materials Processing
Technology, Vol 127 (2), 2002, pp. 256-260.

. Hung N.P,, Ali M.Y,, Fu Y.Q., Ong N.S. and Tay M.L, “Surface Integrity and Removal Rate of Silicon Sputtered with

Focused lon Beam,” Journal of Machining Science and Technology, Vol 5(2), 2001, pp. 239-254.

Ali M.Y. and Hung N.P., “Surface Roughness of Sputtered Silicon, Part I: Surface Modeling,” Journal of Materials
and Manufacturing Processes, Vol 16(3), 2001, pp. 293-313.

. Ali M. Y., and Hung N. P. “Surface Roughness of Sputtered Silicon, Part |l: Model Verification,” Journal of

Materials and Manufacturing Processes, Vol 16(3), 2001, pp. 315-329.

Fu Y.Q., Ngoi B.K.A., Ong N.S. and Hung N.P., “Influence Analysis of Dwell Time on Focused lon Beam
Micromachining in Silicon,” Journal of Sensor and Actuators (A), Vol. 79, 2000, pp. 230-234.

. FuY.Q., Ngoi B.K.A,, Ong N.S. and Hung N.P,, “Influence of the Redeposition Effect for Focused lon Beam 3D

Micromachining in Silicon,” Journal of Advanced Manufacturing Technology, Vol. 16, 2000, pp. 877-880.



Micro
ingranaggio

50 um ----

e IB .
\JojecTves
WIEICH

O TOSare as I Conlet 20 MRONONAND TIASRCi e o TS

LN Universty,

O Toimisgats o) PEEOnE! TECFOATAND MANLES TR BatAs

NSO

0 Toaovds el Smeiai cofsbormion whh Sher
daparmants = Tems SR Universty, dastny, and
reyatione e sturione.

0 Toimasies and prepene oar shuasTis for furne shudy e
L ey (e

0 Toaqans Bigh schod eacnars i Smis-o et
THCITENAND MARLFaCang fchnigees

\_ imrent D-rno BT

3 Depsiopmyay of CR-acksrngeg davial Impent fapeicedon.

O Dewge and iricadon of Pozasisses i ahopadt
anpjmenes

O Dejsopmew cFmion s son Deeg uooss,

O Dmdegpmes chmigmesard Toidsq process.

0 Pt zariace =00 30aTon e sha e and seciny axaranymg,

2 eeing of A355-8 0o ooty
O \Roorecnenry mopewie, O FrF-nmogy ®EnsTrepaies,

S
4—-5:»“‘{:..1 i~ —muipme=s

CSEETH h W ivtroaioe e rerecica capaie sy
TEl Siwda 20 doanes £ beam et ing

Lil=oon Eapsiast meroewpdng Jy3i=m

Bodck £1.5 miopETM e

Thgim: e e} Exprine= EFpF [peariieg !

ST e e inhy peemymm ey mmieyy

=mA g LD BT penacibley

01 Tuag JRFN- ZUT sienos ndever

[ I R e

0 Engy e Imong e

O ChERTer NC Drinoer

0 WIE vaoum T e Simer

0 Smua fmar &390 Trri B pamEr

Texas A&M University
Manufaciuring & Mechanical Enginsering Tachnology
Deparimant of Enginssring Technology & indusirial Dieiroution

Micro/Nano Manufacturing Laboratory

_ﬁf'.i‘;.l”'.' =

B rkiad migsogear e |
20'C, B0 &P

THE DMERGdT

LOOK

Sl SEE GF
ERCRETZINC

& huras haie Viokding of polsedvylens of

Y&

SFU g o 3 i WD Quldeg emge Tl TEEW adgs varpress)

23 thge oyvsiaine damonE D fagaL 0 T aoge T

'.-"\.
'gq_,s"s LW": =n

O open liweprk e,

i WBomspy £ TRagER e Teomy AL Unkveriy

0 Do i vepriag Wioooyemicel Sysien, Teves G140
LAy

i Liramrmaag 3o e Gy caeSyae, Ljagon

2 Ergmry Tazerziogionl Loty Singago

oy —p— = b
| he | zam ll‘:-—t 3.‘.'.'1]
2 e Weire 1R Saw Drecor
3 4. Sea) R Vaameran, SelaneTuoe
O b, i) SR, G owe e
i3 L. RERE A CTra Gl s
i . Rahul B B Samiamir maney

