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Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

IMPORTANT SAFETY INFORMATION

A hot runner system includes electrical elements and may contain molten
plastic at elevated temperature and pressure. To avoid injury, exercise
caution by reading these instructions before servicing or operating

the system.

These instructions must be passed on to the end user where they should
be read before using this product. Failure to do so may result in serious
injury or death.

A\ DANGER

Failure to comply may result in serious injury or death:

ELECTRICAL HAZARDS

Improper voltages or grounding can result in electrical shock. Use only
with proper voltage and a proper earth ground. To avoid electrical shock,
do not operate product when wet. Do not operate this equipment with
covers or panels removed. To avoid electrical shock, turn off main power
disconnect and lockout/tag out before servicing this device. Do not
connect temperature sensors to electrical power. It will damage the
product and it can cause fire, severe injuries or even death.

If green ground wire present, wire must be connected to ground. Do not
rebend rigid leads. Rebending leads might result in damage to circuit.
Product might absorb moisture when cool. Use low Voltage or power to
drive out residual moisture before applying full power. Failure to do so
may cause damage to this product.

A\ WARNING

Failure to comply may result in serious injury or death:

STORED ENERGY AND HIGH TEMPERATURE HAZARDS

This product maintains molten plastic at high pressure. Use caution when
operating and servicing the system. Physical contact with molten plastic
may result in severe burns. Proper protective equipment, including eye
protection, must be worn.This product has heated surfaces. Use caution
when operating and servicing the system to avoid severe burns. Proper
protective equipment should be worn.
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SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

General Assembly — Section View

Fig. 1-1 e
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Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Gating Style Selection

Standard Point Gate Tip Sub-Assembly, SXG5110

e For use with unfilled resins up to 290°C (550°F)
e Fits Gate Details shown in Fig. 1-2

=

High Performance Point Gate Tip Sub-Assembly, SXG5020

e For use with unfilled and filled resins up to 330°C (625°F)
e Fits Gate Details shown in Fig. 1-2

<—C

Gating Style Selection — item Numbers

TIP TIP TIP Retainer
Sub-Assembly Item CTE Item Gating Applicable
Item Number Description Number | (10 -6/degC) Number Style Stellar System

High Performance Thru Hole Tip
Sub-Assembly, SXG5201

® For use with unfilled and filled resins up to 330°C (625°F)
¢ Fits Gate Details shown in Fig. 1-2

]

N —

—

Sprue Gate Tip, SXT1040

e For use with unfilled and filled resins up to 330°C (625°F)
e Fits Gate Details shown in Fig. 1-3

Standard
SXG5110 Point Gate Tip | SXT4010 175 SXF5100 | Point Gate Standard
Sub-Assembly
High
sx@s020 | ferformance | gyrsnq 55 SXF5000 | Point Gate High
Point Gate Tip Performance
Sub-Assembly
High
Performance Thru Hole High
SXG5201 Thru Hole Tip SXT5200 55 SXF5000 Gate Performance
Sub-Assembly
SXT1040 Sprue Gate SXT1040 12.8 N/A Sprue Gate Standard

www.dme.net
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Design Procedure

1. Select the proper gating style.

2. Select the appropriate rectangular manifold
configuration. See pages 8 and 9.

3. Calculate the nozzle plate thickness.
See pages 10-11 (metric) or pages 74-75 (inch).

4. Follow the machining guidelines for the nozzle
plate and the manifold retainer plate for the
manifold size required. See pages 12-73 (metric)
or pages 76-137 (inch).

5. Add the wire channel paths, assembly bolts,
alignment dowels, water lines, guide/leader pins,
etc., as needed. For wire channel design, see
page 73 (metric) or page 137 (inch).



SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Gate Details for use with Hardened Steel (50 HRC minimum)

Fig. 1-2 Gate Details for Standard Point Gate and High Performance Point Gate and Thru Hole Tips

(SXG5110, SXG5020, SXG5201); For gating onto a flat surface or into a recess (“dimple”).

!
©3.18mm/0.125in X 45°
i
CLEARANCE —=]
5mm/.200in MIN —— —— DIAMETER
Z DIMENSION DISTANCE BETWEEN 319.00mm/
WATER LINE AND DROP 0.748in
0.005 .0002
R 0.20mm ©9.800mm —0.000/.3858in 0000
R 3.00mm/
.118in MAX I
T
90° \ 30° ‘— 2.03mm *%13 7.080in *:355
5mtn / R0.25mm/.010in MIN T i
.200in MIN R0.38mm/.015in MAX x ; 4000 +000
| - 2.54mm -0.13 /.100in -.005
i ~— N
t ] ’
0.13mm/.005in 0.89mm/.035in
R4.76mm/.187in MAX LAND MAX*
0.62mm/.024in
R3.18mm/.125in*

To Bottom of Radius

MIN GATE DIAMETER —

R12.70mm/.500in MIN*

|—

@30.71mm/.028in for unfilled resins
@1.27mm/.050in for filled resins

@1.27mm/.050in MIN for unfilled/filled
resins with thru tip, assembly SXG5201

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Fig. 1-3 Gate Details for Sprue Gate Tips, SXT1040

CLEARANCE DIAMETER

@19.00mm/.748in
MIN
213.00mm/ ——————
512in
/ 1.0 x 45°
;\ . NOTES for Figures 1-2 and 1-3:
R oo 1. If gate detail does not properly fit the
Smm/ application, contact DME for assistance
.200in MIN : :
' about gate detail options.
R 2mm/ . L .
.08in 2. Position gate detail within £0.013mm/.0005in
2mm/ from nominal.
.078in1
Z DIMENSION - 3. The gate diameter can be opened by
/) | SOé/ f 2078 the customer to suit the application.
f (The land must be re-machined to the maximum
13£1O2rt1m/ - - dimension after increasing the gate diameter.)
E n -
ﬂ\ f 4. Water lines are required in “A” plate for
! proper gate cooling.
. - 2.00mm/.079i " . .
5mm/.200in MIN ! (MIN FOR SEAL-OFF) 5. Position water lines as close as possible
2.00mm/.079in but not closer lthan the minimum di.s’Fance
(MIN FOR SEAL-OFF) +0.005 +.0002 shown to provide a safe steel condition.
©7.000mm-0.000 /.2756in-.0000
MAX RUNNER HEIGHT - jig grind 6. For faster color changes, remove (“decone”) the
3.30mm/.130in resin from the front of each point gate tip prior to
RUNNER changing colors.
Shown with Runner Shown without Runner

www.dme.net
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SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Manifold Options — Rectangular MNAs

NOTE: Position gate detail within £0.013mm/.0005in from nominal.

Rectangular MNA Item Numbers

Manifold and Dimensions
Components (Length x Width)

Sub-Assembly
Item No. Description Millimeters Inches

SRC3002 2-Drop 30 73.02 x 65.00 | 2.875 x 2.559

SRC4002 2-Drop40 | 83.00x65.00 | 3.268 x 2.559

SRC5002 2-Drop50 | 92,00 x 65.00 | 3.622 x 2.559

40mm 50mm 70mm 90mm SRC7002 2Drop70 | 101.60 x 65.00 | 4.00 x 2.559
pitch pitch pitch pitch SRC9002 2-Drop 90 | 122.00 x 65.00 | 4.803 x 2.559

79.02 x 65.00 | 3.111 x 2.559

SRC0004 4-Drop 17x21
4 Drop SRC3304 4-Drop 30x30 | 73.02 x 65.00 | 2.875 x 2.559

SRC3004 4-Drop Inline | 141.00 x 65.00 | 5.551 x 2.559

%};:’ - SRC3306 6-Drop 30 101.00 x 78.00 | 3.976 x 3.071

SRC3308 8-Drop 30 135.00 x 79.00 | 5.315x 3.110

SRC3312 12-Drop 30 | 135.00 x 105.00 | 5.315 x 4.134

17x21mm 30x30mm 30mm SRC3316 16-Drop 30 | 135.00 x 135.00 | 5.315 x 5.315

pitch pitch pitch

30mm pitch 30mm pitch

30mm pitch

30mm pitch

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Heated and Unheated MEN Options

dT0N 40 dOL

Heated MEN Design - _E\ﬁ’.:—
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NOTE: See Fig. 1-1 for nozzle plate section view.

www.dme.net
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Nozzle t ]
Selection 8
& I -
< 3 e . 98
' 1 ] - @ o Y
E - - e
I o 9 =
U Iik a o 9
F ~ O
=
S8 [ ]
ug ‘ ) ’ ‘ ’ T o x I Manifold Thickness
N =
) OF - T |— 1 % | Manifold
N = I Configuration | Thickness
= S
= : All 2-Drops,
S < 4-Drop 17x21, 40.00
H 4-Drop 30x30
\ ! A ! 6-Drop 45.00
4-drop Inline,
' \ ‘ 8-, 12-, and 50.00
16-Drop
Tip Information for Gating Styles “A” and “B” Chart for Gating Styles
TIP TIP Nozzle
Sub-Assembly CTE “T” Applicable Sub-
Item No. Gating Style | (10-6/degC) | “T” = “A” - “B” | Stellar System Assembly
Standard Item No.
SXG5110 Point Gate Ti 17.5 34.40 Standard SXY0065 Standard coil heater;
Sub—AssembIF))/ SXY0965 65.10 N/A | 30.70 High performance heater
: SXY0085 Standard coil heater;
Perflc_)|rlrgngnce High SXY0985 85.10 N/A | 50.70 High performance heater
SXG5020 - - 5.5 34.40 SXY0105 Standard coil heater;
Point Gate T Perf :
Sglbn_ Acsasae?nblﬁ), erormance SXY0905 105.10 | N/A 70.70 High performance heater
3 SXY0125 Standard coil heater;
Pe rf|<;|rlrgngnce High SXY0925 12510 | N/A | 90.70 High performance heater
SXG5201 . 5.5 34.40 SXY0145 Standard coil heater;
STSSfA'lgfng?y Performance SXY0945 145.10 N/A~1110.70 High performance heater
SXT104 S a 12 ) Standard SXY8065 N/A 65.10 | 30.70 | Standard coil heater with snap ring
040 prue Gate 8 34.40 tandar SXY8085 | N/A | 85.10 | 50.70 |Standard coil heater with snap ring
SXY8105 N/A | 105.10 | 70.70 | Standard coil heater with snap ring
SXY8125 N/A | 125.10 | 90.70 | Standard coil heater with snap ring
SXY8145 N/A | 145.10 | 110.70 | Standard coil heater with snap ring

1 o NOTE: All units are in mm.



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Metric Calculations

Equations
1. “Z” = “C” + Expansion u
NOTE: The minimum “Z” dimension is 13.00 for the point gate and sprue gate.
The maximum “Z” dimension is 115.00 for the point gate and sprue gate.
2. Nozzle Plate Thickness = (MT - 26.35) + “A” — “C,” thickness > 43.65, 48.65 or 53.65 For an easy-to-use
(check nozzle plate machining detail). calculation table, go to:
3. Expansion = Delta T (°C) x [0.0000115 x (Manifold Thickness + “B”) + CTEtip x “T”"] -
0.09 + 0.0002875 x [Tmold(°C) - 20]
NOTE: Valid for point gate tips. For sprue gate tips use the point gate nozzle plate thickness. www.dme.nt.et/
4. Upper Support Ring Gap = (Delta T (°C) x 0.0000115 x Manifold Thickness) — 0.03 stellarcalculations

Where: CTE ip is the coefficient of thermal expansion of the tip
Delta T(°C) = Tmelt — Tmold (expressed in °C) I
Delta T(°C) = Delta T (°F) / 1.8
“Z,” “C,” “B,” “T,” Upper Support Ring Gap, Expansion and Nozzle Plate Thickness
are all expressed in mm.

Procedure and Notes

. Calculate expansion

. Calculate “C”

. Calculate plate thickness

. Calculate upper support ring gap

AN =

The calculations may need to be repeated in order to maintain the nozzle plate thickness requirement.
NOTE: Start with the smallest “A” dimension and increase “A” dimension as needed. This approach will generate a design
with the minimum stack height.

Design Suggestions

The most difficult area of design will be the layout of the wire channels in the nozzle plate. Please evaluate the wire channel

depth and path carefully. Three possible scenarios (1 = simplest; 2 = more difficult; 3 = most difficult):

1. If the nozzle plate thickness is >54.65 with a 40.00 thick manifold [59.65 with a 45.00 and 64.65 with a 50.00 thick manifold),
the wire channel will be 19.0 deep throughout its path.

2. If the nozzle plate thickness is 49.00 to 54.65 with a 40.00 thick manifold [54.00 to 59.65 with a 45.00 and 59.00 to 64.65
with a 50.00 thick manifold], the wire channel will be 19.0 deep throughout its path, but the wire channel cannot cross under
the support pad taps because the screws will protrude into the wire channel.

3. If the nozzle plate thickness is 43.65 to <49.00 with a 40.00 thick manifold [48.65 to <54.00 with a 45.00 thick and
53.65 to <59.00 with a 50 thick manifold], the wire channel will be 12.7 deep underneath the manifold clearance pocket.
The wire channel can be 19.0 deep only outside of the pocket. Also, the wire channel cannot cross under the support pad taps
because the screws will protrude into the wire channel.

In order to avoid scenarios 2 and 3, choose the next longer “A” dimension, which will increase the stack height by approximately 20.00mm.

11




Metric

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (30 Pitch) — Nozzle Plate Machining Detall

d10N 40 dO1

ASSEMBLY TAP & TUBULAR N 8§ 8 § 3 N OPERATOR SIDE
DOWEL (LOCATIONS TO 2 Qe s =» Q
BE DETERMINED ‘
BY CUSTOMER) Nt Rk
L I I 4:*;
} } L
N [N
&) RS AN
7}:@ ****** fatuatuetutnt Wi At el Wy A o N
ey il €
A A | nE w2
‘ L \ o ral
A ¥ X Yo A
£ i J " Al
5 S T - T 7 22.50
Cs i — ~ S e e s 15.00
,,,,, _ 7 7 7
92 F===== _ _ L - —
N /‘Fff;g BERS . 0.000
> | LIFT HOLES et <1 L = 9.00
W | (CUSTOMER TO SELECT i - L 22'50
= | APPROPRIATE SIZE Fes——-TTT oo 1 Pl ‘ 22.937
wp o i R EeE= _ | T | # 9»
& DEPTH) I Pl N @
Jan rdl ! } L i
N N | Ll e 49.2
Y — S—— el I S ———
T T A sl ral
1V4NPTMIN | /Ty @ | Y ™ {B o @ N=
| |
“F AR A i AR
NE 0| —+ =
A NE 7& K
\ | | 0
ﬁ a3|§|-_1ACES) ‘ SEE NOTE 2
©9Q  EVERY 127 TO 155mm OFFSET
xg  (APPROX)
e <

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and assembly screws
shown as example only. 200mm x 302mm mold shown.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 10.00 DP. BOTTOM TAP MIN & b0 —] =—5.00 MIN TO ANY OBSTRUCTION
4 PLACES) FOR SUPPORT PADS +0.
( ) _ o} 8;2,'?23 001 ©18.000 *3:9% (2 PLACES) TUBULAR DOWELS
a 3 LOCATING
2 o DOBULAR @ M12 x 1.75 FOR PLATE ASSEMBLY SCREWS
) % T ° S
3 M = g < CUSTOMER TO SELECT
«w  LP (4 PLACES) o o x Sa CHAMFERS. MAKE AS
o - S 3 N LARGE AS POSSIBLE
N J = (=] J
@ T T i | BEREE
2 o B e s By By |
I [P g _ w
: R : | e e 2 4l59
8| fem==== I - o y 950 ] wZ |t
o W, % Hil o o o< F|sE
I == 71 | \/ =L WO
S T T[T T " /\\‘r" A i g $20 ¢|28
X | | iy / Fomguh | Ll i L4l I:_""%" olwz e
- | I =" ": | ah i tpd L 2|$2 s
}'— ! ! Il Il R3.2 ||| — # | . | | | | o
M12 x 1.75 ©6.80 THRU —  I~— ' @ W g/lg\\//élllq:lE !
S1 SCREWS SO sZ SCREW ©
8.000*5:5% ANTI-ROTATION DOWEL —{  [=— g; zZ
(SHOWN OUT OF POSITION) 24 %
©17.86 THRU HOLE (2 PLACES)
FOR DROP CLEARANCE
NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC3002
manifold heater channel machining drawing on page 61 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.

www.dme.net
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Dimensions

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

SECTION 1

2-Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps shown as
example only. 200mm x 302mm mold shown.

ASSEMBLY TAP & TUBULAR DOWEL

(LOCATIONS TO BE DETERMINED
BY CUSTOMER)

452

26.52

AN

XX.X

49.2

26.52

LFT HoLEs — -

(CUSTOMER

(APPROX)

TO SELECT
APPROPRIATE
SIZE & DEPTH)

EVERY 127 TO 155mm

0.000

26.52

d10IN 40 401

49.2

@11.11 e’

1/4-NPT MIN

INSULATOR SHEET TAP
/ (LOCATIONS TO BE
DETERMINED BY

1.0 X 45° — =
(4 PLACES)

2. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

R38.1
(4 PLACES)

M @117.48 +0.05

EVERY 127 TO 155 mm (APPROX)

14

o  CUSTOMER).
PLACE 1 AT EVERY
CORNER AND 4 AROUND
THE LOCATING RING

OFFSET  (IF POSSIBLE).



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (30 Pitch) - Manifold Retainer Plate Machining Detail (continued)

+0.05

% @139.67 “900
o} FOR LOCATING RING
3
[a
< 285.0
M12 x 1.75 % 89 M6 x 1
M6 x 1 (OPTIONAL) COUNTERBORE < M8 x 1.25. 18.0 DP. MIN ss WIRE COVER
mmSNUEII_EA%%DRIF FOR PLATE o 5 (2 PLACES) sy < SCREW
ASSEMBLY SCREWS e - ©
SHEET REQ'D l /—RO.SO FOR LOCATING RING T ‘
T T T T T —
ol i r T L : \—.— =
T T o
1t - L T 1R I T N 1~
= - I R / i i A o 175
& bl R1.0 K s il i
8 Q P o Ly RN €5
2 S S b R { C S o\ il
—_ ! RS R—— —
8 | y bl . R3.2 y b N |
3 f A 5 o . 4 o N
M bl ol % Lol ><
o 1 1 ('). O_ 1 1 8
2 ] g I > "
P ! FETEEEY
[ L i | |
T
} ! . 19.0
‘ g WIRE
©65.00 THRU 2 CHANNEL
M6 x 1 THRU (4 PLACES) MANIFOLD EXTENSION NOZZLE go
FOR SUPPORT PAD GLEARANCE BORE ~a ©18.000 *30%% (2 PLACES)
TUBULAR DOWELS
—=| =—5.00 MIN TO ANY
OBSTRUCTION
www.dme.net
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Metric

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (40 Pitch) — Nozzle Plate Machining Detaill

NOTES:

1.  Wire channel, drop configuration, water lines, leader pins, and assembly screws

EVERY 127 TO 155mm (APPROX)

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

45.2

23.998
18.00
12.50
0.000
5
0

45.2

OPERATOR SIDE

BY CUSTOMER)
e~ 4 BN
AN 4]
>§ ””””””””””” R | 54.90
N - :
Fan ,
NP Fal
,,,,,,,, \L {I}
f \ i | 29.00
T = T 2(5)-88 o
T e ‘*T* . (o))
T ~p- C LD N Y L -
,,,,,,, J‘ s \gi //
| T /
ittt \ 0.000
LIFT HOLES Mo ,,,_,,,,,,,,,,,;g
(CUSTOMERTO | ______ R 1o 0.00
SELECT S 52-888
APPROPRIATE L] ‘ AR .
- 31.00
SIZE & DEPTH) A @ AN
N T sap0
;i{ ********************* | A -4
B < N B +
@11.11 S g
1/4-NPT MIN ! I !
& @ (¢ GYaARgS
| o
) 0
‘ @ SEE NOTE 2
w O
¥ < OFFSET
=z EVERY 127 TO 155mm (APPROX)
-

shown as example only. 200mm x 302mm mold shown.
2. If plate thickness is between 43.65 and 46.81, water line between heater
channels must be made smaller to ensure 5.00 minimum condition.
3. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (40 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 10.00 DP. BOTTOM TAP MIN

MINIMUM PLATE
THICKNESS

(4 PLACES) FOR SUPPORT PADS 7% 40,000
W ©10.000*2:9% .
@ << CENTER LOCATING o
o aa TUBULAR DOWEL 3
< ST g
M12 x 1.75 FOR 8 T o b i o 10,000
PLATE ASSEMBLY SCREWS % < IS N o ©18.000 3.9 (2 PLACES) 8USTOME§ TO SELEgT
8 9 S TUBULAR DOWELS HAMFERS. MAKE A
LP (4 PLACES) @ S 3 3 2 2 LARGE AS POSSIBLE
« = o o
@ P
o | | |
2 I g
o 8 o % 1)
Q) - o w S
o = 3 450 <
f# N i Y 7 J il il il 1 ; % 5 E
x v / o ;’;
< - T o|w % ~
n R3.2 = I o g;
J’_ B T 5
M12 x 1.75 ©6.80 THRU — I~ g ! M6 x 1 WIRE COVER SCREW
S1 SCREWS Z o
8.000 *3399 ANTI-ROTATION DOWEL —— = <
(SHOWN OUT OF POSITION) Q
o
©17.86 THRU HOLE =
(2 PLAGES) FOR E 5.00 MIN TO ANY OBSTRUCTION
DROP CLEARANCE S

NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be 12.7
deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC4002
manifold heater channel machining drawing on page 62 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.

www.dme.net
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (40 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

I\ % S B} « =
[t) © o © ITo) be
< [aV) o [aV] < X
XX.X
ASSEMBLY TAP & TUBUL
DOWEL (LOCATIONS TO BE
DETERMINED BY CUSTOMER) [
i L 542
o
£ A 26.5 0
8 _ i O
03 T
Q} = - -
N 0.000 <
< LIFT HOLES e
7T = (CUSTOMER TO
\p w SELECT 26.52 —
o APPROPRIATE ' O
SIZE & DEPTH)
i L 542
O11.11—— INSULATOR SHEET
1/4-NPT MIN TAP LOCATIONS TO
BE DETERMINED BY
DESIGNER/CUSTOMER.
o O  PLACE 1 AT EVERY

1.0 x 45° —
(4 PLACES)

NOTES:

©@117.48 +0.05 J

1. Water lines, assembly counterbores and insulator sheet taps shown

as example only. 200mm x 302mm mold shown.

2. Forinch dimensions, see pages 74-137.

EVERY 127 TO 155mm (APPROX)

CORNER & 4 AROUND

THE LOCATING RING
OFFSET  (IF POSSIBLE)

R38.1 (4 PLACES)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (40 Pitch) - Manifold Retainer Plate Machining Detail (continued)

M12 x 1.75 COUNTERBORE ©139.67 tg-gg
FOR PLATE ASSEMBLY SCREWS -

o)
o
&)
o
—» |l=— 5.58

g FOR LOCATING RING

3

< 285.0
M6 x 1 (OPTIONAL) z 23 M6 x 1
ONLY NEEDED IF Q M8 x 1.25, 18.0 DP. MIN 99 WIRE COVER
AN INSULATOR o x (2 PLACES) SCREW
SHEET REQ'D el 2 FOR LOCATING RING

T

1

1

1

19.0
WIRE
CHANNEL

4
P ZERTTE i T
H | R1.0 | i [T o T | Jl
g . e
1 I | — N L \ z ” Lo
] | N i i al R3.2 7 | | IR
© : I : 3 g | / : i :
1 1 [Xo] X 1 1
I I [sp} o I I
NI R
[ ! 1 1 1
l L I 1
! * [ | 19.0
= (LI-.)I WIRE
| ? J65.00 THRU oj CHANNEL
3 % MANIFOLD EXTENSION NOZZLE E&
x CLEARANCE BORE =
o 0.000
‘o_ [ M6 x 1 THRU (4 PLACES) @18.000 “po13 (2 PLACES)
FOR SUPPORT PAD TUBULAR DOWELS
5.00 MIN TO ANY
OBSTRUCTION

www.dme.net
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Nozzle Plate Machining Detall

(V)
« 988 8 8 |«
6 g8 S = w OPERATOR SIDE
DX T
"1 I I
D ] i N~
ASSEMBLY TAP & | R NARY
TUBULAR DOWEL @ Dl
(LOCATIONS TO BE DL
DETERMINED BY S R I N
CUSTOMER) 5
S —F====5 587
P i —
S
o
g
£ L] AR 29.00
£ T L 25.00
tfn) } | ‘V/4 ;\\ - ‘S\}\\
=3 SEEAE S SRS A S
o8 T S O  —
N T . 0.000
=% LFT HOLES/ | I N = +
%>| (CUSTOMERTO ‘ L 2500 o
G | SELECT T £y 5905°
w APPROPRIATE - SL7 3550
SIZE & DEPTH) | @
- re====7
J } i ———+— 58.7
7777777777777 ;N
S
o11.11 s
1/4-NPT MIN ]! @
1
- -
! tl'
b KU o
T
‘ o
EVERY 127 TO 155mm ‘ ‘ \ SEE NOTE 2 OFFSET

(APPROX)

1.0 x 45° —~
(4 PLACES)

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and assembly screws
shown as example only. 200mm x 302mm mold shown.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Nozzle Plate Machining Detail (continued)

MINIMUM PLATE

210.000 *3:393 CENTER LOCATING
TUBULAR DOWEL
M6 x 1, 10.00 DP. BOTTOM TAP MIN &
(4 PLACES) FOR SUPPORT PADS i 5.00 MIN TO ANY OBSTRUCTION
3
& P +0.000
. &l ? 218.000*33%3 (2 PLACES) TUBULAR DOWELS
8 ]| o o QO
A g S2| X ¥ o3 CUSTOMER TO SELECT
LP (4 PLACES) ASSEMBLY © Sa | g ) Sg CHAMFERS. MAKE AS
o 4 ~— =
& SCREWS N 2| o | | LARGE AS POSSIBLE
L 1
% I Il M ‘ ' /
— |+ H Sl b ‘_l"l_, o
T I—: I ||:_l = o T r1a My 0
N AN = | o L, 45 ] il wz 8
© 0| % _ y Ry o 355 4
x === il Vol ! T //lrﬂ'] T g -0 @
o I R 0o pneh l Dl i = Q
2 S I R3.2 N | ik 1] S
4 ] TR 1] /] "33
t L | || | _1 _ |_ : : | O
] M6 x 1—
M12 x 1.75 ©06.80 THRU \: & 01786 THRU HOLE o WIRE COVER <
S1 SCREWS i : SCREW ©
08.000"32% —] o) (2 PLACES) FOR % Z
ANTI-ROTATION DOWEL 3 DROP CLEARANGE =z
(SHOWN OUT OF & oI
POSITION) N -0
0
<t
x
o
@
o
NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC5002
manifold heater channel machining drawing on page 63 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.

www.dme.net
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE
[9Y] o [s\]
[N 0 S 0 [N >
) © < © To) X
< 4V o N < X
|
\ IR
I ST DR S NI SR h
oK i
ASSEMBLY TAP & — Va b
TUBULAR DOWEL B
(LOCATIONS TO |
BE DETERMINED 0 O RN AR W e
@ BY CUSTOMER) . , - e
\ R s - ‘ /e S
T T
|
- ©
|
|
JAN 3
= N T
© Wz
% - 1 ) ) (/
|
|
iy LIFT HOLES : \
a (CUSTOMER TO ] | ‘ /
g SELECT APPROPRIATE : ;
SIZE & DEPTH) / ;
— /) |
X . 7 |
o) i L R38.1 @
@ N , | (@PLACES) Fr———t
< ! L ——
N\ > = 4
GE @11.11 / |
> E 1/4-NPT MIN !
@L (
L ! 0
F @ 0
fé?% EVERY 127 TO 155mm (APPROX) OFFSET
X
o
2=

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps shown as
example only. 200mm x 302mm mold shown.

