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D e s i g n
We will design general-purpose screws with the fl exibility to run 
a wide variety of materials or design a custom screw to match 
your material needs.  Th ese 
designs incorporate mixing, 
improved output, low shear 
designs for heat sensitive 
plastics, venting, upsizing 
and downsizing injection 
units.

M a t e r i a l s
With today’s wide variety of plastics ranging from mild to 
very abrasive and corrosive, what is oft en over looked is 
the need to balance the screws yield strength with it’s wear 
resistance and overall hardness.  Th e right screw materials 
can greatly improve your screws life and the quality and 
consistency of your fi nal product. Common steels used for 
feed screws are alloy steels, stainless steels and tool steels.

S p e c i a l t y  a n d  M i x i n g  S c r e w s
Either a new screw is designed or the existing screw is 
changed for the needs of every customer to overcome prob-
lems or improve their process.

H a r d - S u r f a c i n g
Hard surfacing is a process of protecting metal parts from wear by binding a wear-resistant alloy to the ferrous or alloy base metal.  
Mostly used on fl ight tops, it is applied for a fi nal thickness of around 1/16” (.062”). As the wear progresses, the wear resistance will 
not decrease until the hard surfacing is worn off .
Th e two most widely known brands of hard surfacing are Colmonoy (nickel based) and Stellite (cobalt based). Th ese products are 
specially formulated alloys that contain both wear and corrosion resistant materials like chromium, carbon, nickel, cobalt, tungsten 
and boron.

C o a t i n g s  a n d  T r e a t m e n t s

C a r b i d e  C o a t i n g s
Plasti-Co provides carbide coating on our feed screws and 
other high wear components. We off er a full line of abrasion 
and corrosion resistant coating products to meet the needs of 
today’s most demanding abrasive and corrosive compounds.

Nitride is a case hardening process that can be performed on a wide range of steels. For 
the best results the steel used should contain nitride-forming elements such as aluminum, 
chromium, molybdenum, vanadium or tungsten. Th ere are two types of nitriding: ion 
nitride and gas nitride. Th e ion process is newer and primarily used at Plasti-Co. In this 
process, feed screws are placed into a vacuum chamber with ionized nitrogen gas and other 
gases. High voltage is applied to the screw. When the nitrogen comes in contact with the 
screw it disassociates into hydrogen and/or atomic nitrogen. It is this atomic nitrogen, 
which combines with molecules on the steel surface to form the nitrided case. Th e nitride 
surface will range from 65 to 70 Rockwell. Th e nitride will range from .015” to .024” deep.

F E E D  S C R E W S



MX-1000

MC-4000

MX-4000

MG-4000

F r e e  T r i a l
We off er limited trials on TyPhoon-X mixing nozzles. Th e trials allow our customers to test the performance of the 
product for their needs and process.

Our mixing nozzles provide benefi ts in quality of parts, increased production, machine fl exibility and material savings 
that often exceed the units cost in weeks, and some cases, just days of use.

Our mixing nozzles will improve cycle times, which means 
improved profi tability. With reduced temperature and 
cooling times, cycle time can be reduced. Th ey make the 
process signifi cantly more stable, allowing for less impact 
from factors that are diffi  cult to control; like ambient 
temperature changes, material inconsistency, and operator 
cycle time inconsistency. A stable process will result in less 
scrap and rejects.

Reductions of color additives of as much as 30% have been 
achieved with comparable part color density.  Th e use of 
lower cost color additives that were unusable in the past oft en 
become an option.

A common problem for molders is processing uneven 
regrind materials, resulting in poor melt quality. Our mixing 
nozzles can allow or increase the level of regrind that can 
successfully be processed.

M I X I N G  N O Z Z L E S



We manufacture and stocks thousands of nozzle bodies as well as blank bodies to insure fast delivery on your 
nozzle needs.

C u s t o m  N o z z l e  B o d y  ( i n c l u d i n g  B o r e )

V a n  D o r n  N o z z l e  B o d y

U l t r a  N o z z l e s

N O Z Z L E  B O D I E S

N O Z Z L E S  T I P S
Replaceable nozzle tips, general purpose, nylon and free fl ow designs as well as nozzle tip extensions, full 
radius, standard or custom sizes.  They are manufactured using steel or fast heat transfer copper alloy.

S t a n d a r d  R e p l a c e a b l e  N o z z l e  T i p s

E x t e n d e d  F u l l  T i p s

B i g  R e p l a c e a b l e  N o z z l e  T i p s

F u l l  R a d i u s  N o z z l e  T i p s

E x t e n s i o n  N o z z l e  T i p s

C u s t o m  N o z z l e  T i p s



P-700 - General Purpose - 3-piece 
Free Flowing Design

P-2000S - High Abrasion - 4-piece 
High Flow Design

Large & direct 
fl ow channels

Wear seat designed 
with large direct 
fl ow paths

Wear seat designed with 
large direct fl ow paths.R ing  des ign 

i n c r e a s e s 
sealing pressure 
for improved 
shot control. 

We are a leading manufacturer of non-return screw tip valves; utilizing the most advanced technology in both the design 
and manufacturing process, combined with years of experience to produce top quality valves

Injection molding valves (screw tips) are subject to extreme forces of temperature, pressure, torsion, abrasion and impact. 
These forces impact different design valves in various ways, based on factors like injection pressure, screw speed and the 
materials processed. 
The most common force concern of molders tends to be the abrasion and wear. Overcompensating for abrasive concerns 
with harder, more wear-resistant steels, can produce a valve with little ability to withstand torsional or pressure forces. 
There have been many new, innovative materials, treatments and coatings used for screw tip valves. Our expertise in 
design can provide the best value for your screw tip valve needs. 

S t r a igh t  t h rough 
flow area, designed 
for maximum flow 
volumes

F l o a t i n g  &  O p e n  R o t a t i o n  C h e c k  R i n g s

88% tungsten 
carbide inlay

F l o a t i n g  &  F i x e d  R o t a t i o n  C h e c k  R i n g s

Supported sealing ball 
design, allows for large 
sealing surfaces and 
higher fl ow volume.

C o m p l e t e l y  F i x e d  V a l v e s

Straight through fl ow areas, 
designed for high flow 
volumes

S C R E W  T I P  V A L V E S

Straight through fl ow areas, 
designed for maximum fl ow 
volumes

P-2000R - High Abrasion - 4-piece 
High Abrasion Design

P-770 - General Purpose 3-piece 
Spin-Lock - Inter-Locking Ring

C-770 - High Wear 3-piece 
Carbide Spin-Lock - Inter-Locking Ring

CM-2000 - High Wear Ball Check
Replaceable Insert Design

Large 
fl ow c

s, 
w 



Our expertise in the design and manufacture of plastics machinery barrels is second to none,  maintaining the very high-
est standards of quality and service. 

We supply new barrels manufactured from a wide variety of materials, from tool steels to centrifugal 
cast bimetallic linings.  We also repair most injection molding barrels by installing a sleeve manufac-
tured from any of the materials used on new barrels.  We have one of North America’s largest stock of 
new barrels manufactured from a variety of materials.

R e p a i r  a n d  A l t e r a t i o n s

T o o l  S t e e l
New tool steel barrels are manufactured from a liner of 
heat-treated tool steel and installed into a backing tube 
of soft er alloy steel. Th is combination provides for excel-
lent abrasion and corrosion resistance for the materials 
being processed and the high strength required for the 
high pressures of injection molding and extrusion.
AISI, D-2 Tool Steel
AISI, M-2 Tool Steel
CPM-10V  Tool Steel
CPM-420V  Tool Steel
Hestelloy  Duranical

B i m e t a l l i c
We off er a complete range of bimetallic alloys as each customer 
has diff erent requirements.  All of our bimetallic barrels are 
manufactured as one-piece units.  Th is is unlike the induction coil 
technology that oft en cast short thin wall segments that have to be 
assembled into a separate out shell, similar to repairing a barrel with 
short sleeves. Our superior one-piece design eliminates distortion 
related problems common with multi-piece designs.
PC-100 - Abrasion resistant nickel/boron bimetallic lining
PC-500 - Corrosion resistant bimetallic lining
PC-800 - High abrasion tungsten carbide bimetallic lining

We can install a sleeve into the inside of most worn injection barrels, these sleeves can be manufactured from most any material 
new barrels are supplied with heat-treated tool steel liners are less costly than bimetallic in smaller sizes and oft en faster to produce. 
Larger barrels above 3.00” (76mm) are less costly using bimetallic liners. We will inspect your old barrel and supply a detailed 
report with recommendations to help you make a decision on what type and length of sleeve to install as well as whether to repair 
or replace your worn barrel.
Short sleeves can be installed in the screw tip travel area, this section of most injection barrels is the fi rst and worst area of wear. It 
is normal to sleeve a minimum of 5 to 6 times a barrel bore size. Example: a 2.0” (50mm) barrel X 6 = 12.00” long sleeve. Th is will 
put the start of the sleeve past the stroke length of your injection unit.
Extended length sleeves can be installing up to a point just forward of your feed port.  Th is is oft en a very economical way to repair 
many barrels. Th is returns the barrel’s bore back to OEM size in the area that counts most. 
Full length sleeves can be installed from end to end, returning your barrel 
to as new condition.
Extrusion Barrel Repair - Extrusion barrel are normally much longer 
in terms of their length to diameter ratio and use much thinner walls. 
Installing sleeves into most extrusion barrels is not cost eff ective. If the 
barrel is manufactured using a bimetallic lining it can be honed to a new 
size and the screw built new or rebuilt to match this new barrel size. Th e 
area of the screw that fi ts into the feed throat casting needs to be undercut 
to match the normal machine’s size. Th is is a low cost option that is 
not oft en recommended as it locks one screw to one barrel and makes 
replacing any one component impossible.
Other Barrel services - Removing broken studs from barrel threads; 
replacing high pressure sleeves; installing added thermocouple or pressure 
wells; replacing broken fl anges; install vent ports.

B A R R E L S



Th e Shot Master shut-off  nozzle system is a professional, highly reliable shut-off  system that meets all requirements for 
dependable, trouble free production of injection molded parts.  Shot Master System is used to process thermoplastics 
and liquids.  It provides clean shut-off  of melt and reliable closing during metering.  Available in many model sizes and 
a variety of confi gurations, we can put together a system to fi t the specifi c needs of your application.

Th e Shot Master Series shut-off  nozzles use a system unlike any others.  Th e melt is channeled directly through the center of the pin 
instead of “around” a shut-off  mechanism.  Th is simple but eff ective design decreases pressure drop and virtually eliminates shear.  Th is, 
combined with high precision manufacturing tolerances, provides what we feel to be the absolute best shut-off  system the industry 
has to off er.

Filter nozzles are mainly used to keep unwanted foreign material from entering the fi nished part or clogging small gates 
in hot runner mold systems.  Oft en molders can improve part quality, reduce down time and protect from costly repairs 
of both cold and hot runner systems.  Filters are also used to improve the mix of polymers as well as ensure that un-melt 
from large regrind is trapped from passing into the mold.  Th ere are two main factors in determining the proper type 
and size of fi lter to be employed: the fl ow area and plug/clog rate.

S H U T -  O F F  N O Z Z L E S

F I L T E R  N O Z Z L E S

melt i
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P R O D U C T  I N D E X
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