B i

|_s=tart
Co dlré AR dumg
Ewel wmpiiferrs &3
T T SRR




» babyplast
P



Parts produced POM - 4 cavities -
by Babyplast

surface area 32 cmq

POM - PA - PP

"y o
faaaa20h

POM - 1 cavity - PP -1 cavity -
EWIKON nozzle - 3 tips insert loaded by robot

PAG6 - 40 cavities

|; babyplast



Parts produced

by Babyplast Bl 4 o
> -
PC - POM - PA - @
PBT
POM - 4 cavities PC -1 cavity PC - 2 cavities -
pz. 0,02 gr pz. 5,4 gr pz.1,1gr
Valox 420 PBT 30%4Fv Pa 66 + 20%fe Stanyl - 3 cavities
2,5¢gr 2c. 1,3 gr + 30%fv - pz -pzlgr
0,1gr
| babyplast
PBT 20% Fv - 1 cavity - 6 gr POM

1 cavity -1gr



Parts produced

by Babyplast
PC - POM - PA - )
PBT e \“
POM -6V POM PS - 8 cavities

cavities

PEEK - 2 PP -8 PS
cavities cavities

|; babyplast

PP 32 cavities POM



Parts produced
by Babyplast

PC - POM - PA -
PP - ABS

|; babyplast




Parts produced
by Babyplast

PC - POM - PA -
PP - ABS - PP

|; babyplast




Production

babyplast

If you need to produce a part that weighs from 0,01 g. to a maximum
of 15 g, we have a real winner as an alternative:

BABYPLAST 6/10

With more than 10,000 applications used on the Babyplast machine,
that include the use of the most varied thermoplastics, various types
of molds, we are able to put at the disposal of the customer our
experience, that has no equal in the field of micro injection molding.

The majority of the moulds developed for Babyplast are not for
preliminary production or prototypes, but for full production.

The materials used, range from PP-PS-PE-ABS-PA to PC-POM-PBT-
PPS-PPO-LCP, from thermo rubbers to filled materials, from ceramics
to sintered metals.

Molds have been developed with up to four slides, single and multi tips
with up to four tips, and as many as 40 cavities in one single mold.

Babyplast is mainly used in technical fields: Electronics - automotive
- micro-mechanics - medical - furniture, but it is also used by
manufacturers of toys - promotional products - cosmetics - costume



Babyplast in
Production
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Installation
of the UAI
injection unit
onto a Babyplast
machine
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Installation
of the UAI
injection unit
onto a Babyplast
machine
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Installation
of the UAI
injection unit
onto a Babyplast
machine

PPS + TPU
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Babyplast with
robot application
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Electronics
Communication

BTicino spa
Legrand

LG Korea

Ilme

Perlos

Vimar

Gewiss

Alfanar Electrical S.
CS Colombo
Luminex -Columbia
Lovato

Foxconn

Medical

Becton & Dickinson
Borla Industrie Spa
Leone spa

Ponzini spa

Valois Dispray
Bespak

Inter Surgical

CONTACT FOR NORTH AMERICAN
SALES AND TECHNICAL SUPPORT

AIBR

Laboratories
Research

Basell

Clariant Italy

EMTL CH

Dublin City University
Frunhofer Institut

Ciba Specialitatenchemie AG
CNR Italy

C.R.P. ( FIAT)

TKK - FI

Texas A&M University
UMIST - UK

University of TEESSIDE UK
Tyndall National Institute
London University

Dom. Electrical
Appliances
Merloni Spa

Giacomini spa

Sar

Coster

ENTERPRISES

Automotive
Micromechanics

Valeo

Black&Decker

Salice Spa

AG. Ferrari

Faurecia

Cemm Thome
Hutamaki Australia Ltd
Flexible Lamps Ltd
Bitron

Hutchinson

Other

Playmobil (toys)
Drennan (Fishing tackle)
Columbian Chemicals co.
RAMBALDI + Co L.T. Srl

ALBA ENTERPRISES, LLC

10260 Indiana Court, Rancho Cucamonga, CA 91730
PH:909.941.0600 -
Email: info@albaent.com

800.432.6653 + FX:909.941.0190
° www.ALBAENT.com



