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Reiloy — Ready for new challenges
Quality for the highest demands

Today's plastic products have to comply with sophisticated tasks. Often
this requires additives to achieve specific characteristics. These additives,
couplad with higher th-oughpu!l. as wel! as nigher operatirg lemperatures
and pressurgs, create a more demanding wear erwironment on Screws and
Bar-els. This aggressive wea- is a consequence of ebrasion, adhesion and
corrosicn.

To ensure high quality, predictable, stable, and economical production of
plastic parts, Screws and Barrels must be comprised of the proper alloys
and dimgnsional prazisicn,

From the beginning, Reiloy's mission has been 1o produce anc sel cusiom-
tailored, wear resistant Sciews and Banels, Reiloy's cunstant development
of new hard alloys and procedures to imgrove wear protection has resuited
n being recognized as a market leader, With continuous investments in
highly automaled production lines and an exgansion of our production
capacities, Reilcy has set the stage to continue its track record as a
technology leader In the futu-e.
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| Reiloy Barrels

CEenviugar GISNNg (Focess Finished Barre) Reroy K121

Reiloy Barrels

Bimetallic Cylinder

Reiloy produces outstanding allays for bimetallic Barrals, which are used in
general as well as specific high demand appl.cations to avo d the sfiects of
I I wear and,’or corrosion.

All armouring alloys are developed in our own material laboratory and
[ I cantinuously tested under tcugh operatirg congitions.

The armourng lning allcys are centrifugally cast into the ba-rels backing
steal in hugt-performance induction field centrifugal casting plants. Tha
resulting bimetallic barrel blank features a high strength backing steel ard
a homogenous metallurgical diffusion bond.

The Larrel blanks are absclutely tree from disto-tion, ong iesull ol Reiloy's
proven productior process. Time-consurung and labour-intansive
straightening operations and stress-rel ef annealing can thus be eliminated
during the subsanuent machanical machining

Redoy R112 Reloy R215 Revay K130
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Heiloy's specially developed backing steels are designed to match
specific applications in injection moulding machines and extruders
Reiloy’s alloyed steels fulfil the demand of high operating pressure and
corrosiaon resistance if necessary.

High pressure bareels, typically for injection moulding applcations.
receive the Cr-V-alloyed special back ng steel "Reiloy Standard®,
produced according tc Feilov's chemistry and treatment irstruct.ons
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ﬁeiioy Barrels

Selection of REILOY’s centrifugal casting alloys for barrels

l Fe-base [
REILOY Hardness [HRC] Wear Corrosion  |thermal material expansion essential alloy elements [weight-%]
material RT 300 °C resistance resistance (25 - 400 °C) [1/MK] Cr Mo V Ni B C
R112 65-68 55-57 see - 12,8 1 - - 4 2.1 3,6
R121 65-69 58-62 eoe see 14,2 10 6 - 4 38 | 20
R130 65-69 58-62 seece L 144 9 5 8 5 35 | 31
|Ni-base
REILOY Hardness [HRC] Wear Corrosion  {thermal material expansion essential alloy elements [weight-%)]
material RT 300 °C resistance resistance (25 - 400 °C) [1/MK] Cr Mo Co B w C
R115 52-56  49-53 . secne 13,1 7 2 35 3,8
R215 60-65 53-57 sccee seece 11,6 4 1,5 15 2 40 1,9

Selection of backing materials for bimetallic barrels
Properties after the centrifugal casting process

[Baoking materials

Material Matetial No. Yield strength Tensile strength  |[Elongation to fraction
Rr02(300 °C) Ra(RT) A(l5=5d) (300 °C)
[MPa] [MPa] %
REILOY-Standard - 580 980 15
C60 1.0601 360 800 12
Inconel 625 2.4856 300 630 40
Additional backi available on request

Delivery form

Delivery parametres

Bore finished-honed, outer
diameter and length with
manufacturing overdimensions
B Semi-finished barrel: Bore finished-honed, outer
diameter and length turned to
dimension (eventually with feed
opening) with shrink-fit sleeve at
the outflow end if necessary
completely finished according to
the customer’s drawing

@ Layer thickness approx. 1,5 mm @ Barrel blank :
# Bore honed to tolerance H7
8 Peak-to-valley height min. 0,15 ym max. 0,8 pm

Except R215 min. 0,5 ym, max. 0,8 ym

Delivery dimensions

15-400 mm
max. 650 mm
max. 9000 mm

® |nside dia.
8 Qutside dia.
Length

@ Finished barrel:




