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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.

Babyplast 6/10P

Babyplast 6/10VP

Autonomous 
Injection Unit I/10P
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Babyplast 6/10P 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 cm³ 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.
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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 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 1m² 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.
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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.



Babyplast 6/10P TECHNICAL DATA

Piston diameter (mm.):	 1 0	 1 2	 1 4	 1 6	 1 8

Volume (cm3):	 4	 6, 5	 9	 1 2	 1 5

Injection pressure (Kg/cm2 ):	 2.650	 1.830	 1.340	 1.030	 815

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 l. (circa)

Dry cycle : 	 2,4 s.

Power : 	 2,9 Kw

Weight : 	 ~ 120 Kg.

Noise level: 	 < 70 db

Power supply:	 3 ~ 230V. 50/60 Hz. + earth

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



Drawing to show mold assembly
mounted in Babyplast machine



The machine 
platens act as 

bolsters.

The injection 
point can be  

moved off center.



Babyplast mold:
75x75mm

Traditional mold:
156x156mm



Babyplast Mold Dimensions



Machine Platen Dimensions



Babyplast Molds 8 cavities with 
slides and injection 
via a hotrunner 
- mat. PA6

1 cavitie with 
slides mat. ABS

4 cavities with
slides mat. PA 66



Babyplast Molds

10 cavities with 
slides mat. PA 6

4 cavities with
slides mat. POM



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



Babyplast Molds

Mold with 4 slides - 
1 cavity - Injection 
with Ewikon hot

tip- Mat. PC



Babyplast Molds

Mold with 4 slides - 
2 cavity Mat: PP



Babyplast Molds

Mold with 
unscrew system 

2 cavities
Mat: PA



Babyplast Molds

Mold with 
64 cavities 
Mat: POM

Nozzle for spray
record

24.000 pcs/h



Babyplast
Standard

Mold Parts



Babyplast 
Large Machine 

Platten

120x120
Option



CASE STUDY

A project in
collaboration



CASE STUDY

A project in
collaboration



CASE STUDY

A project in
collaboration



CASE STUDY
A project in 

collaboration



Ewikon
hotrunners for

Babyplast

2-4-6 tips



Ewikon
hotrunners for

Babyplast

2-4-6 tips



Ewikon hotrunners for
Babyplast 2-4-6 tips



Injection directly
into part



Babyplast nozzle 
with static mixer



Babyplast
Auxiliaries



Babyplast
Accessories



Parts produced by Babyplast
PC - POM - PA - PP - ABS



Parts produced 
by Babyplast

PC - POM - PA - 
PMMA – PP - ABS



Micro molding
specialists



Micro molding
specialists



Education and research on micro/nano manufacturing
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

1. 	 Ferromatik Milacron Babyplast molding machine

2. 	 FEI Strata-201focused ion beam

3. 	 Sodik K1C microEDM



Education and research on micro/nano manufacturing
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.

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

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

   3.	 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.

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

Machining Science and Technology.

   5.	 Hung N.P., Fu Y.Q. and Ali M.Y, “Focused-Ion-Beam Machining of Silicon,” Journal of Materials Processing 

Technology, Vol 127 (2), 2002, pp. 256-260.

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

   7.	 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.

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

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

   9.	 Fu Y.Q., Ngoi B.K.A., Ong N.S. and Hung N.P., “Influence Analysis of Dwell Time on Focused Ion Beam 

Micromachining in Silicon,” Journal of Sensor and Actuators (A), Vol. 79, 2000, pp. 230-234.

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

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

POM - PA - PP

POM - 4 cavities - 
surface area 32 cmq

POM - 1 cavity -
EWIKON nozzle - 3 tips

PP - 1 cavity -
insert loaded by robot

PA6 - 40 cavities



Parts produced 
by Babyplast

PC - POM - PA - 
PBT

PC- 1 c.
3,4 gr

PC - 1 cavity
pz. 5,4 gr

POM - 4 cavities
pz. 0,02 gr

PC - 2 cavities -
pz. 1,1 gr

Valox 420
2,5 gr

Pa 66 + 20%fe 
+ 30%fv - pz 

0,1gr

PBT 30%Fv
2c. 1,3 gr

Stanyl - 3 cavities 
- pz 1 gr

PBT 20% Fv - 1 cavity - 6 gr POM
1 cavity - 1 gr



Parts produced 
by Babyplast

PC - POM - PA - 
PBT

POM - 6 V 
cavities

PS - 8 cavitiesPOM

PEEK - 2 
cavities

PSPP - 8 
cavities

PP 32 cavities POM



Parts produced 
by Babyplast

PC - POM - PA - 
PP - ABS



Parts produced 
by Babyplast

PC - POM - PA - 
PP - ABS - PP



Production

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



Babyplast in 
Production



Babyplast in Production



Installation 
of the UAI 

injection unit 
onto a Babyplast

machine



Installation 
of the UAI 

injection unit 
onto a Babyplast

machine



Installation 
of the UAI 

injection unit 
onto a Babyplast

machine

PPS + TPU



Babyplast with 
robot application



Babyplast 6/10P
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LG Korea
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