2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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58.7
o
26.52 A U
- M
0.000 =
26.52 ®)
=
O
58.7
INSULATOR SHEET
TAP LOCATIONS TO

BE DETERMINED BY
DESIGNER/CUSTOMER.
PLACE 1 AT EVERY
CORNER & 4 AROUND
THE LOCATING RING
(IF POSSIBLE)



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Manifold Retainer Plate Machining Detail (continued)

— 0.05
a 0139.67 *0%
M12 x 1.75 COUNTERBORE 2 FOR LOCATING RING
FOR PLATE ASSEMBLY SCREWS 2
= 285.0 M6 X 1
o 88 X
M6 x 1 (OPTIONAL) ) M8 x 1.25, 18.0 DP. MIN 39 WIRE COVER
ONLY NEEDED IF x
AN INSULATOR s ° RO.50 (2 PLACES) 8 p SCREW
= _ . ; :
SHEET REQ'D ® ~+— / FOR LOCATING RING T T
1 T T T T
IBEEE -- il :
Hy oL | b TR 2
| I T t ] L - —— D
2 R ro—" [t} B i
o o | | ' il il ol
% é __________ Lol &\k_ t Chy e /r?Fx<:==::::f
1T~ - ! ! ! _e|_|__ 1
B O e . i 2 . LRS.Z 7 i i I B—
© © Loyt S 2 I 7 P X
x I I [Te} x I I x
2 ] g e | =
| | “® I }_f‘: ] et _ﬂﬁ -
1 [ | 1 | 1
1 i 1 i |
f * / 065,00 THAU ‘ ol ] 180
MANIFOLD EXTENSION NOZZLE o) CHANNEL
M6 x 1 THRU (4 PLACES) CLEARANCE BORE g
FOR SUPPORT PAD Sz
5.00 MIN TO ANY Ny ©18.000 3333 (2 PLACES
OBSTRUCTION TUBULARoIfl)JgV\;ELS )

www.dme.net

23

WIRE
CHANNEL



Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) — Nozzle Plate Machining Detall

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 200mm x 302mm mold shown.

2. If plate thickness is between 43.65 and 46.81, water line between heater
channels must be made smaller to ensure 5.00 minimum condition.

3. For inch dimensions, see pages 74-137.

ASSEMBLY TAP & TUBULAR o%0 o o
DOWEL LOCATION TO BE N S&5 g 8 o
DETERMINED BY CUSTOMER) < d&k~ 5 & 2 OPERATOR SIDE
o e i P
NE i ing w
| | *@r [y @
| | L
| |
| |
— KA~~~ S IEah ittt (T T "1~~~ TN
< S _ _ - ,
5 A B i S s 1 e P
o RS YT 1
a ya) v NE NE T
<C '% | ‘ | | \*%
< N N oy L
£ @ D ™ Ll @ 35.00
AN B} g S I : 27.00 ©
© S IS i il il I N AN K R
o e & M \¥,,,,L,,J.7L',EE,LQ9L @ L. i
= b \ [ W
ING _ -0 _ _ _ yAR\! I T - _ -
S ] N N 0.000
,,,,, 5 O / | AN &
% LIFT HOLES [ DN S = 9.00
w (CUSTOMER TO - —r - i G . 20.816
o SELECT APPROPRIATE T 2 /O — 27.00
SIZE&DEPTH [~~~ N b | O L LT; 35.00
D et AT e
| |
R38.1 aRS: (SRall A
o (4PLACES) | L T___ T ST - 03
Z{ - __—C I T
@11.11/ 7} i 7} i
1/4-NPT MIN
fdh) I I I @
oY 1 Pel ©L YOe
. \‘ .
| N 1K + H H 1K ‘M (@]
I \ (0]
%) SEE NOTE 2
@ OFFSET
50O EVERY 127 TO 155mm
¥ < (APPROX)
alon
o
-

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) — Nozzle Plate Machining Detail (continued)

@10.000 *3:393

M6 x 1, 10.00 DP. BOTTOM TAP MIN CENTER LOCATING
(4 PLACES) FOR SUPPORT PADS TUBULAR DOWEL
] 5.00 MIN —
& Sj’ TO ANY @
OBSTRUCTION
0 a Q
% o g 18.000 *3:8%9 (2 PLACES) TUBULAR DOWELS
MRAERT T s\ ¢ 2
AS 9 = x x = CUSTOMER TO SELECT
LP (4 PLACES) poc 8 3 2 2 CHAMFERS. MAKE AS
) Q S S | | LARGE AS POSSIBLE
@ 2
% I I Il l f !
P T Il Il k——__\ﬁt—— 1—/ o
o i1 :_l | g 5 T, g -
N LT | oo = | 8 - EEHE ws g
iy T N o - o 7 = ox < ]
1 1l Il )7 : [ \/| T T =TT - /\X Ir T B F i d vd—);U £
aREE gl Lyd I Z ¢
o R | [N BE et | i L4+ I o|ws 5
- 1 | L4 — e [ il L4 | o|LZ
o | I I —|=T
T T . R3.2 ||| _ 1 . . o

12 175 ©6.80 THRU —] ‘E
X 1.
©17.86 THRU HOLE WIRE COVER SCREW
S1 SCREWS ©8.000 3088 ———— 2 PLACES) FOR
ANTI-ROTATION DOWEL DROP CLEARANCE

(SHOWN OUT OF POSITION)

0.50 x 45° (2 PLACES) ——f~— *©
12.7 WIRE CHANNEL

NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC7002
manifold heater channel machining drawing on page 64 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.

www.dme.net
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

ASSEMBLY TAP & o 9 o 5
TUBULAR DOWEL 5 @ 8 e o %
(LOCATIONS TO SR o SO X
BE DETERMINED
BY CUSTOMER)
XXX.X
\ —]
NV
- 635
A A O
£
/,%» L% | 26.52 -U
L 1)
O O
o
@ iy - - Tl
S & | LIFT HOLES - 0.000 =
A T <| (CUSTOMER
N & | TO SELECT . @)
W | APPROPRIATE 26.52 =
@ | SIZE & DEPTH) o
635
)
\E’;
211.11 /
1/4-NPT MIN |~ INSULATOR SHEET
TAP LOCATIONS TO
BE DETERMINED BY
DESIGNER/CUSTOMER.
i o PLACE 1 AT EVERY
— : CORNER & 4 AROUND
Fﬁ me " O THE LOCATING RING
o . +0.05
20 OFFSET (F POSSIBLE)
x EVERY 127 TO 155mm (APPROX)
o
2=

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 200mm x 302mm mold shown.

2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) - Manifold Retainer Plate Machining Detail (continued)

+0.05

0139.67 3%
o FOR LOCATING RING
Q
S
M12 x 1.75 COUNTERBORE T
FOR PLATE ASSEMBLY SCREWS < 985.0 o V6 X 1
° SIS
M6 x 1 (OPTIONAL) 2 M8 x 1.25, 18.0 DP. MIN g% ‘éVc':'gEEVCVOVER
ONLY NEEDED IF o X (2 PLACES) FOR 2 <
AN INSULATOR @ 2 LOCATING RING < o
SHEET REQ'D ‘ RO.50 i ‘
T T T T T |
:i i: i 1 i r I H * Tl EII [ i \_;'__"l_, e % %
I i i vl o | [ >|TZ
— o [ I T t—t 1 [V i -z
2 ¥ T ao—" [t} i RHH L 5
© (@) | | [ [ L' _L' W) 1 dJ
S << Ne—ooooo o [ B Y oo _EXx===k-===
s a N N\ Y ) A -
8 3 | S | | o R3.2 7 | | I I | R
o o 1 1 S ° 1 1
2 b o s & ! v o 2
X | | ® x | | )
o . 4
- | | & 2 | e
{ | | L ! [
1 : 1 1 : 1
©65.00 THRU ‘ g 19.0 B ANNEL
M6 x 1 THRU (4 PLACES) MANIFOLD EXTENSION NOZZLE <
FOR SUPPORT PAD CLEARANCE BORE s 218.000 *3.3%3 (2 PLACES)
~>= TUBULAR DOWELS
—= t=—5.00 MIN TO ANY
OBSTRUCTION
www.dme.net
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) — Nozzle Plate Machining Detail

(o]
ASSEMBLY TAP & TUBULAR DOWEL o K8 8 8 o
(LOCATIONS TO BE DETERMINED 6 Yoo © ©
BY CUSTOMER) ¥ d= o = < OPERATOR SIDE
,T
—
- — 73.7
A e
g © <54
2 + " 45.00
a yal VAR
AN & Sz 00
£ 1 TR - 1 A8 \l
L% }:a 777777777777 ﬂ D ==
2 e :
o [ bt g - T 0.000 |
- ‘ )
~ LIFT HOLES _— J A \ Q\\ ©
N (CUSTOMER - = e N s R N s I i ®
> TO SELECT }:—L% 7777777 S - 24756 2
APPROPRIATE SIZE | ——— Pai Jan
Y & DEPTH) < ﬁ s 35.00
o 45.00
S &
ity
[
_ 737
NA———— 7 T
o11.11 A A
1/4-NPT MIN AR $
ﬁlf I\ yan
N el
[ 0
‘ @ R36.1 ‘ SEE NOTE 2 ©
6O ;
M (4PLACES) | EygRy 127 TO 155mm (APPROX) OFFSET
o
o
o=

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 200mm x 302mm mold shown.

2. If plate thickness is between 43.65 and 46.81, water line between heater
channels must be made smaller to ensure 5.00 minimum condition.

3. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 10.00 DP. BOTTOM TAP MIN

(4 PLACES) FOR SUPPORT PADS “09%

©10.000 ~0.013 CENTER LOCATING TUBULAR DOWEL

CUSTOMER TO SELECT
CHAMFERS. MAKE AS
LARGE AS POSSIBLE

©18.000 *3:9%
(2 PLACES)
TUBULAR DOWELS

M12 x 1.75
FOR PLATE

LP (4 PLACES) ASSEMBLY

SCREWS

0.50 x 45° (2 PLACES)
(2 PLACES)

10.00 (4 PLACES
0.50 x 45° (2 PLACES)

23.65 +0.03

~—7.00

—|~—1.0 x 45°

11.00

y
VAR R HE o

CHANNEL

.
9.00
\
T
e
NoA

13.0
WIRE

A |

43.65 +0.03
MINIMUM PLATE

THICKNESS

1.0 x 45° (2 PLACES)

19.0
WIRE

— =

CHANNEL

. .
oo I I sl' i|I i
L4 = 1 kg i
©6.80 THRU _| | f ' V6 X 1 '
WIRE COVER SCREW

l

M12 x 1.75
S1SCREWS 280007009 | |—

ANTI-ROTATION DOWEL

(SHOWN OUT OF

POSITION) @17.86 THRU HOLE
(2 PLACES) FOR
DROP CLEARANCE

6.4

12.7
WIRE
CHANNEL

!

—~—5.00 MIN TO ANY OBSTRUCTION

NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not
provide 6.35mm steel support underneath pocket. In that case, wire channel
depth to be 12.7 deep, under the pocket and then chamfered (45°) to 19.0
deep outside the pocket.

CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater
channels must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to
MRC9002 manifold heater channel machining drawing on page 65 for the
channel location. The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

ASSEMBLY TAP & TUBULAR DOWEL o E‘\I’ § RN >
(LOCATIONS TO BE DETERMINED L g S g 2 §
BY CUSTOMER)
777777777777777777777777 y— XX.X
73.7

NOTES:

R
& o
T A 26.52 A 0
L ] €2 @
& : L. 1z
R LIFT HOLES AN 0.000 Cz)
, (CUSTOMER TO SELECT —+
g APPROPRIATE SIZE 26.52 -
& DEPTH) O
£
£
[Te)
© e
Lo frod
98 **** 1 737
i o
{ Ng R38.1 (4 PLACES)
Es a11.11 _ INSULATOR SHEET
i 1/4-NPT MIN TAP LOCATIONS TO
> BE DETERMINED BY
s & DESIGNER/CUSTOMER.
I O  PLACE 1 AT EVERY
r o CORNER & 4 AROUND
. 011748 2005 THE LOCATING RING
g T OFFSET  (IF POSSIBLE)
N EVERY 127 TO 155mm
> (APPROX)

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 200mm x 302mm mold shown.
2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) - Manifold Retainer Plate Machining Detail (continued)

0.05
2139.67 700
FOR LOCATING RING

n
M12 x 1.75 COUNTERBORE o
FOR PLATE ASSEMBLY SCREWS g
[ 285.0
= 58
M6 x 1 (OPTIONAL) 2 M8 x 1.25, 18.0 DP. MIN B
ONLY NEEDED IF o x (2 PLACES) FOR @ < M6 x 1
AN INSULATOR © 9 LOCATING RING S S SR COVER
SHEET REQ'D | | roso ‘ ‘
T T T T rt m —l
1 T .. [N LV I LE
i ! ! [ n f ! W I Clez
. ied 1 H 1 wof 1 Wl nh ol=<
f L—P Fro-pean W I LT"':|‘_:"'_I i Tz
L 1 1 [ R (@)
o 1 1 R1.0 nlon TR T IR ]
g j ! ! o L'_L.u 1 'L' 7 )
?; o | | : \ [ \J;) : | ! : /'__‘_- —==4 ::::f
™ ~ A - I p I I 'G_:—' —=
a o i gl y i i (I I
__________ o e e o
© 2 i i s| 2 R32 4 i i 2
x Vo o) x oo <
2 | | gl 2 | | 2
1 1 ® L | }_"':-_:_:'_lﬁ -
l Pl ! T
I [ I I . | 19.0
Lu WIRE
M6 x 1 THRU (4 PLACES) ©65.00 THRU % CHANNEL
FOR SUPPORT PAD MANIFOLD EXTENSION NOZZLE S
CLEARANCE BORE N
== 218.000729% (2 PLACES)
TUBULAR DOWELS
—= =—5.00 MIN TO ANY

OBSTRUCTION
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Nozzle Plate Machining Detall

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

o o o
[a\} o o
BY CUSTOMER) 5 < 888 ¢ 9 OPERATOR SIDE
< [aV] 0 O © [aV] <
N —~
/ oD e
,,,,,, L4
N T I v ro====
_ 7} - Com———a— 522
S | &
| H
8 bl @
& ii Pl o e / \
< N = o 2400 2
< - L 2
2 N PmmpraadodobofelNdoo] 050
: D1 [ 7
5 " N R T B 0.000
Ol uFr HoLES — A . A\ 1050
N | (CUSTOMERTO T R :
~ | SELECT 4 L 24.00
% | APPROPRIATE A=
W | SIZE & DEPTH) i a N 37.057
i | S
u —e====o 5p0
Vel [ttty St S i o ——
- T
AR R P e B (i A G T
1/4-NPT MIN \
> Ul @ g} a
L D 1] O
» N 0
EL a R25.4 (4 PLACES) —— SEENOTE 2 OFFSET
X3 EVERY 127 TO 155mm
OD_
-

(APPROX)

NOTES:

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 200mm x 302mm mold shown.

2. If plate thickness is between 43.65 and 46.81, water line between heater
channels must be made smaller to ensure 5.00 minimum condition.

3. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 10.00 DP. BOTTOM TAP MIN

(4 PLACES) FOR SUPPORT PADS g — = 5.00 MIN TO ANY OBSTRUCTION
AR 7
Q < ©10.000*3:9% Q
. - o CENTER 3
S Yo)
i Xééédgﬁ';%gg\g : x T M '{836{',2‘5 o @18.000 *3.0% (2 PLACES) ,~ CUSTOMER TO SELECT
o
s 23 | | powe g TUBLLAR DOWELS LARGE AS POSSIBLE
% & LP (4 PLACES) | 7 = T
S T [T f ’ /
0 U S | ' —k—-__—7l\—r 24 |w
2 [ T g o I s G 2 &,
s gy | E : PSR Luf 23
f i s S Y Tl ) SN 355 4|38
M i g - T e o = i o —>9 8|38
Q o oLyl R i ! NI , W B
- [ LT s |i| b oS SIZE
- I ! I <3~ —/ | 4 [N 92§§ s
i ! R3.2 ||| ' ' : |—/ : 1 f | : | o
e o P W M6x1
M12 x 1.75 06.80 THRU o8 g 2 WIRE COVER b
S1 SCREWS x<g ZZ  SCREW
8.000 398 ———— |- 8L o3
ANTI-ROTATION DOWEL o
(SHOWN OUT OF 517 86 THRU HOLE
POSITION) (4 PLACES) FOR
DROP CLEARANCE
NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC0004
manifold heater channel machining drawing on page 66 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Manifold Retainer Plate Machining Detall

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED
BY CUSTOMER)

0.000

OPERATOR SIDE

1.0 x 45° —
(4 PLACES)

NOTES:

EVERY 127 TO 155mm (APPROX)

1. Water lines, assembly counterbores and insulator sheet taps

shown as example only. 200mm x 302mm mold shown.

2. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Manifold Retainer Plate Machining Detail (continued)

0.05
@139.67 "0

n
w
M12 x 1.75 COUNTERBORE S FOR LOCATING RING
FOR PLATE ASSEMBLY SCREW. ; 085.0
= : 88
o oo
M6 x 1 (OPTIONAL) © M8 x 1.25, 18.0 DP. MIN o M6 x 1
ONLY NEEDED IF o x (2 PLACES) FOR 0 p Wm’é COVER
AN INSULATOR el e R0.50 LOCATING RING 7 SCREW
SHEET REQ'D ‘I ’ l i
T T T T T , d
ii ii i | i f l 1 i * i—fl 1 '|i o < %%
s | L . g L ERRE i 2|z%
8 | ¥ . ro—" [i]} i I ik o
Q ! ! . il [T | L_; L—J
g S — s I ==t Lo
il | _ 1 | 1 1 [ —4—
2 8 T . 7 bl R N ]
S o [T ! ! 3 ) o ! ! N )
© N o : M I d P X
x | | ro} x ! ! x
S ! ! K o i i p=d
! ! ™ '1 R3.2 | i_f’::::-_iﬁ 2
l P | P
} } | 7 | 19.0
265.00 THRU Q CMEIE\IEL
M6 x 1 THRU (4 PLACES) MANIFOLD EXTENSION NOZZLE o é
FOR SUPPORT PAD CLEARANCE BORE eN +0.000
~& ©18.000 5093 (2 PLACES)
TUBULAR DOWELS
—= =—5.00 MIN TO ANY
OBSTRUCTION
www.dme.net
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Metric

Dimensions

4 Drop (30x30 Pitch) — Nozzle Plate Machining Detall

NOTES:

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

ASSEMBLY TAP & TUBULAR
DOWEL (LOCATIONS TO BE

DETERMINED BY CUSTOMER)

25.00
15.00

OPERATOR SIDE

EVERY 127 TO 155mm
(APPROX)

JAN

LIFT HOLES
(CUSTOMER TO

SELECT APPROPRIATE |
SIZE & DEPTH)

@11.11/

1/4-NPT MIN

-

1.0 x 45° —
(4 PLACES)

R25.4
(4 PLACES)

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 200mm x 302mm mold shown.

2. If plate thickness is between 43.65 and 46.81, water line between heater
channels must be made smaller to ensure 5.00 minimum condition.

3. Forinch dimensions, see pages 74-137.

\ (e}
SEE NOTE 2

b ]

! \\( LJL::—:::F 49 2
Aan '
DD
RN | 2850
} \\l 1’}21’/\ L/ <Ir \\

i /\7/7’{ 7W — /j 15.00

| L N | N
| T\ ‘ AL 0.000
REEEESE e ===—e—15.00

S 2850 2
} (\J,\ @ 32556
|

= —r===—=— 40.2
N 2 S

OFFSET

EVERY 127 TO 155mm (APPROX)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Nozzle Plate Machining Detail (continued)

©10.000 *3:3% CENTER LOCATING TUBULAR DOWEL

M6 x 1, 10.00 DP. BOTTOM TAP MIN —1 f~— 5.00 MIN TO ANY OBSTRUCTION

(4 PLACES) FOR SUPPORT PADS

@18.000 *3:0% (2 PLACES)

MINIMUM PLATE

7} — %)
g M12 x 1.75 S b o S TUBULAR DOWELS
o FORPLATE g% % x g o CUSTOMER TO SELECT
€ LP (4 PLACES) ASSEMBLY S © e Y CHAMFERS. MAKE AS
@ SCREWS | o | LARGE AS POSSIBLE
o T T ’
3 S f ] |#-r‘|—, _n
& 17 I_: :_l oy = g k:r" ‘"III Ly z o
A S [ | 1 1 — P I I I| |I j = 3
o - 4 I o< 2
) T NN | ) 7 5 N 1 4 255 2
M —H——t— Tt Vi T T T T v \ T o o
o T oL T | | il il olwz )
= [ LoLTa gL | L il NEE
o | I | L | | ,_LJ_\ ¢ 5%
f T T s ~— - \ | :
R3.2 o~ M6 x 1
— o N =
M12 x 1.75 06.80 THRU bw O WIRE COVER
S1SCREWS X2 Z SCREW
98,000 0900 ANTI-ROTATION gz ¥
P8 0013 pOWEL s ©
L
gggygN())UT OF @17.86 THRU HOLE i
(4 PLACES) FOR 2
DROP CLEARANCE ™

NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 43.65 and 46.81, water line between heater channels
must be made smaller to ensure 5.00 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC3304
manifold heater channel machining drawing on page 67 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For inch dimensions, see pages 74-137.
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Manifold Retainer Plate Machining Detall

~ OPERATORSIDE x
x

45.2
26.52
26.52

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

+-—0.000

BY CUSTOMER)
\_‘ 777777777777777777777777777 Gt XXX
W@T ] - @ T T T T 1
i — L P ——
X A= ~u— 49.2
1 & -
% B 26.5 O
v ~ — |
& : \ A S T
o 7 L —— G
|
- e LIFT/ i A\ 0000
7™ N | HOLES 1 / | / <
N — | (CUSTOMER
> | TOSELECT 1 26.52 O
ui| APPROPRIATE ‘ —
o | SIZE & DEPTH) 1 O
; S 49.2
@ df R25.4 T
\ _7 "~ (4 PLACES
?/ENET e e ( ) INSULATOR SHEET
L TAP LOCATIONS TO
h BE DETERMINED BY
P fff"f——————————————@é DESIGNER/CUSTOMER
i | o PLACE 1 AT EVERY
= i CORNER & 4 AROUND
\ o THE LOCATING RING
& IF POSSIBLE
fog @117.48 +0.05 OFFSET ( )
:é EVERY 127 TO 155mm (APPROX)
o
-

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 200mm x 302mm mold shown.

2. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

0.05
0139.67 *0%

@
1)
953 FOR LOCATING RING
M12 x 1.75 COUNTERBORED -
FOR PLATE ASSEMBLY SCREWS < 285.0
T 83 M6 x 1
M6 x 1 (OPTIONAL) Q M8 x 1.25, 18.0 DP. MIN EE WIRE COVER
ONLY NEEDED IF o X (2 PLACES) FOR S < SCREW
AN INSULATOR o 2 LOCATING RING o ©
SHEET REQ'D 1 R0.50 l l
T T T T T T —
1k HERE ,, Ll 1 L] B
% L A I P S22
—_ 4 [} [} ~—
2 ¥ e R g o i =
Q . T T
] : | : R1.0 ¥ R T i
it y_L 4 -
% g  |fees======- : ! : [ ].: ! : /:_>\_—_—== ====f
—_ 1 1 1 1 - p— —
I — 5| J £ 0 O o i i
@ M ol I ' v b 2
S . g 3 e 3
i | | 3 - \ [ =)
l i i L R3.2 I [ .
[ I
1 1 19.0
WIRE
/ @65.00 THRU CHANNEL

M6 x 1 THRU (4 PLACES)

MANIFOLD EXTENSION NOZZLE

FOR SUPPORT PAD
CLEARANCE BORE

7.00 ——
(2 PLACES)

218.000 *39% (2 PLACES)
TUBULAR DOWELS

—=1 =—5.00 MIN TO ANY
OBSTRUCTION
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Nozzle Plate Machining Detaill

22.00
0.000
22.00

N N
9 © OPERATOR SIDE
h -
AR |
= ‘,: ,,,,,, : ,,,,,, - —
N
i 83.2
ASSEMBLY TAP & TUBULAR — | AN
DOWEL (LOCATIONS TO BE A | 55.00
DETERMINED BY CUSTOMER) | <[ ! :
@ | 45.00
s ! J\N - R |
§ A - }F::r,:,,,,,:,J
5;2 7777777:::} ************ 1500
F & T, AR -
N o e L/ 0.000
NA | T
~ % | LIFT HOLES (CUSTOMER — e 4 15.00
% | TO SELECT APPROPRIATE SR BN e A A Y g
o T )
4 | SIZE & DEPTH) bmt—m o m o m oo A 2
ool T |
|
_ Q} i 45.00
g } 55.00
3 | 67.546
2 G
< _ N | 83.2
i AV I -
x QU111 N -1
o 1/4-NPT !
: an s !
= MIN < 7 i
i + L I + 0
f 0
EVERY 127 TO 155mm (APPROX) —| OFFSET
R25.4 (4 PLACES)
NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 251mm x 302mm mold shown.
2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions

4 Drop (30 Pitch In-Line) — Nozzle Plate Machining Detail (continued)

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

@10.000 *3:3% CENTER LOCATING TUBULAR DOWEL
_ 218.000 10073 (2 PLACES)
M12 x 1.75 FOR PLATE M6 x 1, 10.00 DP.  — 8 a TUBULAR DOWELS
ASSEMBLY SCREWS BOTTOM TAP MIN < % %
(4 PLACES) x ~— 5.00 MIN TO ANY o
LP (4 PLACES FOR SUPPORT o ol CUSTOMER TO SELECT
( ) PADS S= OBSTRUCTION ~& CHAMFERS. MAKE AS
| o LARGE AS POSSIBLE
I I Il ] K
- -] o b \_ﬂ_/ e/J n
g I—: :_l o B g H f Ty m "
3 o ' I z =
@ : I o gl 383 o ! L Ny oz 3|3
@ == [T | - 3%| © S o O35 |t
e ) ] (RN ’\ | | - ~ O« o / — ; o E =
| 1V | I N i /IJ(/ ﬂ] PYPEY
i e VAN | _ 45° 5 1A 8|35
T [ I <~ [ [ LN ] T < 1 o|[==
¥ .Gl n 4 8|2=
I . I Ly g I il il o|wZ ZF
N T T Eit | gE
- ju
‘ | | 1 | ] R3.2 || || I_ _i — I ‘ | ' \— | ' O
‘ n M12x1.75 ! ©6.80 THRU | ol %) z M6 x 1 Jr
%5 S1SCREWS ou 4 WIRE 5
¥4 +0.000 x <Z( COVER
Xz @8.000 "9 075 ANTI-ROTATION DOWEL sz < SCREW
Y (SHOWN OUT OF POSITION) o <
©17.86 THRU HOLE (4 PLACES) °§:
FOR DROP CLEARANCE =
ﬁ'
NOTES:

1.

Wire channel depth to be 19.0 deep except when plate thickness does not provide

6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

If the manifold is to be positioned 90° to that shown, please refer to MRC3004
manifold heater channel machining drawing on page 68 for the channel location.

The four M6 taps and dowel must be rotated 90° also.
For inch dimensions, see pages 74-137.
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Metric

Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Manifold Retainer Plate Machining Detail

o o N OPERATOR SIDE %
o~ re} S e} I\ <
[T} © < © [t} x
< N o 9V ~ x
s I A R = N 5— XXX.X
@‘ N —
e ASSEMBLY TAP N g N 83.2
& TUBULAR DOWEL AP :
(LOCATIONS TO BE =
DETERMINED BY ot inininintn
CUSTOMER) T
fan) -
€ AN\ . N> @ @)
T c S ] 26.52 35
NP 3 B IS T — 5 ()
- =
@ Eé ettt / O
o - | - - - -
NS | LIFTHOLES — fmooo—=t’ N 0.000 il
pIN T<| (CUSTOMER . =
, x TO SELECT —+ S —
N W APPROPRIATE i " IZanN 26.52 @)
o SIZE & DEPTH) [~ . /A \ —
\ O
%)
uJ |
< R
i ===l
* @ AR 83.2
7D o . }’%"f’"": ”””
< | T
@ NI ; INSULATOR SHEET
S o1 ] K |~ TAP LOCATIONS TO
o 1ANPT ] N\ & BE DETERMINED BY
| MN & ! o  DESIGNER/CUSTOMER.
: w PLACE 1 AT EVERY
o CORNER & 4 AROUND

NOTES:
Water lines, assembly counterbores and insulator sheet taps
shown as example only. 251mm x 302mm mold shown.

1.

EVERY 127 TO 155mm (APPROX)

2. For inch dimensions, see pages 74-137.

a1

17.48 +0.05

R25.4
(4 PLACES) OFESET

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

42

THE LOCATING RING
(IF POSSIBLE)



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Manifold Retainer Plate Machining Detail (continued)

M6 x 1 (OPTIONAL)
ONLY NEEDED IF

AN INSULATOR .
SHEET REQ'D g ©139.67 3%
j FOR LOCATING RING
o
N 285.0
f@ &8
M8 x 1.25, 18.0 DP. MIN e M6 x 1
M12 x 1.75 x .
o (2 PLACES) FOR «Q WIRE
COUNTERBORED FOR @ 2 LOCATING RING s COVER o
PLATE ASSEMBLY SCREWS - ‘ i SCREW ‘
T T —— T T —
: : , i1 | L W2
[ /‘ i ..]:: l T Py QleZ
& N I b il i Lo 2|z%
2 H 1 jj/ o o :: :: H i _:: O
o % i i R1.0 il , n [ 1 T
g 2 e RO.50 < 7 Ty . e i |
— ___I_‘___B_ [ S —— —
2 Z\\I’ H o \\; R3.2 / - ____i_____.r
. N F =] ° . it it o
o 3 B i | 4 Bl i
; | | 3 x ! ! x
= i i S| 2 I i i 3
1 1 @ l ! "':'_'_'_-_ﬂ~1 -
[ I I
[ |
* | * | ‘g WIRE
16 x 1 THRU (4 PLAGES ©65.00 THRU g 190 GHANNEL
N RSl PEAGES) MANIFOLD EXTENSION NOZZLE sz
CLEARANCE BORE ~Q 3118.000 tg:g?g
TUBULAR DOWELS
(2 PLACES)
—= =——5.00 MIN TO ANY

OBSTRUCTION
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Nozzle Plate Machining Detall

NOTES:

R25.4 (4 PLACES)

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 251mm x 302mm mold shown.
2. For inch dimensions, see pages 74-137.

o o 9 o o
ASSEMBLY TAP & TUBULAR S a2 82 2 ¥ OPERATOR SIDE
DOWEL (LOCATIONS ¥ N - o - ® 0
TO BE DETERMINED BY T ] N
TOMER ot L A
o @@ I AN @
Ly {j}
F W S
(I N 4 S IR O A0 I J—
Vi —— [—— - S et Rt Il Nk 15 4 /
s o - it Snbate it niatte NS ! 632
< I T T T " .
S & & SN N AN
& o - | : - o wff/ 38.50
: AN : o D r— o %8
: B = PERNY, LT G
$ ‘F:ﬂ ********* }<’ /’—‘L**‘r/*/'/*/ *f iy
2 l____ _ T 7
o e N N a L - 1 -
= AN T N b RN 0.000
N LIFT HOLES 1 _ b AR 8
= (CUSTOMER I | B e ©
% TOSELECT U B [N L ] PN % 2
W APPROPRIATE SIZE {-—--- J N BE s - 30.00
@i &DEPTH) L Fanw
Fan o L1k L 47546
@ P &0 i RV N
3] * SEE C—— 632
3 Vst Ity A WS e L Sy
o N | ____ v +
< o11.1 = T T {D
o 1/4-NPT MIN A ]
3 AN T & ]
x I U/ |
: Y IR I
{ L 1>l o
f ! o
EVERY 127 TO 155mm (APPROX) OFFSET

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

©10.000 *3:399 CENTER LOCATING TUBULAR DOWEL (SHOWN OUT OF POSITION)
& —| p=—5.00 MIN TO ANY OBSTRUCTION
2 @
M12 x 1.75 FOR PLATE P %J’ 18.000 *3:999 (2 PLACGES)
ASSEMBLY SCREWS '\B"g 1§r 1)'|\1/|0T'2|03 ?AF;'N g T TUBULAR DOWELS
0
(4 PLACES) N < CUSTOMER TO SELECT
LP (4 PLACES) FOR SUPPORT PADS ; 8 CHAMFERS. MAKE AS
| 0 T LARGE AS POSSIBLE
. T T T T i = ‘
= i ' b - \_r‘l_/ _n
i | " g ¢ = HE / |
9 | | I V= g3 ° [ il wZ 2|39
I e T e 2] 3t S 2, || SE: 5|Zu
o 4 - NOE | | T -3 | | iz A N\ g =5 Flsz
I Vl. N ! ! \/ J /| 1l ° f £ Dé
———— r t t } / T 1 /{7--—* \ T o e
| I y L || ~——'_l_ i olwz Y|ZF
| | J ST I | 03 = < =
L G B N / ik | [ 753
. L l I || : )
o | R3.2 —/ : | 5 f \ g x 1
o U M12 x 1.75 26.80 THRU @ [ 3 WIRE COVER
¥ S1 SCREWS w z SCREW
X
ot 28.000 *5-5% ANTI-ROTATION DOWEL g I
g (SHOWN OUT OF POSITION) a <
~ o
©17.86 THRU HOLE (6 PLACES) ) =
FOR DROP CLEARANCE M ~
o V]
3 X
o
NOTES:
1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.
2. If the manifold is to be positioned 90° to that shown, please refer to MRC3306
manifold heater channel machining drawing on page 69 for the channel location.
The four M6 taps and dowel must be rotated 90° also.
3. For inch dimensions, see pages 74-137.
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

XXX.X

63.2

26.52

>
ASSEMBLY TAP & TUBULAR DOWEL :
(LOCATIONS TO BE DETERMINED OPESITI'DA‘EOR S
BY CUSTOMER)
O
= —~ T~ T
< S
s e AT TS T =
o
o
o
: @)
E VAN \
7T\
@ - 3 . N o) (&)
& | f ——t
N o OUFT—r N
N T HOLES
— & (CUSTOMER —
NE W TO SELECT
o APPROPRIATE
SIZE & DEPTH) E}
D
L L f ik
A ‘ R
~ @11.11 ] N E}
1/4-NPT !
MIN | R25.4
N (4 PLACES)
L L o
|
©117.48 +0.05 ©
OFFSET

NOTES:

1.0 x 45°
(4 PLACES)

EVERY 127 TO 155mm
(APPROX)

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 251mm x 302mm mold shown.
2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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26.52
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INSULATOR SHEET
TAP LOCATIONS TO

BE DETERMINED BY
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PLACE 1 AT EVERY
CORNER & 4 AROUND
THE LOCATING RING
(IF POSSIBLE)



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

@ 0139.67 0%
M12 x 1.75 COUNTERBORED o
FOR PLATE ASSEMBLY SCREWS g FOR LOCATING RING
o
M6 x 1 (OPTIONAL) e 285.0
ONLY NEEDED IF ro 88 M6 x 1
AN INSULATOR = M8 x 1.25, 18.0 DP. MIN — e WIRE COVER
SHEET REQ'D o S (2 PLACES) FOR B ! SCREW
e i LOCATING RING )
R0.50 l l
. |
T[T T -
ol A NN 1.z
] | [T ! ] bl =
o il I J oo ! f [ [ o| L
(%] e+ | [ U ol - ;%
o il ro—" i [ i HI A i 5
2 3 0 i I L R s
% &  pfes===o--oo 1 T\ boro /:__:_- _—_—_—f_-_—_—_—_—.lr
[aV] - __—___B_ 1 1 _e'_'__ = —
3 5,’ ---------- 3 L R3.2 / i i ‘l——':—_—_—_—_—_—_—_—_—__-'r o
8 ~ | ) 1 / ol qu_')
X 0 1 I =
e 3! i i o
A «© 1 1 O
l @ H "]::_—:—iﬁ -
1 I 1 1
f | i ‘ |
M6 x 1 THRU (4 PLACES) ©65.00 THRU T % 19.0
FOR SUPPORT PAD MANIFOLD EXTENSION NOZZLE o S& I NEL
CLEARANCE BORE - NI
©18.000+3:9%9 (2) TUBULAR DOWELS
—— =—5.00 MIN TO ANY

OBSTRUCTION
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Nozzle Plate Machining Detall

~ 8 8 8 8 8 o
S g 65 2 o g ¥ OPERATOR SIDE
|
ASSEMBLY TAP & TUBULAR ] T
DOWEL (LOCATIONS TOBE ™ A < DA RN Y
DETERMINED BY CUSTOMER) \e} I ] Q}ﬁ_ g g} / “\L\; {j} AW g}
| | - - I— - I e g —
A7 S —— S Il W s A MV 14
/7\*777777777777777/ T 777””7777777777"—‘{ ‘{ [ { 80.2
7 I/ NN \
T' [ | | v N
+ | e N s ~_
//'_ﬂ I } { \ } }F T\{fj
‘ ¢ ‘ ok 55.00
+ | g t . .
(%m NS IR VARN iy ey ST useo
7 | i AR
/\ | 1 | RN fiuintututte |
e NI . S I
T Lﬁlﬁﬁﬁﬁwi - C)P 7*’1——{*‘" < =Y==s—s== 15.00
_ ‘ .
f;:%] - - i( s - - 0.000
[ —— \ I .
< LIFT HOLES = 1 RYNAA A ¥\
e S S e — EE T —— 15.00 o«
Q (CUSTOMER N Ly kj) JTT 1 o
o TOSELECT [ S B g A }ng N -
O APPROPRIATE  |--—--- J . S
P SIZE & DEPTH) {/ /\ e b 45.00
£ 5 o :
9 uu : : L) 55.00
5 O — ; ﬁ} 64.546
= | | L
~ ! ! b7 71 goo
a — A | t B Al —— -
NS Nt b +
z Z Z C _
i o11.11 ST —— Y 4 s G T B
1/4-NPT MIN Q} A RN ! !
w ; ! 1 <7
w , oD L &
L il DK o
7 | | 5
O R25.4
N ; (4 PLACES) EVERY 127 TO 155mm (APPROX) OFFSET
o
%

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 251mm x 302mm mold shown.

2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

+0.000

@10.000 -0.013 CENTER LOCATING TUBULAR DOWEL

MINIMUM PLATE
THICKNESS

M12 x 1.75 &
FOR PLATE w
ASSEMBLY SCREWS <
o000 M6 x 1, 10.00 DP. T
©18.000 g 013 (2 PLACES) BOTTOM TAP MIN e
TUBULAR DOWELS (4 PLACES) o
FOR SUPPORT PADS X o e DESIGNER TO SELECT
LP (4 PLACES) o 200 MIN TOINY CHAMFERS. MAKE AS
| | © LARGE AS POSSIBLE
| | I I | ’
- N vy I R O | T ]
a & T I I 8 ) @ g z
) (%) | | = < i Tt
2 w | il Il [ | 7 x Q (] wg
[ I I 8 o o5 p QLT
o b O S P | : =] 8 8 o g 220 8
o 8T [ TN Pl l 3 e Sz 8 ) g
n N9 | Lzl - e i 7 A a
M | L [ i / T T T~ 1 » T[T o 3
o | | | [ il | | | w2
- I I iy i I o|wZ
[ [ il = — | [ N °|=%
| | | ] 1 | I 7 =z
f ] | ] | | ' | }
| M6 x 1
©6.80 THRU —1 o & o
M12 x 1.75 R3.2 9@ 2 (JRECOVER P
§1 SCREWS +0.000 ANTI-ROTATION X% Z
©8.000 “0.013 DOWEL ————= 8z I
(SHOWN OUT OF POSITION) ce O
©17.86 THRU (8 PLACES) °§:
DROP GLEARANCE HOLE =
o
NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be

12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.
2. If the manifold is to be positioned 90° to that shown, please refer to MRC3308

manifold heater channel machining drawing on page 70 for the channel location.
The four M6 taps and dowel must be rotated 90° also.
3. For inch dimensions, see pages 74-137.
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Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

BY CUSTOMER)

—

=1

NOTES:

EVERY 127 TO 155mm (APPROX)

>

OPERATOR SIDE

XXX.X

80.2

LIFT
HOLES

(CUSTOMER
TO SELECT
APPROPRIATE
SIZE & DEPTH)

@11.11
1/4-NPT MIN

10450~
(4 PLACES) ‘

©@117.48 +0.05

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 251mm x 302mm mold shown.
2. For inch dimensions, see pages 74-137.

EVERY 127 TO 155mm
(APPROX)

R25.4
(4 PLACES

=]

OFFSET

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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N A
26.52 O
o
- O
0.000 T
26.52 <
O
=
O

80.2

INSULATOR SHEET

" TAP LOCATIONS TO

BE DETERMINED BY
DESIGNER/CUSTOMER.
PLACE 1 AT EVERY
CORNER & 4 AROUND
THE LOCATING RING
(IF POSSIBLE)



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

+0.05

M6 x 1 (OPTIONAL) M12 x 1.75 & ©139.68 -0.00
ONLY NEEDED IF COUNTERBORED & FOR LOCATING RING
AN INSULATOR FOR PLATE ASSEMBLY %
SHEET REQ'D SCREWS
o
5 285.0 -
% RO.50 88 M6 x 1 WIRE COVER SCREW
M ' M8 x 1.25, 18.0 DP. MIN o
3 (2 PLACES) FOR o <
vI LOGATING RING T T
[ IR | | 5l
::I :: | 1 | il * T * b ] a4
Ly : l ' sl i by 2|=Z
a & T[T I I ! ! ! !
. & g mo—" Ji[1 i s o ©
IS} y— p <
S 5 __________ 1 1 1 1 z T <lJ )
El N 1 ! : ! '
| E | | 3 1/ R32 7 1 &
8 o Pl , S ' 7 Q
<t 1 1 Ite) I X
x i i ™ )
o Ly g S
e
N ! {
— |
| i | / 065.00 THRU t 19.0
©18.000 *29% (2 PLACES) ‘53 M6 x 1 THRU ' o WIRE
TUBULAR DOWELS = (4 PLAGES) MANIFOLD EXTENSION NOZZLE x CHANNEL
~a FOR SUPPORT PAD CLEARANCE BORE e
—=  =~—5.00 MIN TO ANY
OBSTRUCTION
www.dme.net
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Metric

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

12 Drop (30 Pitch) — Nozzle Plate Machining Detall

NOTES:

ASSEMBLY TAP & TUBULAR
DOWEL (LOCATIONS TO BE
DETERMINED BY CUSTOMER)

30.00
0.000
30.00
42.00

OPERATOR SIDE

o E— \ e [
1101 — ek omememomeeee Y A i \ &
1/4-NPT MIN E @ R q’@”;{”k”; ’T\’\*\%’"i"@jﬁ; s

; D YO B YD

[ @ F‘(25.4 J | | 0

33 4 PLACES) OFFSET

o o

o=

EVERY 127 TO 155mm (APPROX)

1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 251mm x 302mm mold shown.

2. For inch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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! ; 80.2
7 [ ‘ } 7] { 57.00
< N C> <> . Kj &ﬁ, 45.00
R ;s i
g /\ AL \Q}/&fi‘f::’*
& //_ﬁql,?LLf,,,J,,,J,,f:;‘;-, ©
< ) f\ i Vdd MR 7 7 15.00 =
£ ANV T s
v /" - - \" — N 0.000
| e DT o
E TO SE(lj_ECT L ™\ 3 fj N
APPROPRIATE ~ |------—-- LA I 0P
@ SIZE & DEPTH) {9 ; | {/ N Y | biﬁ o e 45.00
@ AR AR -
@ S N u\, L ﬁl £ 57.00
A i ¢ N L N 65.550
- ] ) [N N T
SN 80.2
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

12 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

©10.000 *0.093 CENTER LOCATING TUBULAR DOWEL

M6 x 1, 10.00 DP. ©18.000 *§.0%5 (2 PLACES)
BOTTOM TAP MIN TUBULAR DOWELS
M12 x 1.75 FOR PLATE (4 PLACES) FOR D 5.00 MIN TOANY &
ASSEMBLY SCREWS SUPPORT PADS 00 OBSTRUCTION 1§
<
x é o3 Ya CUSTOMER TO SELECT
B <P CHAMFERS. MAKE AS
LP (4 PLACES) ST ~ < LARGE AS POSSIBLE
I\\| I I [ ’ I I
. R R o L oA o
g R & | THE ff% T = 2
| | o (Bl i 3
] N G ! [ | 3 S é S g Y W I pud T s|lzd
[+ i | N | T— S« T o gl Il 1 ~=0 NsZ
™ [ I -3 - % 4 I 3%
_____ ' 0 e | - J™X i M 1 o4 =8
| 1l e I T Y i TR 2 Lz YL
| i e 1 ' . ; Wi i oz s
| i R3.2 ] LY | I J_ L L ol %
L i 1 T S 1 I | || | 5
P | | 2 D"\ et
l@ Mi2x175 6.80 THRU ow g M6 x 1
©Q  S1SCREWS LQ % T < WIRE COVER
x 3 08.000*39% ANTI-ROTATION DOWEL Xz Z SCREW
- SHOWN OUT OF POSITION LN T
( ) ©17.86 THRU HOLE ©e—= o
(12 PLACES) FOR s
DROP CLEARANCE =
Y
NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3312
manifold heater channel machining drawing on page 71 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For inch dimensions, see pages 74-137.

www.dme.net

53



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

12 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

o [9\] o [sV] o
ASSEMBLY TAP & TUBULAR DOWEL N N ] e o N o]
(LOCATIONS TO BE DETERMINED © ¥ o O © N
BY CUSTOMER)
1T T T T
IR =~ A L [ N T R B XXXX
X L
@“ A4 il B Ml A B I S R R I
|
g 4\’""""""7 T 5 PP A SRR 80.2
| | -7 =~ i i o :
| A T | i 5 —
| 1 / __‘ \ | /"\
s m b 7 = S T : 57.00
X W e - ] %)
o e RN —
VAN | e H O
71 -~ L i n O & S| 26.52
@ % : T NN 3
% | B i o Q
o e = DT T e 2
~| roes . mre—p | 7 =
b & (CUSTOMER A S e 26.52 O
E TO SELECT  |[______ J } | } } } } } |_
G| G s DePTh) . I w)
| | |
: & i il O 5700
| | \ | |
| S
! ! | R it
Dl D 80.2
s N | L ! ‘A
| |
@ /25;,,,,,: 77777 B Ly R25.4 INSULATOR SHEET
T &cbA 1 (4 PLACES) TAP LOCATIONS TO
aNPT = X x<i {0y Y BE DETERMINED BY
& | gg/ DESIGNER/CUSTOMER.
| O PLACE 1 AT EVERY
] ! o CORNER & 4 AROUND
@117.48 2005 THE LOCATING RING
EVERY 127 TO 155mm (APPROX) OFFSET  (IF POSSIBLE)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 251mm x 302mm mold shown.

2. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions

12 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

%)
L
<
N 0139.67 9%
M6 x 1 (OPTIONAL) 3z FOR LOCATING RING oo
ONLY NEEDED IF '\cﬂéﬁm'EEBORED 2 285.0 S5
x
émérg%ggﬂ FOR PLATE 23 M8 x 1.25 THRU & < M6 x 1 WIRE COVER SCREW
ASSEMBLY SCREWS\ 7 77 (2 PLACES) FOR 0 ©
~R0.50 R1.0  LOCATING RING | |
1] —
o :I I: A il ' _\_"L"_, | :I ] | : o g%
fo i L — L f | Ll _! | 2|=%
M HHERHK | : : ‘57'"[‘ TI=%
| |
g e | : :: Ak LN : ©
g A I I
i\ _____|>_ & M6 x 1 THRU | | -
] I — gl| & (4 PLACES) / 7 1R ]
3 = 85’ FOR SUPPORT PAD R3.2 | | e
T} | | <
| g % | | g
@ © | H"‘J;__'\I -
_J | R
M6 x 1 5.00 MIN 19.0 WIRE CHANNEL

(4 PLACES)
FOR SUPPORT PAD

265.00 THRU

MANIFOLD EXTENSION NOZZLE

CLEARANCE BORE

www.dme.net
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1.0 x 45°—|=—

TO ANY
OBSTRUCTION

©18.000 0o (2 PLACES)

TUBULAR DOWELS

7.00 (2 PLACES) —| -



Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Nozzle Plate Machining Detail

ASSEMBLY TAP & TUBULAR 3 8 g8 8 8 8 3
DOWEL (LOCATIONS TO BE % E E ; § § E g % OPERATOR SIDE
DETERMINED BY CUSTOMER) ‘
l <j N N T“r*‘r‘r ~N ™~
c AR 7| 7| I X7
VB\Q} Ll T SRR T gy
o B o [ f@:j:: ::;:‘:@:ﬁ:*f; TLT@ ST
== - - - — - — I— f !
A""""T/ ”””” B S N ’"’"'r’T ! i T 80.2
I AN |
N I L B RN S N I R
) 1‘3 | 1 ! (& | 3 SNapY 57.50
T | W7 '
it :i I Kl\ /\ K\ iw}% JNSLZ) L 45.00
A N A N B ==kt
: AN [ B A A
@A 7777‘?::[1? \7f\ /‘Xff\ 77777 7Lu¥ﬂv r:—J 15.00
o é ———— Jﬁ | —/ k _,/ | kJ k_/ I 4‘ I )/
":[J: e 2, \/[\/\ _ _ \ ? I - - }I_ ! - -
o J——— WP ' \ L] B 0.000
E% LIFT HOLES/ jb:q—fL*ﬁ N NI D H\ 15.00
;0 g s A DA Aoy
@ | APPROPRIATE | ____ AN Rt |
SEE O SR Oy AT sw
| |
A T T NI e
h L] 80.2
NA -~~~ N N A % o [ Jf - o ::7 b
VN S N S \\,\;}\ 1 N k
AT HH TN R E S TN AR UE IO TAS
& 4 G SRS \ﬁ/%@ﬂi/ ﬁ}
[ > )‘L,JHL 1>
‘ g_, ‘ ‘ 0o
33 R254 (4 PLACES) EVERY 127 TO 155mm OFFSET
5z (APPROX)

NOTES:

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 251mm x 302mm mold shown.

2. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

)

0O @

Q [

x i g 018.000 *9%% (2 PLAGES)
LP (4 PLACES) 'V'g X 16 10.00 DR @ e 37 TUBULAR DOWELS

BOTTOM TAP MIN NS
5 CUSTOMER TO SELECT
M12 x 1.75 (4 PLACES) ©10.000 *:88(1)8 v CHAMEERS. MAKE AS
ASSemBLY FOR SUPPORT PADS CENTER LOCATING — [ 500 MINTO ANY LARGE AS POSSIBLE
SCREWS TUBULAR DOWEL OBSTRUCTION
}

CHANNEL

T
F:
\
[
_
L]
1.0 X 45° ——{|=—
=
=
il
|

MINIMUM PLATE
THICKNESS

|
ij
!
Il
Il
1=l
1=
33.65 +0.03
10.00
(4 PLACES)
11.00
9.00
N\
\
A\
T
[t e
/i
I\
== ===
1 J—
= —
13.0
WIRE
53.65 +0.03

\
_ | I
——
IR ! T T[7 7T 1 = o
| I \ Ll [ | | 4 lﬁ I o|W z
“ i
] B = ] N e g
I ik | R !H%\To
T n %) M6 x 1
@ M12x1.75 S1 ©6.80 THRU ( @ o
L&  SCREWS @17.86 THRU HOLE 00 = WIRE COVER %
<3 +0.000 (16 PLACES) FOR x 3 Z
ok @8.000 *39% ANTI-ROTATION DOWEL DROP CLEARANCE 25 5
= (SHOWN OUT OF POSITION) ST i
=
N~
o
NOTES:

1. Wire channel depth to be 19.0 deep except when plate thickness does not provide
6.35mm steel support underneath pocket. In that case, wire channel depth to be
12.7 deep, under the pocket and then chamfered (45°) to 19.0 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3316
manifold heater channel machining drawing on page 72 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For inch dimensions, see pages 74-137.
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Metric

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Manifold Retainer Plate Machining Detaill

L

NOTES:

ASSEMBLY TAP
& TUBULAR DOWEL
(LOCATIONS TO BE

OPERATOR
SIDE '

XXX

DETERMINED BY
CUSTOMER)

EVERY 127 TO 155mm
(APPROX)

AN

XXX X

80.2

57.50

26.52

LIFT HOLES
(CUSTOMER

TO SELECT -
APPROPRIATE
SIZE & DEPTH)

011.11/ ”””

1/4-NPT
MIN

()

@117.48 +0.05

EVERY 127 TO 155mm
(APPROX)

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 251mm x 302mm mold shown.

2. Forinch dimensions, see pages 74-137.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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OFFSET

R25.4
(4 PLACES)

0.000

26.52

dT10ONn 40 401

57.50

80.2

INSULATOR SHEET
TAP LOCATIONS TO

BE DETERMINED BY
DESIGNER/CUSTOMER.
PLACE 1 AT EVERY
CORNER & 4 AROUND
THE LOCATING RING
(IF POSSIBLE)



Metric

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

+0.05

2139.67 *005
M12 x 1.75 FOR LOCATING RING
e X N OE AL COUNTERBORED _ 085.0 M6 x 1
AN INSULATOR FOR PLATE @ : 232 WIRE COVER SCREW
SHEET REQ'D ASSEMBLY & EE .
SCREWS %3 M8 X 1.25 THRU (2 PLACES) 2 p
3 ot FOR LOCATING RING b
- g3 R0.50
‘ I | { [ L2 | |
-
1l [ f [ | | | H | wZ
[ER il T N ol
@ Ll | — [ b | =
i L q-f - F—iF . Iy il AERNN . 2|5%
< i 1 1 | U L [N il 5
o o : o Ll ply L W : | :
= e | @ M6 x 1 o 2_/ ! ! :
© < | . u THRU 3. y | .
2 < ] i g (4 PLACES) .
© S ' ' S 3 FOR B 4 | M
- ' ' 9 3 SUPPORT M | b
Lo 8 o PAD | o | S
| | - i J_ ) — + L
| | | A=t
M6 x 1 (4 PLACES) / ©65.00 THRU
FOR SUPPORT PAD 19.0 WIRE CHANNEL

MANIFOLD EXTENSION NOZZLE
CLEARANCE BORE

www.dme.net
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5.00 MIN TO ANY —1
OBSTRUCTION

7.00 (2 PLACES) ——

©218.000 "% (2 PLACES)

TUBULAR DOWELS



Metric
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Rectangular Multi-Nozzle Assemblies -

Manifold Heater Layout

Manifold Thickness —
40mm
MRC3002 MRC9002
MRC4002 MRCO0004
MRC5002 MRC3302

MRC7002

Manifold Thickness —

45mm
MRC3306

Manifold Thickness —

50mm

MRC3004
MRC3308
MRC3312
MRC3316

MEN Heater Wire Channels

Alternate wire channel
for MEN Heaters

\TOP OF MOLD

/Manlfo
i

Id Heaters

/—MEN Heaters

m\ i

A
1@
R\

Alternate wire channel

for Manifold Heaters

TOP OF MOLD

\_ Horizontal Dowel Pin

Locations between
Manifold and MEN

/ MEN Heaters

Manifold Heaters

I
I
/)

D

Yi

Vertical Dowel Pin Locations J

between Manifold and MEN

NOTE: MEN and manifold heater leads
can be bent into wire channels.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric
Dimensions

MRC3002

20.0
0

45.0 MIN
51.0 MAX

44.0 MIN
50.0 MAX

P
727N
AN\ W
7

N

[N

\
\Q

MANIFOLD HEATER ON
MEN SIDE OF MANIFOLD

MANIFOLD HEATER ON
NOZZLE SIDE OF MANIFOLD

Manifold Heaters Straight
Before Bending into Wire Slot

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

é 6
| =
~
1o}
w o h I
L i
E N 72T
: I o S
© ¥ P
77N T
iy
N7
L =
I L
o i
o I\
Q 2
A5.2 REF 45.2 REF
49.2 REF 49.2 REF
DOWEL SLOT 54.1

www.dme.net
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Manifold Heaters Bent into Wire Slot

44.4 MAX



Metric

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Dimensions

MRC4002
- 2
O. Al
(e}

” ~ |2

2 =5
2 |2 3 |2
< 0

MANIFOLD HEATER ON

MANIFOLD HEATER ON
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD

Manifold Heaters Straight
Before Bending into Wire Slot

SECTION 1

45.2 REF

104.4 MAX

54.2 REF

45.2 REF

54.2 REF

54.2 REF

53.4 MAX

< 54.2 REF

DOWEL
SLOT

45.2 REF

Manifold Heaters Bent into Wire Slot

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Metric

Dimensions

MRC5002
S S
~ |3
= z
3E :
g[® 2

66.0 MAX

MANIFOLD HEATER ON
MEN SIDE OF MANIFOLD

Manifold Heaters Straight

Before Bending into Wire Slot

MANIFOLD HEATER ON
NOZZLE SIDE OF MANIFOLD

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

=
e} < e}
I V N
- h —
I-Lllj o TN
z 5 €y
[o\] | xdz
Ld T}
~ 77N
ﬁ N=2
i i
o i
X0} N~
< 0
T}
58.7 REF 58.7 REF
\/ 452 REF | 45.2 REF
DOWEL SLOT 54.1
Manifold Heaters Bent into Wire Slot
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Metric
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines
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Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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MRC9002

44.4 MAX
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46.4 MAX
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Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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MRC3004
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Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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113.4 MAX
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MRC3308
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Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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MRC3312
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Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Wire Cover Pocket Machining Details

FULL RAD —
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19.0
(17 WIRES MAX)
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19.8

IF REQUIRED
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12.7

19.0
(44 WIRES MAX)

WCO0001

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

(25 WIRES MAX)
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(32 WIRES MAX)
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12.7 < |
i ©
www.dme.net

NOTES:

Use M6 x 12mm long BHCS

and torque to 16 N.m (11.7 ft-lbs)
for each wire cover.

To facilitate assembly use 75%
of the maximum number of wires.
Nozzle heater = 2 wires;

Manifold heaters = 4 wires (total);
MEN heaters = 4 wires (total);
Nozzle thermocouple = 1 wire;
Manifold thermocouple = 1 wire;
MEN thermocouple = 1 wire.
Radius all wire channels to suit.
For inch dimensions, see

pages 74-137.
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Nozzle .
= o
Selection = _
|
< 3 r o8
) ] Com o pU
T - - =X
T o 19 =F
|:| |:| o o 9
F F O
%w [ ] Manifold Thickness
[72]
w
; g | Manifold
N % K | 1 | r —| / Configuration | Thickness
- Or I
N = Pl i All 2-Drops,
=) e 4-Drop 17x21, 1.575
S < 4-Drop 30x30
7] 6-Drop 1.772
! A ! 4-drop Inline,
8-, 12-, and 1.969
16-Drop
I ~ | \

“A” and “B” Chart for Gating Styles

Tip Information for Gating Styles

TIP TIP “T” Nozzle
Sub-Assembly CTE “T” = “A” - “B” | Applicable Sub-
Item No. Gating Style | (10-6/degF) (inch) Stellar System Assembly
Item No.
i SXY006 Standard coil heat
SXG5110 Point Gate Tip 9.72 1.3543 Standard 5 andara coll heater;
Sub-Assembly SXY0965 2.563 N/A 1.209 High performance heater
; SXY0085 Standard coil heater;
High . SXY0985 3.350 N/A 1.996 High performance heater
sxGs020 | [erformance 3.06 1.3543 High s il heater;
Point Gate Tip : : Performance SXY0105 | , 435 | N/A | 2,783 |Standard coil heater;
Sub-Assembly SXY0905 High performance heater
; SXY0125 Standard coil heater;
Pe rfgljragnce High SXY0925 4.925 N/A | 3.570 High performance heater
SXG5201 - 3.06 1.3543 SXY0145 Standard coil heater:
gSQ_JAZ(;fmTQ?y Performance SXY0945 5.712 N/A 4.358 High performance heater
SXT1040 S Gat 711 13543 Standard SXY8065 N/A 2.563 | 1.209 |Standard coil heater with snap ring
prue ate : : andar SXY8085 | N/A | 3.350 | 1.996 |Standard coil heater with snap ring
SXY8105 N/A 4,138 | 2.783 |Standard coil heater with snap ring
SXY8125 N/A 4.925 | 3.570 |Standard coil heater with snap ring
NOTE: All units are in inches. SXY8145 N/A 5.712 | 4.358 |Standard coil heater with snap ring

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch Calculations
Equations

1.

“Z” = “C” + Expansion
NOTE: The minimum “Z” dimension is 0.512 for the point gate and sprue gate.
The maximum “Z” dimension is 4.528 for the point gate and sprue gate.

. Nozzle Plate Thickness = (MT - 1.037) + “A” — “C,” thickness > 1.719, 1.915 or 2.112

(check nozzle plate machining detail).

. Expansion = Delta T (°F) x [0.00000639 x (Manifold Thickness + “B”) + CTEtip x “T”] — 0.0035 +

0.00000639 x [Tmold(°F) — 68]
NOTE: Valid for point gate tips. For sprue gate tips use the point gate nozzle plate thickness.

. Upper Support Ring Gap = (Delta T (°F) x 0.00000639 x Manifold Thickness) — 0.0011811

Where: CTE ip is the coefficient of thermal expansion of the tip
Delta T(°F) = Tmelt — Tmold (expressed in °F)
Delta T(°F) = Delta T (°C) / 1.8
“Z,” “C,” “B,” “T,” Upper Support Ring Gap, Expansion and Nozzle Plate Thickness are all
expressed in inches.

Procedure and Notes

oMb~

Calculate expansion

Calculate “C”

Calculate plate thickness
Calculate upper support ring gap

The calculations may need to be repeated in order to maintain the nozzle plate thickness requirement.
NOTE: Start with the smallest “A” dimension and increase “A” dimension as needed. This approach will generate a design
with the minimum stack height.

Design Suggestions
The most difficult area of design will be the layout of the wire channels in the nozzle plate. Please evaluate the wire channel
depth and path carefully. Three possible scenarios (1 = simplest; 2 = more difficult; 3 = most difficult):

1.

2.

If the nozzle plate thickness is >2.152 with a 1.575 thick manifold [2.348 with a 1.772 and 2.545 with a 1.969 thick manifold],
the wire channel will be 0.75 deep throughout its path.

If the nozzle plate thickness is 1.929 to 2.152 with a 1.575 thick manifold [2.126 to 2.348 with a 1.772 and 2.323 to 2.545
with a 1.969 thick manifold], the wire channel will be 0.75 deep throughout its path, but the wire channel cannot cross under
the support pad taps because the screws will protrude into the wire channel.

. If the nozzle plate thickness is 1.719 to <1.929 with a 1.575 thick manifold [1.915 to <2.126 with a 1.772 thick and

2.112 to <2.323 with a 1.969 thick manifold], the wire channel will be .50 deep underneath the manifold clearance pocket.
The wire channel can be 0.75 deep only outside of the pocket. Also, the wire channel cannot cross under the support pad taps
because the screws will protrude into the wire channel.

In order to avoid scenarios 2 and 3, choose the next longer “A” dimension, which will increase the stack height by approximately 0.787in.

www.dme.net
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2-Drop (30 Pitch) — Nozzle Plate Machining Detall

<
ASSEMBLY TAP & TUBULAR °,3 S
- o

DOWEL (LOCATIONS TO

0.0000
0.610
7

OPERATOR SIDE

BE DETERMINED
BY CUSTOMER) N
%
|
L | £
}:{ **************** . N>
— + —_ -_— ===
A T — i
e I —E==== 1.94
ay o L | -
ﬁ ,,,,, . : ﬁ
_— |
c T _ . - =F 0.886
= o : ARONN
. ] T 0.591
ogl | e J 77
= 8 F====71 _ _ _ ]
oa / |l 0.0000
,,,,, 2 \
& <| LFT HOLES i ettt 2 T U . U o S i s 0354
& | (CUSTOMER TO SELECT B - ‘ 0.886
APPROPRIATE SIZE Il N 0.9030
&DEPTH) [ ————— | ISR
b "\7\ | -
N NB | S 1.94
g Y
D 7 | a4
1/4-NPTMIN | /1 {} | @ N
|
NS |
| LT @ o)
gt, @ 31#5&0'58) ‘ SEE NOTE 2 ©
<
x g EVERY 5 TO 6.1in OFFSET
o (APPROX)
=N

NOTES:
Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 7-7/8" x 11-7/8" mold shown.

If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.

For metric dimensions, see pages 10-73.

1.

2.

3.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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2-Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 0.394 DP. BOTTOM TAP MIN & — —0.197 MIN TO ANY OBSTRUCTION
(4 PLACES) FOR SUPPORT PADS 0 +0.0000
_ % 82;3’?2; 00008 @0.7087 *$3992 (2 PLACES) TUBULAR DOWELS
@ T LOCATING

~ o % & E%?,\l,JEL,_AR @ 1/2 - 13 FOR PLATE ASSEMBLY SCREWS

8 < o o 5}

3 x = * 03 CUSTOMER TO SELECT

5 LP(4PLACES) 3 < o NE CHAMFERS. MAKE AS

& S e ) oo LARGE AS POSSIBLE
a ] { S T ‘
o} ' ' | | | T
2 R N N M 1 o |w
5 | ror1n 3 3 S R N o
« _ [T < [ @ HHE T 1 ws &|29
9 - N N T ° Ly L(b TR BEE S|s2

i 171 I I
M I I T NN T T o O ': i doioggg
3 | | Il Il Fmfrh I Il Ll LI | I olwZ ST
E ax ! SE Cotty T olgf  TZF
o | | I I =i : : | o e dhl p §§ s
: ! I AT RO.13 H | : | - | | | o
1/2-13 ©0.268 THRU —  ft=— I N W \l)/IV?R>I<E1 .
S1 SCREWS M} = COVER &
©0.3150 *3:5992 ANTI-ROTATION DOWEL ——f  {=— ] 3 < SCREW
(SHOWN OUT OF POSITION) e e
©0.703 THRU HOLE (2 PLACES) =
FOR DROP CLEARANCE
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 1.719 and 1.843, water line between heater channels
must be made smaller to ensure 0.197 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC3002
manifold heater channel machining drawing on page 125 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For metric dimensions, see pages 10-73.
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2-Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

EVERY 5.0 TO 6.1in (APPROX)

ASSEMBLY TAP & TUBULAR DOWEL o 3 S I o <
(LOCATIONS TO BE DETERMINED =2 2 2 = &
BY CUSTOMER)
XX.X
[ 194
—
+ N\ WANES
ND 5 n U
=
O -
w2 LIFT HOLES — ! 0.000 T
{ ? #<| (CUSTOMER <
NP w TO SELECT |
o APPROPRIATE 1.044 o
SIZE & DEPTH) 5
1.94
- o047 INSULATOR SHEET TAP
1/4-NPT MIN
" (LOCATIONS TO BE
DETERMINED BY
; O CUSTOMER).
\ 5 PLACE 1 AT EVERY
x & R1.50 M CORNER AND 4 AROUND
% 0 : ©4.625 20,002 THE LOCATING RING
SQ (4 PLACES) OFFSET  (F PoSSIBLE).
T
=5

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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2-Drop (30 Pitch) - Manifold Retainer Plate Machining Detail (continued)

+0.002

@ @5.499 900
% FOR LOCATING RING
o
= @3.35 N
M12 x 1.75 ro gs M6 x 1
M6 x 1 (OPTIONAL) COUNTERBORE x M8 x 1.25, 0.71 DP. MIN e WIRE COVER
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AN INSULATOR ASSEMBLY SCREWS g o LOCATING RING S o
SHEET REQ'D l /—R0.0ZO ‘ ‘
T : ! 1 ! i
[ 1 1 T T I 1 wZ
1 L | i I T g+
> (B = T el ik SIEE
g Ny ] ro0s — bl it Ak A ©
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1 1 1 1
T
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M6 x 1 THRU (4 PLACES) MANIFOLD EXTENSION NOZZLE N
FOR SUPPORT PAD CLEARANCE BORE S ©0.7087 30005 (2 PLACES)
TUBULAR DOWELS
—— =—10.197 MIN TO ANY
OBSTRUCTION
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2-Drop (40 Pitch) — Nozzle Plate Machining Detail

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

1.78

1.78

OPERATOR SIDE

BY CUSTOMER) \
el N 7
o b @@ ]
L L |
AN 4
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o i L 1.142
& R - < 0.984 o
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8 eyt 0.0000
al N\
= LIFT HOLES I, SU R I P SN I e e B =
N (CUSTOMERTO | ______ T — B 787
i SELECT S : 8-8328
W|  APPROPRIATE  |--____ - S 1.220
i | SIZE & DEPTH) G} “tl} N
T 543
;:i ””””””””””””” | b -4
< 7 e +
G037 /Er ****************** 1
1/4-NPT MIN ! !
S & €
- 0
~ o}
El @ SEE NOTE 2
S0 OFFSET
<7 EVERY 5 TO 6.1in (APPROX)
o
N
NOTES: e~
1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 7-7/8" x 11-7/8" mold shown.
2. If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.
3. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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2-Drop (40 Pitch) — Nozzle Plate Machining Detail (continued)
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g f / 1
o 8 3 5 s
= = @ 4 wZ E
g ) =i - | @3l ¥ 4
: 4 / u / o o=0 )
z ~
: | i ou2 -
o RO.13 =TT S i S =
i | | : | - | S
- M6 x 1
172213 20.268 THRU—1  f~— o 0
S = g WIRE COVER SCREW
©0.3150 *39392 ANTI-ROTATION DOWEL ——  |=— <
(SHOWN OUT OF POSITION) S
©0.703 THRU HOLE «
(2 PLACES) FOR = 0.197 MIN TO ANY OBSTRUCTION
DROP CLEARANCE 3
S
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be

0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.

CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 1.719 and 1.843, water line between heater channels
must be made smaller to ensure 0.197 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC4002
manifold heater channel machining drawing on page 126 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For metric dimensions, see pages 10-73.
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Inch
Dimensions

2-Drop (40 Pitch) — Manifold Retainer Plate Machining Detail

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

1.78
1.044

0.000

1.044

1.78

OPERATOR SIDE

ASSEMBLY TAP & TUBULAR
DOWEL (LOCATIONS TO BE
DETERMINED BY CUSTOMER)

L]

| JAN
@y 1
N

c

©

ox

FO

off -

N z LIFT HOLES _—

%% =  (CUSTOMERTO
NP > SELECT

APPROPRIATE
SIZE & DEPTH)

: 00437 — |
1/4-NPT MIN
. L o
J | °
@4.625 +0.002 OFFSET

0.04 x 45° —
(4 PLACES)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

EVERY 5.0 TO 6.1in (APPROX)

R1.50 (4 PLACES)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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2.13
o
1.044 A o
_ M
0.000 =
1.044 —
)
213
INSULATOR SHEET

TAP LOCATIONS TO

BE DETERMINED BY
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PLACE 1 AT EVERY
CORNER & 4 AROUND
THE LOCATING RING
(IF POSSIBLE)



Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (40 Pitch) - Manifold Retainer Plate Machining Detail (continued)

M12 x 1.75 COUNTERBORE R 35.499 tg.ggz
FOR PLATE ASSEMBLY SCREWS & -
Q FOR LOCATING RING
3
a
N 23.35 o
M6 x 1 (OPTIONAL) % 88 M6 x 1
ONLY NEEDED IF :: M8 x 1.25, 0.71 DP. MIN ?o‘ WIRE COVER
AN INSULATOR % 3 (2 PLACES) FOR N 9 SCREW
SHEET REQ'D S P LOCATING RING =] =]
‘ /—R0.0QO ‘ ‘
K T :| i
L L
:: :: i | i I f ’ ET ||: | :I: ﬁ o
vi7 : - S i LB SE
[CH] T _/ w o TR
i | | Roos HE L —Hy
= N o e ",“\: o &_—_—_—_—_—_—_—_—;
% _______|>_ : : \ / ¥ Pl AN
| S i i A RO.13 7 | | N A I .
™ 1 1 S Q / 1 1 [to}
: I | AEEE P
pos <
1 1 © o 1 1 2
| | ~ S | 1 0
! | - l ! L"':::::'_lﬁ e
[ 1 1 1
}— ! | ! |
! * — | 0.75
& WIRE
. Q @2.559 THRU c.o% CHANNEL
:l; Sj) MANIFOLD EXTENSION NOZZLE N&
LEARANCE BORE > Q|
S s M6 x 1 THRU (4 PLACES) © e ©0.7087 *3:9%%5 (2 PLACES)
o< FOR SUPPORT PAD TUBULAR DOWELS
0.197 MIN TO ANY

OBSTRUCTION
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Nozzle Plate Machining Detall

EVERY 5 TO 6.1in
(APPROX)

NOTES:

Yo 8 o
R 23R8 § K OPERATOR SIDE
-~ <33 oS o
DX T
| T I ah
S5 | 21 N
ASSEMBLY TAP & | i NERSN
TUBULAR DOWEL @ L] @
(LOCATIONS TO BE !
DETERMINED BY  f=s - ————————————— R I R R s BT R B 5
T - - T - - T
CUSTOMER) 74N N —— R P i et ettt o | ! N PPy
o~ D N
o\ nE ]
| | |
77777 | I /b\
AN (R o = i
— TR - | vy o\
N R —— Y I s o A A
,,,,, AN T ~ ~
F=====5- /T\) _ - C) N A - [/ -
i B = RN LN 0.0000
LIFT HOLES/ M7 N g e B
(CUSTOMER TO - ‘ [\/ o 0984 R
SELECT / ; - 5y 19492 ©
APPROPRIATE ! ] Sk 1.280
SIZE & DEPTH) | i @
| ] n E — P
4 \ '

J0.437
1/4-NPT MIN

|
| ——

>

4

b -

&
&

.04 x 45° a[—
(4 PLACES)

EVERY 5 TO 6.1in

(APPROX)

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 7-7/8" x 11-7/8" mold shown.

2. If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.

3. For metric dimensions, see pages 10-73.

O

‘\SEE NOTE2 ° OFFSET

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Nozzle Plate Machining Detail (continued)

©0.3937 *3:3%%% CENTER LOCATING
TUBULAR DOWEL

M6 x 1, 0.394 DP. BOTTOM TAP MIN @
(4 PLACES) FOR SUPPORT PADS (Uj 0.197 MIN TO ANY OBSTRUCTION
2
- & = . o 00.7087 33352 (2 PLACES) TUBULAR DOWELS
[To] Lo]
3 L < < S}
;/EA}QS FOR ,1‘ - %’ X X ©3 CUSTOMER TO SELECT
LP (4 PLACES) ASSEMBLY 2 2& | 8§ S NS CHAMFERS. MAKE AS
@ SOREWS S o= | o | | LARGE AS POSSIBLE
Q \
I 1] T !
3 e T - f a4z / oW
~ Conlom ? 5 T r1 i z . |ko
DS N ffon i | 3 | e P 45> |: il jj wZ 3 ég
H I [ | cIS g
M T I i : I | s(| T = g %—?R': :' 7 y 2?5 o %5
= b ] i ~ AT ! i Z SIES
S Ly N | | Ol 4L i e =T
| | o
-1— ! | | || || _t T : Jl}i [ 5 =
[
M6 x 1
o pos T k Q ©0703 THRUHOLE &0 WIRE COVER &
S1 SCREWS w : 2 SCREW o
©0.3150 *3:93%2 % (2 PLACES) FOR =z
ANTI-ROTATION DOWEL - DROP CLEARANCE 3L
(SHOWN OUT OF a cO
POSITION) o
<
X
o
[aV]
o
p=;

NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 1.719 and 1.843, water line between heater channels

must be made smaller to ensure 0.197 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC5002
manifold heater channel machining drawing on page 127 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For metric dimensions, see pages 10-73.
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

0 g 8 3 © >
N 9 S S N <
- - o - - X
L] i
. L H—1— XXXX
ASSEMBLY TAP & TUBULAR —|
DOWEL (LOCATIONS TO BE
DETERMINED BY CUSTOMER)
/AR ot
A Lt::—::k 231
iy A 1.044A 0
§ ) o
& : — {1
0.000
iy LIFT HOLES k =
¢ (CUSTOMER TO SELECT - @)
r APPROPRIATE SIZE 1.044 ‘e
& DEPTH) (@)
oxX {}
o2 (@ PLACES) (r——— 291
/N 0 & Se—
\ >
=y ©0.437 ]
iTh 1/4-NPT MIN INSULATOR SHEET
" TAP LOCATIONS TO
{f/ BE DETERMINED BY
*************** “~1  DESIGNER/CUSTOMER.
O PLACE 1 AT EVERY

O CORNER & 4 AROUND
THE LOCATING RING

I~ EVERY 5.0 TO 6.1in (APPROX) OFFSET  (IF POSSIBLE)

0.04 X 45° — e~
(4 PLACES)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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2.375 +0.001

Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (50 Pitch) — Manifold Retainer Plate Machining Detail (continued)

WIRE
CHANNEL

6)\ 0.002
i 05.499 +00
M12 x 1.75 COUNTERBORE g FOR LOCATING RING
FOR PLATE ASSEMBLY SCREWS e
< 23.35 o
M6 x 1 (OPTIONAL > 5 Mo x !
x1( ) x M8 x 1.25, 0.71 DP. MIN 77 WIRE COVER
ONLY NEEDED IF o X ; g 0 SCREW
o (2 PLAGES) FOR q 9
AN INSULATOR 2 3 R0.020 LOCATING RING S S
SHEET REQ'D © ‘ / ‘ ‘
R ! ] B | 1
o || o)
- 1IN, l 1 L 1 5
& ¢ T rots—" |4 [ Y
L ' P L4l ol
é __________ P ,\\\ C IR -FXE=======d]
o A N 1 / ! ! —('—:—— —=
P | I | 5 o RO.13 / i i ‘:-—!—_—_—_—_==—_—_—_—__-[ °
Q | I S Q / 1 1 o
X b 9 X ' 4 Lol M
< I I — < ! ! ()]
o 1 1 ™ o 1 1 o)
S I I ~ = ! ! =]
i i - L ! }_f':::::ﬂﬁ
I 1 : 1 I 1 : 1
| |
} } ©2.56 THRU ‘ ) | \?V(F?E
MANIFOLD EXTENSION NOZZLE 5 CHANNEL
ylc?ﬂxéUTPHPFé)UR(T4 IEALSCES) CLEARANGE BORE e
Na
N
0.197 MIN TO ANY oy ©0.7087 “5.0005 (2 PLACES)
OBSTRUCTION TUBULAR DOWELS
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) — Nozzle Plate Machining Detall

NOTES:

0.04 x 45° —
(4 PLACES)

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 7-7/8" x 11-7/8" mold shown.

2. If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.

3. For metric dimensions, see pages 10-73.

EVERY 5 TO 6.1in (APPROX)

ASSEMBLY TAP & TUBULAR <8 S o
DOWEL LOCATION TO BE R 358 8 & @
DETERMINED BY CUSTOMER) - 864 S g - OPERATOR SIDE
1] Il [l
T ?g bl yan
SE @> ik KD SE)
[ @ L @
| | L
| |
| |
v ,,,,,,,,,,,,,, - L1 R I ) | 5
AN A P 1 A gy S 7 S
‘ 1 = -+ 250
< Pt 1 YT Ce==== '
) Fany iR P’ <= Jany
e \L | | | | \L
o | | | ! ( . )
% @ L C> : } _ 1.378
< /J\ [ 1 ! N Y mn L
£ s :::\; ****** ~ - ‘K G \\1 ; | ; /A\\ /A\\ 1.063 'Ci)
3 N ~37 R SR N B R I A\ S it
o e, } } Jary vy ) [
0 s & ) TR \\ 0.0000
& LIFT HOLES == ] N e s = 0.354
i (CUSTOMER TO —+- - - ‘ € / - 0.8196
&) SELECT APPROPRIATE I 7 ‘{/o n .063
SIZE&DEPTH [~~~ / b i B yan 1.378
@ AR / L XL
» i &
R1.50 < il cc====] 550
e (4PLACES) | LT ___ T - NI I ——
>§ T —___ ] _____ ‘
00.437/7 7} i 7} (
1/4-NPT MIN
D e R e @
! | | [ | |
ﬁ%{ } SO A=t L) g
M Kl Il 1K N O
I (6]
SEE NOTE 2 OFFSET

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) — Nozzle Plate Machining Detail (continued)

20.3937 *3:99%2
M6 x 1, 0.394 DP. BOTTOM TAP MIN CENTER LOCATING
(4 PLACES) FOR SUPPORT PADS TUBULAR DOWEL
)
3) 0.197 MIN —~{ {~— _
> 3 TO ANY 2
@ T OBSTRUCTION % oo
B 8) o . J 20.7087 *3332 (2 PLACES) TUBULAR DOWELS
1/2 — 13 FOR PLATE S é o Q o
ASSEMBLY SCREWS - =3 x % 2 CUSTOMER TO SELECT
& LP(4PLACES) & > S = S CHAMFERS. MAKE AS
@ S S = { * LARGE AS POSSIBLE
O 1
I I Il 1l i
é AN Y= o ' k—:-\—ﬁ"‘h—, ]
Sl rtg ! | 0| 2 2 Ly W B
Q TN o S RS w25 RLE HES S
VI ool J TN M N 1 320 o
X TN T I Iy 1T T[T =T 4 MR Ty o =
3 T | Ly N i | il L4 i e =
© Iy | L4 - ma T | L4 i NIEZ T
[ | RO.13 ik ] \ . 1%
| . .
1‘/2 y ©0.268 THRU — 1: LL \— M6 x 1
N ©0.703 THRU HOLE S WIRE COVER SCREW
S1 SCREWS ©0.3150 3 4880 ———— 2 PLACES) FOR e

ANTI-ROTATION DOWEL
(SHOWN OUT OF POSITION)

DROP CLEARANCE

0.020 x 45° (2 PLACES)—{—— *
0.50 WIRE CHANNEL

NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 1.719 and 1.843, water line between heater channels
must be made smaller to ensure 0.197 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC7002
manifold heater channel machining drawing on page 128 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For metric dimensions, see pages 10-73.
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (70 Pitch) — Manifold Retainer Plate Machining Detail

OPERATOR SIDE

ASSEMBLY TAP & < o < g
TUBULAR DOWEL R 3 § & R %

(LOCATIONS TO BE
DETERMINED BY

CUSTOMER)

h o XXX.X

\ —1 [ 4
: » T kit
! —=——=—t—2.50

R ———
_I
iy c /\ 1.044 %
o | g, f &3 S
(O3

5 °F ) | M £ ] T
©&|  LIFTHOLES - | L 0.000 =

M &< (CUSTOMERTO ] ‘ ‘
N W | SELECT APPROPRIATE 1 oaa O
W | sizE&DEPTH) : 5

cr———1 250

e : -
) 90.437/ L X

1/4-NPT MIN

|~ INSULATOR SHEET

TAP LOCATIONS TO

é/ BE DETERMINED BY

€ -"7  DESIGNER/CUSTOMER.

‘ O PLACE 1 AT EVERY

L i O  CORNER & 4 AROUND
4625 10002 THE LOCATING RING

EVERY 5.0 TO 6.1in (APPROX) OFFSET  (IF POSSIBLE)

.

)

0.04 x 45°—f
(4 PLACES

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions

2-Drop (70 Pitch) - Manifold Retainer Plate Machining Detail (continued)

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

+0.002

25.499 *0.00
g FOR LOCATING RING
3
M12 x 1.75 COUNTERBORE e
FOR PLATE ASSEMBLY SCREWS = @38.35 8o M6 x 1
o) 5O
M6 x 1 (OPTIONAL) M M8 x 1.25, 0.71 DP. MIN % \évchéaE\?vOVER
ONLY NEEDED IF N (2 PLACES) FOR N ©
AN INSULATOR 23 LOCATING RING 2 o
SHEET REQ'D | RO.020 ‘ ‘
m T el 2
i i i I T ! T Rz
— [ i i i i o Slz<
L T J| I, ]
@ 9 i /‘ ! A i 5
3] | R0.04 I : —
g i ! : , : DN
S T |3 H /'__IF ——eL oS,
T o - ——— > 1 \— _(_:_'__.___r
cu'\; o Ve i é o R0.13 / | P | °
o <t 1 =] Q 1 / 3
x 1 ,_H x x
s (] < o))
S | b
= i I = I 3
I | I | Co
©2.56 THRU 0.75 \(Ijvll-milNEL

M6 x 1 THRU (4 PLACES)
FOR SUPPORT PAD

MANIFOLD EXTENSION NOZZLE
CLEARANCE BORE
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~—0.197 MIN TO ANY

OBSTRUCTION
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) — Nozzle Plate Machining Detail

1.78

(LOCATIONS TO BE DETERMINED

ASSEMBLY TAP & TUBULAR DOWEL
BY CUSTOMER) \

N o ()]

~Oo o [se]
ok & R N
oo o S -

OPERATOR SIDE

6} @ é@
NA -ttt
7
2.90
_ $‘t 1.772
5 £y 1.378
[ 4 N S —— N .
VAN TN
o —- -
< T N
o |ty 0.0000
O LIFT HOLES oo _
© (CUSTOMER A o o
> TO SELECT bk e S 0.9746 3
@ APPROPRIATE SIZE | —--—- Pany 1.378
> &DEPTH) N o
Jan :
L
- | 2.90
NA -ttt
©0.437 ZAN S - 1
1/4-NPT MIN /A
]
oS
T s 0
R1.50 ‘ SEE NOTE 2 ©
(4 PLACES) OFFSET

0.04 x 45° —
(4 PLACES)

NOTES:
Wire channel, drop configuration, water lines, leader pins, and assembly

1.

2.

3.

screws shown as example only. 7-7/8" x 11-7/8" mold shown.

EVERY 5 TO 6.1in (APPROX)

If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.

For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 0.394 DP. BOTTOM TAP MIN

MINIMUM PLATE
THICKNESS

nn
(4 PLACES) FOR SUPPORT PADS § g 20.3937 *$33% CENTER LOCATING TUBULAR DOWEL
AN
g 5 o b 5 i
8 T 29 Y 00.7087 *99%0 ) CUSTOMER TO SELECT
= 1/2 - 13 FOR 5 39 g (PLACES) Eé CARGE AS POSSIBLE
_ & LP(4PLACES) PLATE ASSEMBLY 2 S8 S TUBULAR DOWELS Ny
b e SCREWS S S S | P
% T T f - -
AL L= | - —7'—\—r‘|—, /
2 (17 l_: :_l | 2 3 i z 5
o T I I < ] T I I m S
© | :. | : o ° L3 | 4 AN Bl > _15.§§ &
: C _ii it 1V I 7 T T ] =T / 1 -+ T o ° o v,:
s T oLy Efoafao | it I ws -
= gy [T RO.13 = S T k4 ! RICZ
‘ T | n | | S|=T
f T T | i | : : o
| |
©0.268 THRU — g © M6 x 1
1/2-13 e { WIRE COVER SCREW
S1SCREWS ©0.3150 30008 ———————— i: Q&S S
ANTI-ROTATION DOWEL S20
(SHOWN OUT OF
POSITION) ©0.703 THRU HOLE —| |~ 0.197 MIN TO ANY OBSTRUCTION
(2 PLACES) FOR
DROP CLEARANCE
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 1.719 and 1.843, water line between heater channels
must be made smaller to ensure 0.197 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC9002
manifold heater channel machining drawing on page 129 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For metric dimensions, see pages 10-73.
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Inch

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2-Drop (90 Pitch) — Manifold Retainer Plate Machining Detail

L

NOTES:

< o
ASSEMBLY TAP & TUBULAR DOWEL © 3 <] §  OPERATOR SIDE %
(LOCATIONS TO BE DETERMINED - = S = %
BY CUSTOMER)
77777 XX
,,,,,,,,,,,,,,,,,,,, E ~a i
_ ‘/
7777777777777777777777777777777777777777777777 1 | (
' | 2
LN ey
\\\ } } Ci ] i
N | —
RN @)
I ) -U
A R 1.044 ZX
T RIS (B o
\ i \ 1 / Tl
- H "i —— . =
[l |
LIFT HOLES/ ] - AN 0.000 O
(CUSTOMER TO SELECT / L / =
APPROPRIATE SIZE RUE 1.044 ()
&DEPTH) [~ //1 ‘
I |
£ 7 e @
— / !
© ford w i | (o iiniiatind
8 | ==
o S B S SOy S D ’
Ny .. - 2 R1.50 (4 PLACES)
or = . (e A I
w 1/4-NPT MIN ; INSULATOR SHEET
> - / TAP LOCATIONS TO
777777777777777777777 LN BE DETERMINED BY
fo3 {,i’f/ DESIGNER/CUSTOMER.
O PLACE 1 AT EVERY
‘ ‘ o CORNER & 4 AROUND
©4.625 +0.002 OFFSET  THE LOCATING RING

0.04 x 45° ——[—*

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.
2. For metric dimensions, see pages 10-73.

EVERY 5.0 TO 6.1in
(APPROX)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch

Dimensions

2-Drop (90 Pitch) — Manifold Retainer Plate Machining Detail (continued)

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

0.002
@5.499 0
@ FOR LOCATING RING
M12 x 1.75 COUNTERBORE %
FOR PLATE ASSEMBLY SCREWS T
= 23.35 N
o g8
M6 x 1 (OPT|ONAL) N i M8 x 1.25, 0.71 DP. MIN ?O"D
ONLY NEEDED IF 5= (2 PLACES) FOR & %?R’ECOVER
AN INSULATOR s 2 LOCATING RING S
SHEET REQ'D i /_R0_020 ‘ SCREW
T T rt = —
: : D L N
| | f 1 |: 1 B ~lCcZ
%) i i N i o o ol=$
2 : e ik 5
_ 2 i R0.04 I . L b
8 & i i i [
? N i i i
[Te] -~ —
5 o . 5| & { e ]
N M : sl X RO.13 | a : : 2
<t 1 - =~ 1 1 x
[=) | 2 < ! ! 3
i ; = P b S
| | i | |
} } / | 0.75
WIRE
M6 x 1 THRU (4 PLACES) @2.56 THRU CHANNEL

FOR SUPPORT PAD

MANIFOLD EXTENSION NOZZLE

CLEARANCE BORE
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(2 PLACES)

~=—0.197 MIN TO ANY

OBSTRUCTION

20.7087 *39% _ (2 PLACES)
TUBULAR DOWELS



Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Nozzle Plate Machining Detall

ASSEMBLY TAP & TUBULAR DOWEL

(LOCATIONS TO BE DETERMINED o w3, o
BY CUSTOMER) Ry 8388 5 R OPERATOR SIDE
— o o O O o —
N
2.06
<
VAN AN
o 0.945 R
< 0413 9
c
= == -
© 121 0.0000
O | LIFTHOLES _— 0413
| (CUSTOMER TO '
E SELECT 0.945
w | APPROPRIATE
&1 | SIZE & DEPTH) 1.4589
- 2.06
NA T
20.437
1/4-NPT MIN
o i N¥ 9]
|
. ‘ (0]
W @ R1.00 (4 PLACES)J — SEENOTE2  — OFFSET
[To}
M EVERY 5 TO 6.1in
Iz (APPROX)
;<
NOTES: e~
1. Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 7-7/8" x 11-7/8" mold shown.
2. If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.
3. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Nozzle Plate Machining Detail (continued)

M6 x 1, 0.394 DP. BOTTOM TAP MIN

7)
(4 PLACES) FOR SUPPORT PADS ol —=| }=—0.197 MIN TO ANY OBSTRUCTION
7 2 2
8] = 20.3937 3999 ‘5’
= L o o CENTER z
=] _ <t
k& XSSE:\ASBFS%(P:;AELES x = X #8‘;’3{',1? o @0.7087 *3.0%% (2 PLACES) ,— CUSTOMER TO SELECT
5 g 3 8 DOWEL N TUBULAR DOWELS CHAMFERS. MAKE AS
5 2 LP (4 PLACES) T . = T LARGE AS POSSIBLE
w 1
% T T T I T /
AN ——|-= (I k——__—7l\—r o w
o (T T 3 3 [ e 2 |5,
o S [ oo < @ T s wz B33
r | A T | = S 95 A | R LT SISE
< e e e N R ' J N 25 28
” =2 g==4 = T = o AT . o 0 =g
= I ! | B m ~sSQ
3 p (I S i | ! !.'\IIJ_ il il olwZ N33
= [ T Lot Ta s | 10 Lles ZF
| T R —/ 'Ii | | Lg= L 3|22 s
f Ll . R0.13 ||| : |—/ : | f | : | o 1
1 D w Mex1
1/2-13 00.268 THRU bR g £ WIRE COVER 8§
S1 SCREWS x 553 ZZ SCREW e
L —— S7 2%
ANTI-ROTATION DOWEL gy
(SHOWN OUTOF - 554 703 THRU HOLE
POSITION) (4 PLACES) FOR
DROP CLEARANCE
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If plate thickness is between 1.719 and 1.843, water line between heater channels
must be made smaller to ensure 0.197 minimum condition.

3. If the manifold is to be positioned 90% to that shown, please refer to MRC0004
manifold heater channel machining drawing on page 130 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

4. For metric dimensions, see pages 10-73.

www.dme.net

97



Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Manifold Retainer Plate Machining Detall

ASSEMBLY TAP & TUBULAR DOWEL © § § ‘g* © OPERATOR SIDE X
(LOCATIONS TO BE DETERMINED =2 S 2 = %
BY CUSTOMER) |
\
\_‘ £—t— XXX
&>
s - 206
< —
%2 ol A\ A\ O
Van o 1.044 X3
PN <C
< O
& s - - T
©
O| LFTHOLES — F 0.000 =
/) E|  (CuSTOMER
5 S| ToSsELECT O
\’ >|  APPROPRIATE 1.044 —
|  SIZE & DEPTH) w,
o
2.06

EVERY 5.0 TO 6.1in (APPROX)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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7N
e 20.437 A INSULATOR SHEET
1/4-NPT MIN / TAP LOCATIONS TO
BE DETERMINED BY
o DESIGNER/CUSTOMER.
[ O  PLACE 1 AT EVERY
I ! \ U o CORNER & 4 AROUND
@ 014,625 R1.0 THE LOCATING RING
o W 029 0,002 (4 PLACES) OFFSET (IF POSSIBLE)
x5
g o
o3



Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (17x21 Pitch) — Manifold Retainer Plate Machining Detail (continued)

@ 05.499 *0.9%
M12 x 1.75 COUNTERBORE % FOR LOCATING RING
FOR PLATE ASSEMBLY SCREWS ' 03.35
N . So
% 3s
M6 x 1 (OPTIONAL) N M8 x 1.25, 0.71 DP. MIN 2 ©
ONLY NEEDED IF N (2 PLACES) FOR S & M6 x 1
AN INSULATOR o 3 LOCATING RING S c WIRE COVER
SHEET REQ'D o T R0.020 l l SCREW
T T T T T T |
Py : | HEER IR
il | i | l i i b f '—f ERET T Rz
N I N S N ' U AR i S|z%
5| 9 T rooa—" Tt il L i S
- 3 | | : il vl LUy )
§ @  pfes====---o ! ,\' ! v oL b e N i
o _ | ! N
5 P . \ o | B —
__________ 1 1 S w 1 1 [t I o
2 E Loy < : 1 4 Lo E
1 1 - < 1 1
=} I I Q S I I o
S ] S bl 3
l b ! | Lo
} } | . | 0.75
@2.56 THRU 0 WIRE
: 0 CHANNEL
M6 x 1 THRU (4 PLACES) MANIFOLD EXTENSION NOZZLE ©S
FOR SUPPORT PAD CLEARANCE BORE NE 0000
S ©0.7087 *5:9%, (2 PLACES)
TUBULAR DOWELS
—={ |=—0.197 MIN TO ANY
OBSTRUCTION
www.dme.net
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Nozzle Plate Machining Detall

ASSEMBLY TAP & TUBULAR

£
© ~
05
Fr
O
o
X
L
>
L
NOTES:

DOWEL (LOCATIONS TO BE s - 8 - <
DETERMINED BY CUSTOMER) R 53 8 38 R OPERATOR SIDE
’Br o i a o
L* L+ —|— Il HL . L+
NP S | REIh %i N @ N
Bl {B‘ vk T \{9‘
=2 — — — J‘ }7 ,ZT,L,i‘ 277177777 ,{777 7,’LL,,,A< e ,;A
,,,\/T _ _ _ Z _ :\ I s =
N I
N @ 1.94
| \\\ \4/ @
/ 5 ! 1.122
‘\ \\\ ///Tp*\\ ///T}\\
B 1 \,,,{A/ oLl (591
| e 7 e
! L 1,/ Y,/ ! ﬁ
- L - . _—
! L \ 0.0000
LFTHOLES —— | - \\
(CUSTOMER TO | i S == 0.591 4
SELECT APPROPRIATE N S
SIZE & DEPTH) Saaa: 1.122
! \.Jj @ 1.2817
|
|
- e 1.94
N {—t—oifgpf
| | o |
|
00437 | L
1/4-NPT MIN ! @
|
Lo Ya
| g “ o
‘ @ R1.00 \ ©
o : SEE NOTE 2
28 (4 PLACES) OFFSET
x 3 EVERY 5 TO 6.1in (APPROX)
[a
=

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 7-7/8" x 11-7/8" mold shown.

2. If plate thickness is between 1.719 and 1.843, water line between heater
channels must be made smaller to ensure 0.197 minimum condition.

3. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Nozzle Plate Machining Detail (continued)

MINIMUM PLATE
THICKNESS

©0.3937 *3-3%99 CENTER LOCATING TUBULAR DOWEL
M6 x 1, 0.394 DP. BOTTOM TAP MIN — | 0.197 MIN TO ANY OBSTRUCTION
(4 PLACES) FOR SUPPORT PADS
- @, . & @ @0.7087 *3.999% (2 PLACES)
g 1/2-13 Q9 2 o} TUBULAR DOWELS
- FORPLATE 53 x o3 °3 CUSTOMER TO SELECT
5 & LP(PLACES) ASSEMBLY %4 2 Sa Vo CHAMFERS. MAKE AS
@ SCREWS | ox | LARGE AS POSSIBLE
< T T W f ’ / .
o A b= | k___gﬁ_’ o
o 1 :_lu I 3 s T et z .
% G T o I < « I M i_ jl = <Z( g
< | T P = °l 7 N LET 7
x —— i it J 45 1y ] 20 o
< T I Vi T [ " T[T o <
b T~ P L] 1 | | 4 K w= :
S . Polg Sl | | I i RICZ v
[ I | r | | | ,_LJ_\ S|=X
f T . ||| - | |J : | | : o
R0.13 P M6 x 1
1o 13 ©0.268 THRU | 07 I WIRE COVER
S1SCREWS xQ Z SCREW S
20,3150 +0.0000 ANTI-ROTATION S
. -0.0005 DOWEL IS} % O
Sggng?UT OF ©0.703 THRU HOLE °T &
(4 PLACES) FOR E
DROP CLEARANCE 3
o
NOTES:

1.

Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

If plate thickness is between 1.719 and 1.843, water line between heater channels

must be made smaller to ensure 0.197 minimum condition.

If the manifold is to be positioned 90% to that shown, please refer to MRC3304
manifold heater channel machining drawing on page 131 for the channel location.

The four M6 taps and dowel must be rotated 90° also.
For metric dimensions, see pages 10-73.
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Inch

Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Manifold Retainer Plate Machining Detall

< o <
ASSEMBLY TAP & TUBULAR DOWEL R 3 8 S R OPERATOR SIDE X
(LOCATIONS TO BE DETERMINED - = S - = K
BY CUSTOMER) \
4
\_‘ XX.X
{ N
s L 1904 (—)I
<
) Q A 1.044 U
£ & @)
| o
T < m
a8 = <
‘.Q_ - = -
0.000
] ol wuFr ] @)
N o| HOLES 5
N 6 | (CUSTOMER
>| TosELECT 1.044
W | APPROPRIATE
@ | SIZE & DEPTH) 1.94
7T [
{} 00.437 — ¥
14-NPT MIN INSULATOR SHEET
/ TAP LOCATIONS TO
BE DETERMINED BY
DESIGNER/CUSTOMER
I ¢ PLACE 1 AT EVERY
\ ‘ ) CORNER & 4 AROUND
THE LOCATING RING
@4.625 +0.002 OFFSET (IF POSSIBLE)

0.04 x 45° —
(4 PLACES)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 7-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

EVERY 5.0 TO 6.1in (APPROX)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30x30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

FOR SUPPORT PAD MANIFOLD EXTENSION NOZZLE
CLEARANCE BORE

5 0.002
% 25.499" 0
g FOR LOCATING RING
M12 x 1.75 COUNTERBORED o
FOR PLATE ASSEMBLY SCREWS N @3.35 8o
o 32 M6 x 1
M6 x 1 (OPTIONAL) : M8 x 1.25, 0.71 DP. MIN o WIRE COVER
ONLY NEEDED IF N+ (2 PLACES) FOR N & SCREW
AN INSULATOR © g LOCATING RING o ©
SHEET REQ'D e l R0.020 l l
T T T T T —
e T .. L i L w2
e :I |: 1 1 H I ’ i :I 1 ! r I: | :I ﬁ o=
) [ i ! i g ’ i i o s|=<
] (R o s t— 1l [ ) A, i T
O - | \ o 1 Il [ ! o
R0.04 nfn 1 1L ]
g S | | ot il HE
g N o > o
H o — ______B_ 1 j 1 p 1 1
X P — e f o & e :
o x bl s X ' 4 Lo S
o 1 ! 1 oy < I I x
= i i g = i i &
- \ L Lokt [=)
l i i l R0.13 i [
! Il ! |
T f 1 075
@2.56 THRU @ WIRE
M6 x 1 THRU (4 PLACES) : % CHANNEL
©
Na
[SRa

0.000
@0.7087 0005 (2 PLACES)
TUBULAR DOWELS

—= r=—0.197 MIN TO ANY
OBSTRUCTION
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Inch

Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Nozzle Plate Machining Detaill

NOTES:

EVERY 5 TO 6.1in
(APPROX)

©
(o]
pa ~ OPERATOR SIDE
1l
/1\ - 4l I
:\ 777777777777777777777777777 < 7%
s BN (i fututut wndudute ek BH D N A 3.28
N P O
ASSEMBLY TAP & TUBULAR 0 B Vit
DOWEL (LOCATIONS TO BE . | L | TD f\,:::q 5165
DETERMINED BY CUSTOMER) r}} ! ¢ i NN Py
A BN ! '
,,,,,, o s D
A 1:: 7777777777 J‘ \\\ } } T~ {1} ST~
] - N [ %
b g oo R e 0.591
et N ) i ] ] 4l ] ]
o 4 L 0.0000
LIFT HOLES (CUSTOMER — e A ¥\ 0591
TO SELECT APPROPRIATE S . P N = 91
SIZE & DEPTH) beebm oo oo oo 7 S @ @ ~
7777777 | e } [
| |
I w - = 1.772
- 5 | a8
@ - l o o 71N A¥E] 2.165
5 | D Y e
o Y Bl 1
o ey R S E |
< N _ _ i h
X 90437 YN oo e [ /S K
S 1/4-NPT ~ - @ RS p
Cf MIN AuEs & Ko < S
1] |
f ! 1)
EVERY 5 TO 6.1in (APPROX
n ) OFFSET

R1.00 (4 PLACES)

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Nozzle Plate Machining Detail (continued)

©0.3937 *389%9CENTER LOCATING TUBULAR DOWEL
_ ?0.7087 6.0005 (2 PLACES)
1/2 - 13 FOR PLATE M6 x 1, 0.394 DP. — ©® 2 TUBULAR DOWELS
ASSEMBLY SCREWS ao;UA%Aé ST)AP MIN M % @%
o — — 0197 MINTOANY &
LP (4 PLACES FOR SUPPORT Sa N CUSTOMER TO SELECT
( ) PADS =3y OBSTRUCTION oy CHAMFERS. MAKE AS
| o LARGE AS POSSIBLE
I I 1] 1] !
- (S I o b \—ﬁ—/ [ _
: T 2 8 AP N s
W o il [ Z =
| | x [ L -
8 O IR oy 3| 3 §§ 3| y tj N BEIT 8;@
- j Ih N I I | I ; S o S o I I S=0 %=
il | L = v /"T/-I' g] M
—— == I e A II =TT -5 Ifl < fll o MES
o | ¥ | |L| I L | % vl ik olwZ  NIZF
| | g e | i f i ~1E2 =
| b ! R0.13 | | Lo | | S|=x
| | 1 ] ] . I || — _i — ' \— ' (]
‘ & 12-13 ! ©0.268 THR o| = o M6 x 1 L,L
o @ S1SCREWS © D z WIRE ¥
NS +0.0000 x Q Z COVER ©
x g 20.3150 *5:3952 ANTI-ROTATION DOWEL o3 < SCREW
3o (SHOWN OUT OF POSITION) Sa o
=X o w
©0.703 THRU HOLE (4 PLACES) =
FOR DROP CLEARANCE >
S
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3004
manifold heater channel machining drawing on page 132 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For metric dimensions, see pages 10-73.
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Manifold Retainer Plate Machining Detail

A=

NOTES:

< < =
e 3 8 3 OPERATOR SIDE ¥
— — o — X
1
- 1AL N ALK 5— XXX.X
N i
ASSEMBLY TAP 7 AR\
& TUBULAR DOWEL Kj 3.28
(LOCATIONS TO BE
DETERMINED BY i ininiuininind
CUSTOMER) T
@ 3
7777777 A
< N\ R 4 1.044 T
:. T Y o
O X i
|c—> 8 i;;;;;:{j‘ . f . . K . . -rl
o &| LIFT HOLES —— [t ” U 0.000 =
& <| (CUSTOMER oo - o)
W | TO SELECT —- b - AR
i | APPROPRIATE Feeh oo 1 [ 1.044 —
SIZE&DEPTH) [~ \Y (W)
)
T e A e I
£ i A 1
3 [
<z @ Jan\ 3.28
5 R —
< /}i,,,,j ,,,,,, o INSULATOR SHEET
3 ‘?/g'?ung ‘ |~ TAP LOCATIONS TO
S MIN B N {534 BE DETERMINED BY
| o DESIGNER/CUSTOMER.
¥ PLACE 1 AT EVERY

EVERY 5.0 TO 6.1in (APPROX)

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 9-7/8" x 11-7/8" mold shown.
2. For metric dimensions, see pages 10-73.
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|
04.625 +0.002 j

0
R1.0 (4 PLACES)
OFFSET

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

CORNER & 4 AROUND
THE LOCATING RING
(IF POSSIBLE)



Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4 Drop (30 Pitch In-Line) — Manifold Retainer Plate Machining Detail (continued)

M6 x 1 (OPTIONAL)
ONLY NEEDED IF

AN INSULATOR @
SHEET REQ'D ("'j 05.499 tg:8g2
é FOR LOCATING RING
N
o 23.35 § 3
< co
M8 x 1.25, 0.71 DP. MIN PN M6 x 1
M12 x 1.75 YCE g- (2 P)CACES) FOR § WIRE (L{)‘
COUNTERBORED e} P LOCATING RING o COVER o
FOR PLATE ASSEMBLY o l SCREW ‘
SCREWS l
T T T 7 T T —
i i ’ i: :i u | T {I | i | |: | Lug
N ! | ! / ! :,l (| n * R * ! [ Rz
@ . . b 1y i - ! S|=%
o} T T o il R o
5 3 | : R0.04 ! . iy i
S o e R0.020 v (| !
S a | ___|>_
12 % S gl o RO.13 7 o
[+2) <t 1 1 d 0
o x o | i ! 4 <
3 b gl 3 g
; < =
= | i A e :
l P ! |
} ! } ! -
i 075 AL
@2.56 THRU Q : HANNEL
M S ELACES) MANIFOLD EXTENSION NOZZLE Eé
ol +0.000
CLEARANCE BORE N @0.7087 *09%0,
TUBULAR DOWELS
(2 PLACES)
—= =——0.197 MIN TO ANY

OBSTRUCTION
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Nozzle Plate Machining Detall

OPERATOR SIDE

ASSEMBLY TAP & TUBULAR
DOWEL (LOCATIONS
TO BE DETERMINED BY - ;
CUSTOMER) 4l % !
{ } &7 | St @
|
|
| T~
1 ,,,_f_éi,\\ ,,,,,,,
S —————————————— | 7 ;7 ///
74— JE— . ’
7| }//4 ' (\ 249
AW . N
_ < g S T
< p Yl 1518
o ™ + y——F 1 1417
E ‘ 5 ***** a f ’:" H = AN AN 1.181
% Sl E—— [N —
< T — L —
e AN
: = S
" ! 0.0000
O FrHoles — [ D < ¥\
©  (CUSTOMER S _ R ] ©
> I Ty ~
& TOSELECT [ - - TN i o
W APPROPRIATE SIZE {----- - | ¥ - 1181
i & DEPTH) " | — £+ 1516
—~ ‘ : 1.8718
@ N & | 2 N
Q T | ny T 249
o L - - A
N2 ©0.437 A N 6}
b 1/4-NPT MIN &y
M AN
: oY | &
o _
# I (e}
o
EVERY 5 TO 6.1in (APPROX) OFFSET

NOTES:

R1.00 (4 PLACES)

1. Wire channel, drop configuration, water lines, leader pins, and assembly

screws shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

©0.3937 *3-9%02 CENTER LOCATING TUBULAR DOWEL (SHOWN OUT OF POSITION)
@ — F— 0.197 MIN TO ANY OBSTRUCTION
O —
; i
o
1/2 — 13 FOR PLATE © g 20.7087 *5:5092 (2 PLACES)
ASSEMBLY SCREWS M6 x 1, 0.394 DP. % o TUBULAR DOWELS
BOTTOM TAP MIN ? o
(4 PLACES) x © CUSTOMER TO SELECT
LP (4 PLACES) FOR SUPPORT PADS I '& CHAMFERS. MAKE AS
| 2 T LARGE AS POSSIBLE
T T T T r = ‘ /
5 L——|—— ]| - \—ﬁ—/ -
| r o il =
| e : . I : L5
< o < N w S
& S || | | o 2 o & y Il Il L LRI gz
- T N ° S ;< sl ! / = U = |
- N - ull I VA | J /"'I % °=C |3
== = Tt t T y / T{TT [T 7 LA T o 5.2
| I: : y Liut | l Z_JL\ il olwz T2
[ [ N | ~EZ s
[ IR R / ik | ] S5
. Ll l Il | | :
| & ' RO.13 _/;ao 268 THRU | ! m ) - X!
2 % 1S/123_(;§EWS - a % g WIRE COVER
x5 +0.0000 Q < e SCREW
= 20.3150 *3:0008 ANTI-ROTATION DOWEL 3 5
= (SHOWN OUT OF POSITION) 5 o
=2 o
©0.703 THRU HOLE (6 PLACES) i =
FOR DROP CLEARANCE M 3
o (=]
[aV]
S
o
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3306
manifold heater channel machining drawing on page 133 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For metric dimensions, see pages 10-73.
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

BY CUSTOMER)

.

7™
N/

N
(N
EVERY 5.0 TO 6.1in (APPROX)

AN

1.94

1.044

1.044

o OPERATOR SIDE X%

2.1
XXX

i--— 0.000

UFT———

HOLES

(CUSTOMER ]|

TO SELECT

APPROPRIATE
SIZE & DEPTH)

@0.437/ o

1/4-NPT

MIN

XXX.X
= 249 =
e
1.044A O
T
. <
0.000 @)
—
1.044 O
2.49

NOTES:

-

INSULATOR SHEET
|~ TAP LOCATIONS TO
BE DETERMINED BY
o DESIGNER/CUSTOMER.
PLACE 1 AT EVERY

0.04 x 45°
(4 PLACES)

@4.625 +0.002

EVERY 5.0 TO 6.1in
(APPROX)

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 9-7/8" x 11-7/8" mold shown.
2. For metric dimensions, see pages 10-73.

9] CORNER & 4 AROUND
THE LOCATING RING
OFFSET  (IF POSSIBLE)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

6 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

n
W 05.499 '§5°
M12 x 1.75 COUNTERBORED
FOR PLATE ASSEMBLY SCREWS é FOR LOCATING RING
<
M6 x 1 (OPTIONAL) ° 03.35 S
ONLY NEEDED IF M =5 V'\CIGR)I(E 10 over
AN INSULATOR M8 x 1.25, 0.71 DP. MIN— o 0
SHEET REQ'D = 3 (2 PLACES) FOR 8 § SCREW
S T LOCATING RING S
R0.020 l l
T . : o
_ 'l ! R - |,,. : | \——*—’ 0| WZ
[%p) Wy | * o 1y ~NlEZ
& 0 ) RE R lE | o1EE
Q (@] T 1] 1 TTTTEETP [
5 3 1 R0.04 HE | T T T °
< R e N I —T T o ,_k.\:: L= ==
?I ﬁ o At 1 " /I I D — |_
2 - [ 8 - R0.13 ' ! I I
P> < = . | 1 3 IYe)
3 X | : . 4N b
S 5 Lo M
S < | | 3
- Lo |1 i =}
i EETIEY
L : | ‘ I ! |
} | / ! f | ~
o [¥p)]
M6 x 1 THRU @2.56 THRU g S;’ %gE
(4 PLACES) MANIFOLD EXTENSION NOZZLE . ©
FOR SUPPORT PAD CLEARANCE BORE g § z CHANNEL
©0.7087+99%0_(2 PLACES)
TUBULAR DOWELS
—={ |=—0.197 MIN TO ANY

OBSTRUCTION
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Nozzle Plate Machining Detall

0.0000

OPERATOR SIDE

ASSEMBLY TAP & TUBULAR ~_

I 1
DOWEL (LOCATIONS TO BE } % <: A Lo 4o LA a
DETERMINED BY CUSTOMER) w} {E‘ : | @T\%/{f g {I} j/” Ln ﬂ} < ﬁ}
| b= e ~T=
V ************** - 5‘:***’******’** e ety *’4/"/%\ //
T - - - / - - - T
AN A il s i sl . LB ] 3.16
7 I/ N \
< 0! I I D R R N A S S N\
YotV \\ Yy
(3 (-t Lo & T S 71X 2.165
| ‘ ‘ |
7R s p{\ AR L {*\T pa N 1.772
Y N N R ] —
/\ | o I R S s I — Zx o
e it Lo\ —lbk====
T } t 7/’—1‘ ‘ /\P \}\LG_E{,L, 0 R N 0.591 -U
— e 1P D : ! ' e
,,,,, -3y t
| \rk\’ Q}(\* N N B P- - i/ L. - 4 - T
i gty \ ; \ = 0.0000
< LIFT HOLES — i » N2 ER L ¥\ 0591 =
O (CUSTOMER B IR ) AT T ©
L TO SELECT [ —— Y . ATy \:é} s O
L APPROPRIATE  f--—-—- . /hf N g B —
< SizE & DEPTH < NN / . ‘
E ! (O e O
: |
8 } } ; : 2.165
o ! - 2.5412
o) P P
& ]! L 3.16
[T} —_— L !
: aa—
(18]
®0.437j Tt 1
1/4-NPT MIN @ A
f‘ﬁ
b o}
(F§11#>OLOACES) EVERY 5 TO 6.1in (APPROX) OFFSET

0.04 x 45°
(4 PLACES)

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and
screws shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

assembly

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

+0.0000

MINIMUM PLATE
THICKNESS

DROP CLEARANCE HOLE

©0.3937 -0.0005s CENTER LOCATING TUBULAR DOWEL
1/2-13 :ucfi
FOR PLATE &)
ASSEMBLY SCREWS é
100000 M6 x 1, 0.394 DP. s
©0.7087 *399% > p| AGES) BOTTOM TAP MIN by
TUBULAR DOWELS (4 PLACES) ~
FOR SUPPORT PADS x DESIGNER TO SELECT
LP (4 PLACES) o—{ |=—0.197 MIN TO ANY
g OBSTRUCTION CHAMFERS. MAKE AS
‘ ‘ o LARGE AS POSSIBLE
I I I l t
2 T e e L B}
o T | | S w0 ) Ll Z
Q @) | | = ~ w L z
g 8 | Il Il | | - x o il Twz
S S S T I I I (\I S|l o 5 | p g bsT s
N [ | | « sl @ o ) 2s5 5
NN | LINE I I - SR @ o g
2 oY | LN | | L IS ol = CI) 7 . a
x i S - 45 b
< | I & —r: : / T{mT I 1 | /—7( NI d &
S | | K fme {1 | | Il o W=z
o | | | | EEl '__f | | 7 [ _L ~IEZ
L1yt i) RS A i
L | | : ||| I _ : o
i | ©0.268 THRU —= I o| — M6 x1 |
1/2-13 R0.13 ' Q@ Y  WIRECOVER &
S1 SCREWS xQ Z SCREW (=]
+0.0000 ANTI-ROTATION og <
20.3150 Z5/0005s DOWEL ———— - g 5
(SHOWN OUT OF POSITION) (SR
o
@0.703 THRU (8 PLACES) =
o
0
1=}

NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3308
manifold heater channel machining drawing on page 134 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For metric dimensions, see pages 10-73.
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED
BY CUSTOMER)

OPERATOR SIDE

XXX.X

3.16

<
: o
o
o
g SVAN YANNY
) p B 1.044 O
_ S T
& o ] =
[ 5 RS
A > HOLES 4
A T (CUSTOMER 1.044 —
S TO SELECT W)
W APPROPRIATE
SIZE & DEPTH)
3.16
7™\
20.437 /
N INSULATOR SHEET
1/4-NPT MIN " TAP LOCATIONS TO

BE DETERMINED BY
DESIGNER/CUSTOMER.
PLACE 1 AT EVERY

ﬁ

0.04 x 45°—~
(4 PLACES)

I R1.0 (0]
i eLaces) COnNER .4 ArcUo
EVERY 5.0 TO 6.1in OFFSET (IF POSSIBLE)

(APPROX)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

8 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

+0.002

M6 x 1 (OPTIONAL) M12 x 1.75 o 5.499 0,00
ONLY NEEDED IF COUNTERBORED | O
AN INSULATOR S 2 FOR LOCATING RING
SHEET REQ'D ASSEMBLY % 3.5
SCREWS N . 8y
© = M6
< EE x 1 WIRE COVER SCREW
o M R0.020 M8 x 1.25, 0.71 DP. MIN *g
o s (2 PLACES) FOR & 9
o S LOCATING RING o o
| | l | )
T IR | L | olu2
::: :: | ! | l ! i f [ * [ 2 1554
) g | - s U o o o ;%
i T A g RN il il 5
g 55’ | | R0.04 HE i T T
sl O 0 Nemo—mmm oo [ 1 z T l:._j ~ ’_k\::: E===={
H n_ ] ; 1 : 1 1 /I 1 N _ I_
g ?’ —————————— i i é W RO.13 / "——!—.:—.—.::—_:::-[ o
ol 9 Py | S o Q
X i i o | >
3 i I ~ @
g '4'::-_::'_\_*_ - S
1 1 1 1 +
| | ] i 1
0.000 0 ©2.56 THRU : 0.75
@0.7087 "y 0005 (2 PLACES) ) M6 x 1 THRU : o WIRE
TUBULAR DOWELS Eé (4 PLACES) MANIFOLD EXTENSION NOZZLE % CHANNEL
—  }=—0.197 MIN TO ANY

OBSTRUCTION
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

d710N 40 401

EVERY 5 TO 6.1in (APPROX)

12 Drop (30 Pitch) — Nozzle Plate Machining Detall
ASSEMBLY TAP & TUBULAR ~ 2 ® g 5 3 ~
DOWEL (LOCATIONS TO BE 3 e - = T © OPERATOR SIDE
DETERMINED BY CUSTOMER) | 1
nln A
ol @
e - : 3.16
WD SN 4 U I B PN
(B N N NI,
g AL D N ar g —
2 VAN e .
< < O\ f\ atli Vs g N \ ,’// 0.591 S
= J ia,/\%_ L/ o id
© > i "z B S N 0.0000
E L'FTHOLES/ {\ N AN ,/”’”T)’)3’"’7’"""&% 0.591
CUSTOMER > - —— ‘ .
> | {oStLeaT NN . 7 NP
W| APPROPRIATE s 1@} R
| SIZE & DEPTH) / {/ C\ Q 3 i\# o —— R
/ & ] | ﬁl Wd} 2.244
Q) \\\ a AN 2.5807
777777777777777 [ - ,,,,,,T,,EF,,,,,,,,,,,/,,;,,, 3.16
S S— S — o I {
0o0.ag7 P KT f} ”””” f*\’\*\’"j‘ B @ { &
1/4-NPT MIN = X ‘ B
AN A NS B e
; TN s TN “Lﬁwo
P ; | 5
i PLACES
Li)% (4 ) OFFSET
=5

NOTES:

1.  Wire channel, drop configuration, water lines, leader pins, and assembly
screws shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

12 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

20.3937 *3:3552 CENTER LOCATING TUBULAR DOWEL

0.0000
M6 x 1, 0.394 DP. BOTTOM TAP MIN @0.7087 *5'9005 (2 PLACES)
(4 PLACES) FOR SUPPORT PADS TUBULAR DOWELS
1/2 - 13 FOR PLATE . @ 0.197 MIN @
ASSEMBLY SCREWS oy TO ANY W
<5 OBSTRUCTION 5 CUSTOMER TO SELECT
N~
o N& /" CHAMFERS. MAKE AS
LP (4 PLACES) ~y | S— T v LARGE AS POSSIBLE
I I I [ T B
e P
g r (A @ A~ ] W
e 1118 L5 el T
| - 3 - 8
N N I I S - 1 g Z J I 5LI |3y
- -—p— 1 |1 3 o= s o a4 i S=0 4|3¢
————— I N e s AN VR || J 1 4 =|38
| i SRR Lr r ! T < wz NZE
| i IR | | | | T i [ = s
| | il R0.13 |‘|“|‘| LY I I Ll Ll e §§
1 | L ||| Loy | ' ' | | | | &)
| | "\ et
& 1/2-13 00.268 THRU A LS M6 x 1
28 S1 SCREWS 2y o o WIRE COVER
< x £ ° SCREW
Z é @0.3150 33992 ANTI-ROTATION DOWEL b é Z
o [aN]
SHOWN OUT OF POSITION I
o« ( ) ©0.703 THRU HOLE sE ©
(12 PLACES) FOR &
DROP CLEARANCE =
o
v
S
NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3312
manifold heater channel machining drawing on page 135 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For metric dimensions, see pages 10-73.
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Inch
Dimensions

12 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail

ASSEMBLY TAP & TUBULAR DOWEL
(LOCATIONS TO BE DETERMINED

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

BY CUSTOMER)

e

NOTES:

2.57
1.654

1.044

1.044

1.654

OPERATOR X
SIDE g

EVERY 5.0 TO 6.1in (APPROX)

JAN

XXX.X

3.16

2.244

1.044

LIFT __—

HOLES

(CUSTOMERTO |

SELECT
APPROPRIATE
SIZE & DEPTH)

00.437/

1/4-NPT
MIN

O\m.o

@4.625 +0.002 J

EVERY 5.0 TO 6.1in (APPROX)

1. Water lines, assembly counterbores and insulator sheet taps

shown as example only. 9-7/8" x 11-7/8" mold shown.
2. For metric dimensions, see pages 10-73.

(4 PLACES) /
e

0.000

1.044

d10N 40 401

2.244

3.16

INSULATOR SHEET

TAP LOCATIONS TO
BE DETERMINED BY
DESIGNER/CUSTOMER.

O PLACE 1 AT EVERY
o CORNER & 4 AROUND
THE LOCATING RING
OFFSET (IF POSSIBLE)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

12 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

@0.7087 50605 (2 PLACES)
TUBULAR DOWELS

CLEARANCE BORE

)
1)
<
@ @5.499 *§%02
M6 x 1 (OPTIONAL) % FOR LOCATING RING 8
AN INSULATOR o nTEmmorED \ X ©03.35 S
é”é'é?%'éggR FOR PLATE 53 M8 x 1.25 THRU Q & M6 x 1 WIRE COVER SCREW
ASSEMBLY SCREWS\ S < (2 PLACES) FOR o o
| | | ~Rro.0o20 R0.04  LOCATING RING | |
f HE | | L | W
. | (il T T wlrZ
2 LH Tt R WLl _! | S5|E%
1| (NN 1] ML T
= X Iy Hn Ly Pl o
3 S | Ll Ll T1T W | :
3 S — I [
i o I _ __|>_ - ) M6 x 1 | I }
S I I— g w THRU (4 PLACES) / T ]
2 A = FOR SUPPORT PAD RO.13 | | ©
o o lan I I x
L2 3= | ol 8
| | Lopesy |3
/ ! | L |
% ) 0.75 WIRE CHANNEL
FOR SUPPGRT PAD ©2.56 THRU $ — otermn 2
MANIFOLD EXTENSION NOZZLE 3 OBSTRUCTION 40,000
> o
° o
<)
~
[aV]
o
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Inch
Dimensions

16 Drop (30 Pitch) — Nozzle Plate Machining Detail

ASSEMBLY TAP & TUBULAR ©
DOWEL (LOCATIONS TO BE o

2.264
1.772

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

0.591
0.000!
0.591

R & <o OPERATORSIDE
- [aV) [sp)

DETERMINED BY CUSTOMER) >< 1
1 2N AN ~
- RN IR \NPARR AN A\ PR NP
@\@ P Y e T (el e
= { | 0 Bl T ——7"7"— T )T 777777772 ’ll\ |
Af: 777777 . “‘//\777:777777: 777777 T T T T T T :77777L:—\ :V i 3.16
v } \\‘\\; T | } L .
e N e T P e B ey R S
ol o ' ‘ o N 2.264
iy I i i I f\ /\ f\ i : ‘{gj\:}:@}j 1.772
it RN BN NN AN RN NS
VAN LT N
3 O 4 (i o S 2
OO il Jﬁ ‘ ST P /
= A AN - - - \ ? . - n T - -
wvo [ ——— W ' \ L] o 0.0000
£ ueoes — L 4 1Dt S o
& | Seecr ——E ARNVARNVANYS Ay
APPROPRIATE ~ |_____ RIS u || | ) i ] + o ntetrt
SIZE & DEPTH) AR i } Q TN YD ] ﬂ%::‘:q o
: :
N li i i \\\/ | \\{/ \\\/o i }{%ﬁ%@ 2.264
D b\ ) O - 2.4154
7 . S S Ao
* ! // /V } // /
W L 3.16
A N B o - 7 k
0.437 o 7 %:;::J:*":::::*:ffﬁq SR SN
1/4-NPT MIN VKB @ | T {} {B <2 {}\ﬁ/ﬁgw
L D | DK
‘ ‘ 0
OFFSET

R1.00 (4 PLACES)

0.04 x 45°
(4 PLACES)

NOTES:

1. Wire channel, drop configuration, water lines, leader pins, and
screws shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

assembly

EVERY 5 TO 6.1in
(APPROX)

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Nozzle Plate Machining Detail (continued)

08
20 )
Ja s 00.7087 *55000 (2 PLACES)
2 )
LP (4 PLACES) M6 x 1, 0.394 DP. ge © ; TUBULAR DOWELS
BOTTOM TAP MIN = Na
1/2-13 (4 PLACES) 20,3937 139900 |/~ CUSTOMER TO SELECT
FOR PLATE FOR SUPPORT PADS - —— = 0.197 MIN TO ANY CHAMFERS. MAKE AS
ASSEMBLY CENTER LOCATING - LARGE AS POSSIBLE
SCREWS ’ TUBULAR DOWEL OBSTRUCTION
T T f
N e A ;
{0 L8l »| 8 ] 7 I
i 9 < @ 3 y o —r< 3
—SorTmon 8| g 8% g & /% =Y Iy 3z5 <|zd
— T 1| T °|l o S o R013\3 7 oY l o %x
===FFH . M 17 =|=sQ
a4+ | | NI T ] T ! T g o =T
I I | | ,: :\ |: ]IH/ olwZ Ngi—
AN T Bl it i 4] SEz
L L i | | N1 [T ] 5
: M6 x 1
' & 1/2-13 ©0.268 THRU 1 @ d X LL
28 S1 SCREWS 20.703 THRU HOLE 28 Z S
X9 +0.0000 (16 PLACES) FOR x g < WIRE COVER
Sa ©0.3150 g ggps ANTI-ROTATION DOWEL DROP CLEARANCE a LI) SCREW
cd (SHOWN OUT OF POSITION) 22 W
z
o
o
o

NOTES:

1. Wire channel depth to be 0.75 deep except when plate thickness does not provide
0.250in steel support underneath pocket. In that case, wire channel depth to be
0.50 deep, under the pocket and then chamfered (45°) to 0.75 deep outside the pocket.
CAUTION: Avoid wire channel interference with M6 support pad taps.

2. If the manifold is to be positioned 90° to that shown, please refer to MRC3316
manifold heater channel machining drawing on page 136 for the channel location.
The four M6 taps and dowel must be rotated 90° also.

3. For metric dimensions, see pages 10-73.
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Manifold Retainer Plate Machining Detaill

<
ASSEMBLY TAP g OPERATOR SIDE

& TUBULAR DOWEL

2.480
3.16

(LOCATIONS TO BE
DETERMINED BY ‘ T
CUSTOMER) {5@ 1 I D XXX.X
7TN N T
@7\ » 3.16
2.480
o
R £ A 1.044 Y
' ©
= O 2\ O
F O Tl
& |5 : :
w8 | LIFT HOLES 0.000 Z
R % <| (CUSTOMER @)
: + TO SELECT -1 =
T w APPROPRIATE 1.044
SIZE & DEPTH) O
E w0
T
i
R S —— |
3.16
L 20 437/ 777777777 o | INSULATOR SHEET
1ANPT , , TAP LOCATIONS TO
MIN BE DETERMINED BY
o  DESIGNER/CUSTOMER.
: PLACE 1 AT EVERY
04.625 o CORNER & 4 AROUND
-02o£0.002 THE LOCATING RING
OFFSET (IF POSSIBLE)

(APPROX)

NOTES:

1. Water lines, assembly counterbores and insulator sheet taps
shown as example only. 9-7/8" x 11-7/8" mold shown.

2. For metric dimensions, see pages 10-73.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

16 Drop (30 Pitch) — Manifold Retainer Plate Machining Detail (continued)

+0.002

©0.7087 "0.990 (2 PLACES)

TUBULAR DOWELS

OBSTRUCTION

©5.499 0%
M12x 1.75 FOR LOCATING RING
M6 x 1 (OPTIONAL) COUNTERBORED _ N M6 x 1 WIRE COVER SCREW
ONLY NEEDED IF & 23.35 .
FORPLATE  » gs
AN INSULATOR ol S8
. ASSEMBLY 28 25 ©
SHEET REQ'D ASSEMS! %2 5 9
X M8 x 1.25 THRU g g
o of (2 PLACES) S
S oX R0.020 FOR LOCATING RING | \
’ WAl | ‘ L [ | | | T |
T 7 2
2 | 1l | | i i T [T, | ez
i bHo L. g - Ly I [ [N R s|z%
o A ll R K 0 T 5
< | | I I Ly L i |
3 o | I Ll Ll kj; |
s | I @ M6 x 1 THRU A N I
o [ | X ] +
R N f | oS At o | 1
4 > (=] o &
« 3 | | 3 oo 2 o | M
S | | - S x | =
[s2] <t (]
| | < S | S
[ - ° J_ -+ =L
| | ! | =T
/ | f f
For S PPORT A ©2.56 THRU 2 0.75 WIRE CHANNEL
FOR SUPPORT PAD MANIFOLD EXTENSION NOZZLE 2 :
CLEARANCE BORE .
0.197 MIN TO ANY =1 |=— S
&
3
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Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

Rectangular Multi-Nozzle Assemblies -
Manifold Heater Layout

Manifold Thickness —
1.576in
MRC3002 MRC9002
MRC4002 MRC0004
MRC5002 MRC3302

MRC7002

Manifold Thickness — Manifold Thickness —
1.773in 1.970in
MRC3306 MRC3004
MRC3308
MRC3312
MRC3316

MEN Heater Wire Channels

Manifold Heaters

Alternate wire channel MEN Heaters
for MEN Heaters _\TOP OF MOLD i/_
i |

Lo

|
i i
T

Y
RN

. Horizontal Dowel Pin
Locations between
Manifold and MEN

Alternate wire channel MEN Heaters _
for Manifold Heaters Manifold Heaters
W\
N

|
|
I
\

Vertical Dowel Pin Locations J
between Manifold and MEN

NOTE: MEN and manifold heater leads
can be bentinto wire channels.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

1.748 MAX

Il
N~ N~
N R -
o o C
e >
<
% % = @
Z < Z|< [ ©
s |2 s |2 -
N B
= - |- o N -
2 ! 3 %
":. - 3 ‘3//)
- 77N i
PN\ W N —_
N\ T U
7//b\\\\ | f/’*\\\\ h o ] g :\\\\\
AN LA o in] )
\\\ J/l/ \\\ J/l/ as -—%/
N=7 X=2 g ~
N~ [s2}
N~ S L
% 7795 REF| 1.7795 REF
MANIFOLD HEATER ON MANIFOLD HEATER ON 1.937 REF 1.937 REF
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD
DOWEL SLOT 2.123
Manifold Heaters Straight Manifold Heaters Bent into Wire Slot
Before Bending into Wire Slot
www.dme.net
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Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

2.102 MAX

N~
[e0]
N~ N~
© S
o _
2 [2 2 2 y
= S |2
=E 5 q 2 ©]
NS QS
~ (& o o
™ o b
o o
~
R N H
L L
i m
8 [ans
§
MANIFOLD HEATER ON MANIFOLD HEATER ON «
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD 5 134 REF 5134 REF
1.7795 REF | 1.7795 REF
DOWEL
SLOT 2.13
Manifold Heaters Straight Manifold Heaters Bent into Wire Slot

Before Bending into Wire Slot

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Inch

Dimensions
MRC5002
N~ N~
] ]
o o
X >
|2 22
[ee] [e6]

MANIFOLD HEATER ON
MEN SIDE OF MANIFOLD

MANIFOLD HEATER ON
NOZZLE SIDE OF MANIFOLD

Manifold Heaters Straight
Before Bending into Wire Slot

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

>
<C
qp ¢
©
[ee] | i
. ) W |
w < w
i T
0 : l\//( \)\
o | ™ AN
N | ,\ «
~— '//"\\ \
" \g;/,“—é <,/ -
g b I\
& - )
N~ — L2
™~ ®
™ (\i .
2.311 REF 2.311 REF
\/ 1.7795 REF | 1.7795 REF
DOWEL SLOT 213
Manifold Heaters Bent into Wire Slot
www.dme.net

2.378 MAX

127




Inch

Dimensions SECTION 1
Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines
I 5 "
> N
N~ o
o | < -
e | ¢ ;
e =
s = = ' = |
Toll b = | 0 S
5 |2 2 8 TR & L TN
-4 L o 2 )] %
o X AN % s
0 10
o N &
. | ' N @
‘7/*\\“ lf/_.\\\\\ A N _ —
=7 —
N =4/ \§=;l/ Lulj </
= L
Te]
g =
™~ 0 o)
MANIFOLD HEATER ON MANIFOLD HEATER ON T N T
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD —
1.7795 REF |1.7795 REF
DOWEL SLOT 213

Manifold Heaters Straight
Before Bending into Wire Slot

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

128

Manifold Heaters Bent into Wire Slot




Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

MRC9002

5 I\
[o0] [ee]
N~ N~
S S
z|Z =z z x
S|= S| g L
Al Al
2|8 28 w gl @
=] ] W D B %
w w o~ @9 <
1 1 8 ol [e0]
N~ <
- - N N
:f/ \\\\ _ ,f/ \\\\ _ - -
\ _ ) 4 Z ) w
T W
0 s
| | l': 8
MANIFOLD HEATER ON MANIFOLD HEATER ON - &
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD |
2.902 REF 2.902 REF
DOWEL 1.7795 REF [1.7795 REF
SLOT 213
Manifold Heaters Straight Manifold Heaters Bent into Wire Slot
Before Bending into Wire Slot
www.dme.net

129



Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

1.827 MAX

3 |
©
N~ N~
@ S
=) |
2 |2 23 '
z s |= >
i ~ |» @ m <
~ | ® o | N =
N 8 o | ™ [To}
N~ A Al | N (9}
- |« w Q L
% / \ I i
1o} 1o}
g 2N | AN 8
NI oI
A SsoTN\so 2’ -
m
s m
8 o
[To]
N 38
- N
MANIFOLD HEATER ON MANIFOLD HEATER ON
MEN SIDE OF MANIFOLD ~ NOZZLE SIDE OF MANIFOLD
2.055 REF 2.055 REF 1.7795 aéF | 1.7795 REF
2.13
DOWEL SLOT
Manifold Heaters Straight Manifold Heaters Bent into Wire Slot

Before Bending into Wire Slot

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

130



Inch
Dimensions

MRC3304

N~
© I~
S N
© S
>
z|< z |2
= |2 sz
e Al | D
- |=
@ (2 2|3
7o) LN 7o LN
I "y "y "y
N2 N NN
N o N o o
\V = \V =
7o o) DR
[N} L) I > L)
K:;/’ ;4 ! =4/’ ' =4/’
MANIFOLD HEATER ON MANIFOLD HEATER ON

MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD

Manifold Heaters Straight
Before Bending into Wire Slot

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

3.756 MAX
(o)

131

w L
LIJ N SN
: \ i / | X é
0 - 5 e ! =
7 TN 7 TN 77 TN 77 TN L
E ‘ I\(/\(J/)) I\(/(J/)\ “ 10: [\(\(3/)) [\( (3/)\ U J g
D—— O
h //7 N //7 N ™ 7 N 7 N
g:) I\\§(_)%)) I\ (_3%)) % [\\§(_>é)) [\\§(_>é))
; 7)) 5 \——
™~ @ ﬁ_l_
1.937 REF | 1.937 REF 1.7795,HEF | 1.7795 REF
2.13
DOWEL SLOT
Manifold Heaters Bent into Wire Slot
www.dme.net




Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

MRC3004

—
M 5 15
o o
—_ Ix x
Z P
= < = <
= |= sS|= 6 -
- |~ o [ = L
— | 0 | e o
@Q < @© |9 L I ©
~ yQ -l o / \8 ©
3 A
3 ®
1 1 ~
| FN FN 77N 77N | 77N 77N 7N FN '\ | 77N 27N | 27N 27N
o | 0
R K o BN
MANIFOLD HEATER ON MANIFOLD HEATER ON = , N b
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD | o 1
3.276 REF 3.276 REF © \7 /
/ 1.7795 RE]
DOWEL SLOT 1.7795 REF
2.123
Manifold Heaters Straight Manifold Heaters Bent into Wire Slot

Before Bending into Wire Slot

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

132

1.602 MAX



Inch

Dimensions

MRC3306

0.787

1.772 MIN

2.008 MAX

0.787

2.165 MIN

2.402 MAX

77N PaRY 77N 77N 77N 77N
oy N " (b n [N [N bW SR
\ ’ \ Y N \ 7 \ ’ N
N=2 NE2 N=2 N=2 Ntz N=2
- H) e - (T e
U R N A
27N AN 77N 77N AN 27N
"y iy n "y S i bW "y
\ 7 ) \ b < N \ ) N7
=z 2 -z Noz sd27 NP

MANIFOLD HEATER ON

MEN SIDE OF MANIFOLD

MANIFOLD HEATER ON

NOZZLE SIDE OF MANIFOLD

Manifold Heaters Straight
Before Bending into Wire Slot

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

4.465 MAX

| . / X
L <
" / \ t . n Il x
o © Fan | iy =
N~ [ee] \\\ J/I/ \\§ J/I/ Al
8 7N TN 7N < =7 =z o
2 (e (g o) o 5
- - _ /# _ - .\’ 1\///:\\)\<>1\///J\\)\
- N7 D
LI_ /,;&\\ //*\\\ ///A\\ N=7 | =z
X2 +7Z =Z o P s
3 3 W2 e)
- ! ﬂ' B I’L\ )
N L
2.488 REF 2.488 REF ;
2.134 REF
1.937 REF 2.484
DOWEL SLOT
Manifold Heaters Bent into Wire Slot
www.dme.net

133




Inch

Dimensions

MRC3308

0.787

2.362 MIN
2.598 MAX

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

1.614 MIN [g 787
1.850 MAX

4.472 MAX

3.157 REF

77 TN 77 TN
[ [N ]
N\ T
N2 Soz
77N ey
(R 3N
V7 N
N=2 Noz

h

7
o)

v

MANIFOLD HEATER ON
MEN SIDE OF MANIFOLD

1.976 REF. 2.133 REF

MANIFOLD HEATER ON
NOZZLE SIDE OF MANIFOLD

Manifold Heaters Straight
Before Bending into Wire Slot

3.157 REF

6
AN P 7N AN
o) o) o) 'wx
‘Q:/ NZs i oot
- _ _ C,
27N e TN 2N
'\( m)) !\( o) if m) '\(\{_),‘/)
3.157 REF 3.157 REF
DOWEL SLOT

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

134

v( /( > \\)\ !(//{ by \\‘/\ x
NP AN <
I =
7N 77N f_l‘
!( o) '( o) —
Ssoz’ RN ol
_ Y _
P
il
_;’/ ZJ
I
!(//( > \\‘1 '(//{ > \\}\
NC AN
R /
\ i
1.976 REF| 2.133 REF
2.484

Manifold Heaters Bent into Wire Slot




Inch
Dimensions

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

MRC3312

m N~
o]
S @
o
™~
x S
P4 x
e <§( z|2
= s|s
o= = <
o3 0D <
« (Y o | N
-y o L - L
] 55 s O
[s2] he) L)
. 7 7
BEAIEAEN) BEAIEAEN) T BRI ES N Lt'\) B !
[ by [} bl [ by [ by [ by [} bl 1 by [ by I b) I b} b) by
‘\‘:/ ‘\‘:/’ ‘\‘:/’ ‘\‘:/’ ‘\‘:/ ‘\‘:/’ ‘\‘:/’ ‘\‘:/ (,B 24 N2a N2 ‘\‘:/’ - . P
- - - - - - - © - - - - o TS
Al $ 2 (N él,
N 27N 27N N N 27N 27N 27N | 77N 77N 77N ~ | =
APENA ) i TAPENI] deyn 77 APENA ) i 3 i 1 i N 3‘( YA i N T — — M
(N (N LN (NS (N (N LN Nod (N N (N NS RN ,><\
[T [0 ] o
SN
N e S e S e oRoHONO i OROIGES) i -
[ by [ bl [ by [ by [} b) b) b) by
WO N ) NP AN O AN N~ ‘\:} ‘\:} ! ‘\:} N o - L. -
RS RS S ~ BSOS
g K / © ‘_-\;9\ : ;9\ ‘_-‘\;9
T T
| | [e2] T
MANIFOLD HEATER ON MANIFOLD HEATER ON 3157 REF 1 3157 REF K L /
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD : } :

DOWEL SLOT

Manifold Heaters Straight
Before Bending into Wire Slot

www.dme.net

135

2.567 REF

2.567 REF

2.917

Manifold Heaters Bent into Wire Slot




Inch
Dimensions SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

MRC3316

N~ N~
o] (o0}
N ~
o < o
Z < I Z é ]
== ==
0| D [seR e}
Sk 28 %
e g / \ S
L N L !
BEOHOED SO OED i BEOHOED 2 s BEOITOES
) Rl ) ) W20 ) A ) ~ W A e ) < ~ ) Rl ) )
Te] [Te) 1
- - - - - — - - - -
27N 27N 27N 27N 27N 27N 27N 27N [ap) ,f;_‘ ,f/_‘ I ,f/_‘ ,f/_‘ C’) 27N 27N 27N 27N
Co) o) o)y o) Con o o) o) o) 9] 9] 9] 9] Co) o) to)y o)
\Q(_-J%) \Q(_-J%I Q(_-);) ‘\Q(_-);’ ;_)/ \\Q(_-J%) \\Q(_-);) ‘\Q(_-)) k‘, J k‘, J k‘, J k‘, J \\Q(_-J%) \\Q(_-J%) \\Q(_-J%) \\Q(_-J%)
_ N _ ~1_ _ N _ Fin B _ _ V)Y _ ey _ _ J4A) _ _
N\ p d - N\ pe %
:l/;_\\ :l/;_\\ H :l;_\\ :l;_\\ :’/; % :l;_\\ Vo :l;_\\ lf; _\“\q lf; _\“\q H lf; _\“\q lf; —\“h :l/;_\\ :l/;_\\ :l/;_\\ :l/;_\\
W) ) ey o) SR NI ARSI IRy w W A ) ) i W) ) ) o)
L 1
o any
”,7-\\\ ”/7-\\\ | ”/7-\\\ F -\\\ N ”,7-\\\ | ”/7-\\\ N ~ NN AN O ~ ”/7-\\\ N ”/7-\\\ N
(6] (6] (5] (5]
\\Q(_-)%) \\Q(_-)%) ‘\(_.)) \ 2) ;_-:’/ \\Q(_-)%) \\Q(_-);) \\Q(-)%) 5‘_" NoA o NS | NS ONIA _l"‘_.’ \\Q(_-);) \\Q(_-)%) ‘\(_.);) ‘\(_.);)
o \ / o I
1 1
MANIFOLD HEATER ON MANIFOLD HEATER ON 3157 REF 3157 REF 3.157 REF 3157 REF
MEN SIDE OF MANIFOLD NOZZLE SIDE OF MANIFOLD 3.508

DOWEL SLOT

Manifold Heaters Straight Manifold Heaters Bent into Wire Slot
Before Bending into Wire Slot

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

136

1.457 MAX



Inch

Dimensions

Wire Pocket Machining Details

WCO0001
0.74
—0.74
FULL RAD —
/3 .
o o)
@ a%
3 £=
M6 x 1 ou
0.53 —f=—=| oS
v
4 sk 2
| =
' wil
FE T R
0.50 9 I °s
it s <
WC0002
0.49
| 0.86
FULL RAD —|
25 R oé
\y O o §
2 [
o L o
w=
M6 x 1 orr
. 1.28 Sry
L =
(7]
T RE
)i
0.50 g I =
t o 3

SECTION 1

Stellar® Rectangular MNA Pre-Assembly Design & Machining Guidelines

0.49
—0.61
FULL RAD
<
S
3 3=
S _1 o
2
M6 x 1 8 §
0.78 o
skt
t :
i
L Ro
050 1o o=
8§ ]
i s &
WCO0003
08
0.69
FULL RAD—
A e
- ~
o —
3 5
o — 1 % E
M6 x 1 s
0.95 gs
g
o= 3
s
7]
0 LW
P N
0.50 =)
g ] =
© ®
www.dme.net

NOTES:

1.

Use M6 x 1/4" long BHCS and
torque to 16 N.m (11.7 ft-lbs)

for each wire cover.

To facilitate assembly use 75%
of the maximum number of wires.
Nozzle heater = 2 wires;

Manifold heaters = 4 wires (total);
MEN heaters = 4 wires (total);
Nozzle thermocouple = 1 wire;
Manifold thermocouple = 1 wire;
MEN thermocouple = 1 wire.
Radius all wire channels to suit.
For metric dimensions, see
pages 10-73.
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Assembly Section View

Fig. 2-1
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Inspection of the Stellar Manifold and Components

Prior to system assembly, DME strongly suggests that you complete the following inspection
and establish the procedures that will facilitate proper system assembly.
1. Ensure that all components provided are the correct part numbers and quantities.

2. Check all the supplied heaters for proper resistance in ohms (QQ) and for insufficient resistance
to ground conditions by doing the following:

e Measure each heater’s resistance and determine if they are equivalent. Record on Master Inspection Sheet.
(Insufficient resistance to ground is defined as a reading to ground of 20,000 Q or less.)

Assembly Instructions

(Refer to numbered items in Fig. 2-7 and Table 2-2.)

Nozzle Plate
1. Place tubular dowel (item 6) into center bore in the nozzle plate and the anti-rotation dowel (item 8) into the hole in the nozzle plate.

2. Place (2) tubular dowels (item 18) into bore in the nozzle plate.

3. Grind the (4) lower support pads (item 9) and center support pad (item 7) to 10.000 = 0.013mm
(grind together to ensure even height).

4. Place center support pad (item 7) concentric with the tubular dowel (item 6).
5. Attach the (4) lower support pads (item 9) into the nozzle plate pocket using the support pad screws (item 10).

Manifold
6. Place the (2) MEN locating dowels (item 13) into the manifold.

7. Attach the manifold thermocouple (item 4) on nozzle side using the manifold thermocouple screw (item 5).

8. Insert the manifold assembly (item 1) into the pocket in the nozzle plate and bend the manifold heater and thermocouple
wires into channel.

9. Measure “F” (35.00mm nominal—see Fig. 2-1) pocket depth in the manifold retainer plate. Measure “G” (25.00mm nominal) height
from the top of the nozzle plate to the top of the manifold. Grind the upper support ring (item 11) to a height that ensures there
is a gap present. The size of the gap is determined by the equation on page 11 (metric), page 75 (inch) or on the calculation table.

www.dme.net
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Assembly Instructions (continued)
(Refer to numbered items in Fig. 2-7 and Table 2-2.)

Manifold Retainer Plate
10. Attach the upper support ring (item 11) to the manifold retainer plate using the support ring screws (item 12).

11. Lower the manifold retainer plate on top of the nozzle plate as shown ensuring the proper orientation of tubular dowels (item 18) and
wire channels (the wire channels in both plates should exit at the “top of mold” side).

12. Attach the manifold retainer plate to the nozzle plate with M12 screws (item 17). Torque the screws equally to 135 N.m [100 ft. Ibs.].

Manifold Extension Nozzle (MEN)
13. If the MEN is the heated style, attach the MEN thermocouple into slot on manifold side using the MEN thermocouple screw.

14. Attach the MEN to the manifold with (4) M8 screws. Ensure proper orientation with the (2) dowels (item 13).
Torque the screws equally to 40 N.m [30 ft. Ibs.].

15. If applicable, tag the wires of the MEN thermocouple and heaters then route into the wire channel, bending as necessary.

16. Install wire covers (item 19) as needed to retain the wires in the channel of the manifold retainer plate using the
wire cover screws (item 20).

Locating Ring
17. Attach the locating ring (item 15) to the manifold retainer plate with (2) M8 flat head cap screws (item 16).

Nozzles
18. Verify gate detail dimensions as shown in Figs. 1-2 through 1-3.

19. Attach nozzles to the manifold following the steps outlined in Fig. 2-2.

20. Place the nozzle heaters, nozzle thermocouples, and snap rings on the nozzle bodies (see Fig. 2-3 through 2-6).
Tag and place wires into the wire channels.

21. Tag and place the wires of the manifold thermocouple and manifold heaters into the proper wire channels on the nozzle plate.
22. Install wire covers (item 19) to retain wires in the channels in the nozzle plate using the wire cover screws (item 20).

23. Optional: Attach an insulator sheet to the manifold retainer plate. Insulator sheet and mounting screws are not shown and
tapped holes are not provided.

24. Connect all wires to electrical connectors in the terminal mounting box. See wiring schematics, Table 2-1.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Nozzle Assembly
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Fig. 2-2

Stellar® Rectangular MNA Assembly Information
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Steps 1 through 6 (Nozzle to Manifold)

A OWN =

. Safety glasses should be worn when assembling components.
. Threads and counterbore of manifold must be clean of any plastic.
. Place nozzle body into manifold.
. Apply high temperature anti-seize compound to nut threads to prevent

galling or seizing. Use Fel-Pro C5-A or equivalent anti-seize compound.

o O

Point Gate Tip or Thru Hole Tip Sub-Assemblies

Fig. 2-2a
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Steps 7 through 11

(Tip Sub-assembly and Retainer to Nozzle)

7. Safety glasses should be worn when assembling components.
8. Threads and counterbore of nozzle must be clean of any plastic.

9. Slide tip into nozzle body.

10. Thread retainer into nozzle body.
11. Place socket tool carefully over retainer so as to not damage tip.
Torque retainer to 11.3 N.m [100 in-Ibs] using a 10mm deep well

6-point socket tool and torque wrench.

NOTE: For Thru Hole Tip follow same instructions as for Point Gate Tip.

www.dme.net
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. Hold nozzle body down by threading nut into manifold.
. Torque nut to 81 N.m [60 ft-lbs] using nut socket tool (SXW0002).

Sprue Gate Tip

Fig. 2-2b

——

S

Steps 12 through 15
(Sprue Gate Tip to Nozzle)

12. Safety glasses should be worn when assembling

components.

13. Threads and counterbore of nozzle must be clean

of any plastic.

14. Thread sprue gate tip into nozzle body.

15. Place socket tool carefully over tip so as to not
damage front surface and edge of tip. Torque tip
to 14 N.m [125 in- Ibs]. For sprue gate tip, use

socket tool (SXW0003).
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Nozzles with Standard Coil Heater and Point Gate Tip
Tip, Retainer, Heater and Thermocouple Removal Instructions
Fig. 2-3

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

2-3a

2-3b

2-3c

2-3d

2-3e

2-3f

2-3g

2-3h

2-3i

REMOVE

8mm POINT DIA.

[ _ A _ ’
jﬂ‘ M DRIFT PUNCH

10.
11.
12.

13.

. Stellar nozzle sub-assembly with tip sub-assembly (see Fig. 2-3a). Threaded style

nozzle with SXF5100 Retainer and SXT4010 tip shown. Same instructions apply to
SXT5010 or SXT5200 tips using SXF5000 Retainer.

Safety glasses and gloves should be worn when working on the mold.

Turn nozzle heater on, and set at 10-38°C (50-100°F) below set point of processing
temperature to allow for easier tip removal.

Carefully clean plastic material from around tip and retainer.

Remove retainer with 10mm deep well 6-point socket turning counterclockwise (see
Fig. 2-3b). Socket will fit over the front seal-off area when placed on retainer hex.

DO NOT DAMAGE SEAL-OFF AREA.

Carefully remove tip from retainer (see Fig. 2-3c). Inspect seal-off area for out of
roundness and/or score marks on seal area, and replace retainer if either condition
occurs. Inspect tip for any wear and replace if wear has occurred.

Clean plastic material from thread and counterbore areas in nozzle body to ensure
proper assembly (see Fig. 2-3d).

Turn off nozzle heater and disconnect heater and thermocouple leads from connectors
on mold. Allow nozzle time to cool down.

Remove heater, thermocouple and spacer from nozzle body (see Fig. 2-3e).

Measure thermocouple leads "X" (see Fig. 2-3f).

Remove thermocouple from heater end cap groove (see Fig. 2-3g).

Carefully place new thermocouple into heater end cap groove with lead coming out the
slot. Use an 8mm (5/16") point diameter drift punch by hand to spread the thermocouple
into the heater end cap groove. This will allow the heater with thermocouple to slide onto
nozzle body (see Fig. 2-3h).

Bend thermocouple lead 90° along the length of the heater (see Fig. 2-3i). Bend heater
and thermocouple leads to the correct "X" length at 90° angle to the heater. Do not
rebend rigid leads. Rebending leads can result in damage to circuit.

. Slide spacer and heater with thermocouple over nozzle body (see Fig. 2-3e).
. DO NOT LUBRICATE OR USE ANTI-SEIZE ON RETAINER THREADS.

Assemble tip into retainer.

. Thread retainer clockwise into the nozzle body and torque to 11.3 N.m (8.3ft-lbs/100

in-Ibs) using a 10mm deep well 6-point socket tool and torque wrench (see Fig. 2-3b).

. Wire heater and thermocouple leads to connectors on mold. Do not connect

thermocouple leads to electric power.

. Product may absorb moisture when cool. Use low voltage or power to drain out residual

moisture before applying full power. Failure to do so may cause damage to this product.

X NOTE: Drift Punch not supplied by DME.
Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Nozzles with Standard Coil Heater and Sprue Gate Tip
Tip, Retainer, Heater and Thermocouple Removal Instructions

Fig. 2-4

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

Fig.

2-4a

2-4b

2-4c

2-4d

2-4e

2-4f

2-49g

2-4h

REMOVE

ASSEMBLE

s

8mm POINT DIA.
jﬂ M DRIFT PUNCH

1.

(9]

o
— O © 0o N

12.

14.
15.

16.

Stellar nozzle sub-assembly with tip sub-assembly (see Fig. 2-4a). Threaded style
nozzle with sprue gate tip shown.

. Safety glasses and gloves should be worn when working on the mold.
. Turn nozzle heater on, and set at 10-38°C (50-100°F) below set point of processing

temperature to allow for easier tip removal.

. Carefully clean plastic material from around tip and retainer.
. Remove sprue gate tip with a 8mm deep well socket turning counterclockwise. Do not

damage 7mm diameter seal-off area or front molding surface (see Fig. 2-4b).

. Clean plastic material from nozzle and tip threads. Also, clean plastic material from tip

counterbore in nozzle body to ensure proper assembly.

. Turn off nozzle heater and allow to cool down (see Fig. 2-4c).

. Remove snap ring, heater, thermocouple and spacer from nozzle body (see Fig. 2-4d).
. Measure thermocouple leads "X" (see Fig. 2-4e).

. Remove thermocouple from heater end cap groove (see Fig. 2-4f).

. Carefully place new thermocouple into heater end cap groove with lead coming

out the slot. Use an 8mm (5/16") point diameter drift punch by hand to spread

the thermocouple into the heater end cap groove. This will allow the heater with
thermocouple to slide onto nozzle body (see Fig. 2-49).

Bend thermocouple lead 90° along the length of the heater (see Fig. 2-4h). Bend
heater and thermocouple leads to the correct "X" length at 90° angle to the heater.
Do not rebend rigid leads. Rebending leads can result in damage to circuit.

. Slide spacer and heater with thermocouple over nozzle body (see Fig. 2-4d).

Add snap ring.

DO NOT LUBRICATE OR USE ANTI-SEIZE ON THREADS.

Thread tip clockwise into the nozzle body and torque to 14 N.m [10.42 ft-Ibs/125
in-Ibs] using an 8mm deep well socket tool (see Fig. 2-4b).

Wire heater and thermocouple leads to connectors on mold. Do not connect
thermocouple leads to electric power.

. Product may absorb moisture when cool. Use low voltage or power to drain out

residual moisture before applying full power. Failure to do so may cause damage
to this product.

NOTE: Drift Punch not supplied by DME.
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Stellar® Rectangular MNA Assembly Information

Nozzles with High Performance Heater and Point Gate Tip

Tip, Retainer and Heater Removal Instructions

Fig. 2-5 1

Fig. 2-5a

REMOVE

Fig. 2-5b 10mm deep well

6 point socket

ASSEMBLE
Fig. 2-5¢

Fig. 2-5d

Fig. 2-5e

BLACK (+) & WHITE (-)

16.

17.

12.
13.
14.

REMOVAL HOLES
Z/ 15.
T/C WIRES,

Stellar nozzle sub-assembly with tip sub-assembly (see Fig. 2-5a). Threaded style
nozzle with SXF5000 Retainer and SXT5010 Tip shown. Same instructions apply
to SXT5200 Tip.

. Safety glasses and gloves should be worn when working on the mold.
. Turn nozzle heater on, and set at 10-38°C (50-100°F) below set point of

processing temperature to allow for easier tip removal.

. Carefully clean plastic material from around tip and retainer.
. Remove retainer with 10mm deep well 6-point socket turning counterclockwise

(see Fig. 2-5b). Socket will fit over the front seal-off area when placed on retainer
hex. DO NOT DAMAGE SEAL-OFF AREA.

. Carefully remove tip from retainer (see Fig. 2-5c). Inspect seal-off area for out

of roundness and/or score marks on seal area, and replace retainer if either
condition occurs. Inspect tip for any wear and replace if wear has occurred.

. Clean plastic material from thread and counterbore areas in nozzle body to ensure

proper assembly (see Fig. 2-5d).

. Turn off nozzle heater and disconnect heater and thermocouple leads from

connectors on mold. Allow nozzle time to cool down.

. Remove heater and spacer from nozzle body (see Fig. 2-5e).
. If the heater is hard to remove use the removal holes placed 180° apart on the

heater body (see Fig. 2-5d). Do not use the leads to pull the nozzle off.

. Bend heater and thermocouple leads only if needed to better fit in the wire

channel. For most cases, the heater leads will exit into the wire channel.
CAUTION: REPEATED BENDING OF THE HEATER AND THERMOCOUPLE
LEADS CAN FRACTURE LEAD WIRES.

Slide spacer and heater with thermocouple over nozzle body (see Fig. 2-5e).
DO NOT LUBRICATE OR USE ANTI-SEIZE ON RETAINER THREADS.
Assembile tip into retainer.

Thread retainer clockwise into the nozzle body and torque to 11.3 N.m

(8.3 ft-Ibs/100 in-Ibs) using a 10mm deep well 6-point socket tool and torque
wrench (see Fig. 2-5b).

Wire heater and thermocouple leads to connectors on mold. Do not connect
thermocouple leads to electric power.

Product may absorb moisture when cool. Use low voltage or power to drain out
residual moisture before applying full power. Failure to do so may cause damage
to this product.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)

144



SECTION 2

Stellar® Rectangular MNA Assembly Information

Nozzle Body (Threaded Style)
Removal Instructions

1. Stellar nozzle sub-assembly with tip sub-assembly (see Fig. 2-6a).
Threaded style nozzle with SXF5000 Retainer and SXT5010 Tip shown.
Instructions also apply to SXT5200 Tip.

2. Safety glasses and gloves should be worn when working on the mold.

REMOVE 3. Turn nozzle heater on, and set at 10-38°C (50-100°F) below set point of
processing temperature to allow for easier tip removal.

4. Carefully clean plastic material from around tip and retainer.

5. Remove retainer with 10mm deep well 6-point socket turning counterclockwise
(see Fig. 2-6b). Socket will fit over the front seal-off area when placed on
retainer hex. DO NOT DAMAGE SEAL-OFF AREA.

6. Carefully remove tip from retainer (see Fig. 2-6¢). Inspect seal-off area for out
of roundness and/or score marks on seal area, and replace retainer if either
condition occurs. Inspect tip for any wear and replace if wear has occurred.

7. Clean plastic material from thread and counterbore areas in nozzle body to
ensure proper assembly (see Fig. 2-6d).

8. Turn off nozzle heater and disconnect heater and thermocouple leads from

10mm deep well

Fig. 2-6b
6 point socket

ASSEMBLE
Fig. 2-6¢

Fig. 2-6d connectors on mold. Allow nozzle time to cool down.
9. Remove heater, thermocouple and spacer from nozzle body (see Fig. 2-6e€).
10. Remove nut counterclockwise with socket tool DME item no. SXW0002 (see
Fig. 2-6f).
11. Remove nozzle body from manifold.
\‘\w 12. Clean plastic materal from thread and counterbore areas in manifold to ensure
Fig. 2-6e il proper assembly.
\\ \\\“\& 18. Place nozzle body into manifold.

14. Thread nut clockwise into the manifold and torque to 81 N.m (60 ft-lbs) using
REMOVAL HOLES nut socket tool and torque (see Fig. 2-6f).

T/ WIRES, 15. Slide spacer and heater with thermocouple over nozzle body (see Fig. 2-6e).
BLACK (+) & WHITE (-) 16. DO NOT LUBRICATE OR USE ANTI-SEIZE ON RETAINER THREADS.
17. Assembile tip into retainer.
REMOVE 18. Thread retainer clockwise into the nozzle body and torque to 11.3 N.m

(8.3 ft-Ibs/100 in-lbs) using a 10mm deep well 6-point socket tool and torque

. , W / '/ SXWO0002 m wrench (see Fig. 2-6b).
Fig. 2-6f ==@)> O O 19. Wire heater and thermocouple leads to connectors on mold. Do not connect
M k \ U thermocouple leads to electric power.
20. Product may absorb moisture when cool. Use low voltage or power to drain

out residual moisture before applying full power. Failure to do so may cause
damage to this product.
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SECTION 2

Wiring Schematics

Stellar® Rectangular MNA Assembly Information

Wiring into the terminal box to be as shown in the table below.

Table 2-1
D-M-E ZONE NUMBER
LAYOUT | CONTROLLER 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18
2 DROPS 5 ZONE NOZZLE | NOZZLE |\ aniFoLD| MEN*
NOZZLE | NOZZLE | NOZZLE | NOZZLE *
4 DROPS - pe 2% 2 s4-" [MANIFOLD| MEN
NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE *
6 DROPS e 73 b3 7 e 2415 IMANIFOLD|  MEN
NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE *
8 DROPS 12 ZONE " 0 3 44 5 46 > #8  |MANIFOLD| MEN
8 ZONE NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE |NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE *
12 DROPS @ # #2 #3 #4 #5 #6 #7 #8 #9 #10 #11 #12  |MANIFOLD| MEN
16DROPS | 12 ZONE+ NOZZLE [ NOZZLE | NOZZLE |NOZZLE| NOZZLE |NOZZLE | NOZZLE |NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE | NOZZLE [ NOZZLE [ NOZZLE |\ 1\ oo ol 0o
8 ZONE # #2 #3 #a #5 #6 #7 #8 #9 #10 #11 #12 #13 #14 #15 #16

1. Designed to operate on a 230-volt supply.

2. Manifold heaters wired in parallel.

3. MEN heaters wired in parallel.
* Heated-style MEN only.

4. Thermocouple leads are black and white. White is negative (-); black is positive (+).

J TYPE THERMOCOUPLE STANDARDS

+ LEAD

STANDARD | (MAGNETIC) | -LEAD

INTERNATIONAL IEC 584-3 Black White

ASTM E230 White Red

BS 1843 Yellow Blue

DIN 43710 Red Blue

| @ | JisC1610-1981 Red White

NFC 42-324 Yellow Black

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Stellar® Rectangular MNA Assembly Information

Parts List
Fig. 2-7
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*For details, see Figs. 3-2 thru 3-6.
**For details, see Figs. 3-7 thru 3-10.
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Stellar® Rectangular MNA Assembly Information

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Parts List
Table 2-2
DESCRIPTION ITEM NO. DESCRIPTION ITEM NO. DESCRIPTION ITEM NO.
2-drop (30-pitch) manifold and 4-drop (17x21-pitch) manifold and 8-drop (30-pitch) manifold and
components sub-assembly 1 SRC3002 components sub-assembly 1 SRC0004 components sub-assembly 1 SRC3308
2-drop (30-pitch) manifold sub-assembly 1 ARC3002 4-drop (17x21-pitch) manifold 8-drop (30-pitch) manifold sub-assembly 1 ARC3308
sub-assembly 1 ARC0004
Manifold heater (top) 1 MRH0005 - Manifold heater (top) 1 MRH0008
Manifold heater (bottom) 1| MRHO005 Manifold heater (top) 1 | MRHO0005 Manifold heater (bottom) 1| MRHo013
End plugs 1 GXP3004 Manifold heater (bottom) 1 MRH0013 End plug 1 GXP3008
4-drop (30x30-pitch) manifold and
Set screws 1 GXK3008 components sub-assembly 1 SRC3304 End plugs 4 GXP3004
2-drop (40-pitch) manifold and 1 SRC4002 4-drop (30x30-pitch) manifold Set screw 1 GXK3012
components. sub-ass.embly sub-assembly 1 ARC3304 Set screws 4 GXK3008
2-drop (40-pitch) manifold sub-assembly | 1 ARC4002 Manifold heater (top) 1 MRHO0013 12-drop (30-pitch) manifold and ] SRC3312
Manifold heater (top) 1 MRH0005 Manifold heater (bottom) 1 MRHO0005 components sub-assembly
Manifold heater (bottom) 1 MRHO0013 4-drop In-line (30-pitch) manifold and 12-drop (30-pitch) manifold 1 ARC3312
End plugs 1 GXP3004 components sub-assembly 1 SRC3004 sub-assembly
Set screws 1 GXK3008 4-drop In-line (30-pitch) manifold ’ Jr— Manifold heater (top) 1 MRHO0008
- - sub-assembly Manifold heater (bottom) 1 MRH0009
2-drop (50-pitch) manifold and 1 SRC5002 )
components sub-assembly Manifold heater (top) 1 MRHO0007 End plugs 3 GXP3008
2-drop (50-pitch) manifold sub-assembly 1 ARC5002 Manifold heater (bottom) 1 MRH0007 End plugs 8 GXP3004
Manifold heater (top) 1 MRH0006 End plug 1 GXP3006 Set screws 3 GXK3012
Manifold heater (bottom) 1 MRH0013 End plugs 2 GXP3004 Set screws 8 GXK3008
End plugs 1 GXP3004 Set screw 1 GXK3010 16-drop (30-pitch) manifold and 1 SRC3316
Set screws y P—— S G 2 GXK3008 components sub-assembly
-~ o . 16-drop (30-pitch) manifold
2-drop (70-pitch) manifold and - | sacro0 6 drop (30-pitch) manifold and 1 | Ssrc3sos sub-assembly 1 | ARC3316
components sub-assembly p v .
6-drop (30-pitch) manifold sub-assembly | 1 | ARC3306 Manifold heater (top) 1| MRHO010
2-drop (70-pitch) manifold sub-assembly 1 ARC7002 .
Manifold heater (top) 1 MRHOO014 Manifold heater (bottom) 1 MRHO0011
Manifold heater (top) 1| MRH0013 P
Manifold heater (bottom) 1| MRH0013 End plugs 3 [ GXP3008
Manifold heater (bottom) 1 MRH0005 End pluas 8 GXP3004
End plug 1 GXP3006 plug
End plugs 1 | GXPaood Set screws 3 | GXK3012
End plugs 4 GXP3004
Set screws 1 GXK3008 S TS 8 GXK3008
" . Set screw 1 GXK3010
2-drop (90-pitch) manifold and 1 SRC9002
components sub-assembly Set screws 4 GXK3008
2-drop (90-pitch) manifold sub-assembly 1 ARC9002
Manifold heater (top) 1 MRH0006
Manifold heater (bottom) 1 MRH0005
End plugs 1 GXP3004
Set screws 1 GXK3008




SECTION 2

Stellar® Rectangular MNA Assembly Information

Parts List (continued)
Table 2-2

CALLOUT CALLOUT

‘ ITEM NO.

‘ ITEM NO. NO.

* Common for all Stellar nozzle sub-assemblies in each individual column.

NOTE: Items SXY8065, SXY8085, SXY8105, SXY8125 and SXY8145 for Sprue Gate only.
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NO. DESCRIPTION DESCRIPTION DESCRIPTION

Nozzle sub-assembly (A = 65) Nozzle sub-assembly (A = 65) Nozzle sub-assembly (A = 65)
(standard heater) 2-16 SXY0065 (high performance heater) 2-16 SKY0965 (standard heater) 2-16 SKY8065
Nozzle body 2-16 | SXB4068 Nozzle body 2-16 | SXB4068 Nozzle body 2-16 | SXB4068
Nozzle heater 2-16 | SHH1039 Nozzle heater 2-16 SXE1039 2 Nozzle heater 2-16 | SHH1039
Nozzle body nut* 2-16 SXE2013 Nozzle sub-assembly (A = 85) 216 SXY0985 Nozzle body nut* 2-16 SXE2013
Nozzle thermocouple 2-16 | SXC1001 (high performance heater) Nozzle thermocouple 2-16 | SXC1001
Nozzle heater stop* 2-16 | SXD6501 Nozzle body 2-16 | SXB4088 Snap ring* 2-16 | SXR1001
Nozzle sub-assembly (A = 85) 016 | sxyooss Nozzle heater 2-16 | SXE1059 Nozzle sub-assembly (A = 85) 216 | sxvsoss
(standard heater) Nozzle sub-assembly (A = 105) 216 | sxvo90s (standard heater)
Nozzle body 2-16 | SXB4088 (high performance heater) 2 Nozzle body 2-16 | SXB4088
Nozzle thermocouple 2-16 | SXC1001 Nozzle body 2-16 | SXB4108 Nozzle thermocouple 2-16 | SXC1001
Nozzle heater 2-16 | SHH1059 Nozzle heater 2-16 | SXE1079 Nozzle heater 2-16 | SHH1059
Nozzle sub-assembly (A = 105 Nozzle sub-assembly (A = 125) Nozzle sub-assembly (A = 105
(standard heater) . ) 2-16 | SXY0105 (high performance heater) 216 | SKY0925 (standard heater) . ) 216 | SKY8105
Nozzle body 2-16 SXB4108 Nozzle body 2-16 SXB4128 2 Nozzle body 2-16 SXB4108
Nozzle thermocouple 2-16 SXC1001 Nozzle heater 2-16 SXE1099 Nozzle thermocouple 2-16 SXC1001
Nozzle heater 2-16 | SHH1079 Nozzle sub-assembly (A = 145) 216 | Sxv0e4s Nozzle heater 2-16 | SHH1079
Nozzle sub-assembly (A = 125) (high performance heater) Nozzle sub-assembly (A = 125)

2-16 | SXY0125 2-16 | SXY8125
(standard heater) Nozzle body 2-16 | SXB4148 (standard heater)
Nozzle body 2-16 | SXB4128 Nozzle heater 2.16 | SXE1119 2 Nozzle body 2-16 | SXB4128
Nozzle thermocouple 2-16 SXC1001 Nozzle thermocouple 2-16 SXC1001
Nozzle heater 2-16 | SHH1099 Nozzle heater 2-16 | SHH1099
Nozzle sub-assembly (A = 145) 216 | Sxv0145 Nozzle sub-assembly (A = 145) 216 | Sxvsias
(standard heater) (standard heater)
Nozzle body 2-16 | SXB4148 2 Nozzle body 2-16 | SXB4148
Nozzle thermocouple 2-16 | SXC1001 Nozzle thermocouple 2-16 | SXC1001
Nozzle heater 2-16 | SHH1119 Nozzle heater 2-16 | SHH1119
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Stellar® Rectangular MNA Assembly Information

Parts List (continued)

Table 2-2
CALLOUT CALLOUT ‘ ‘

NO. DESCRIPTION ITEM NO. NO. DESCRIPTION QTY | ITEM NO.
3 Point gate tip sub-assembly - Standard 2-16 | SXG5110 14 Unheated MEN sub-assembly with 1 SXX1210
3 Point gate tip sub-assembly - High Performance | 2-16 | SXG5020 1/2 and 3/4 in. spherical radius
3 Thru hole tip sub-assembly - High Performance | 2-16 | SXG5201 14 Unheated MEN sub-assembly with 1 SXX2210
3 Sprue gate tip 2-16 SXT1040 15.5mm spherical radius
4 Manifold thermocouple 1 SXC2001 15 Locating ring for heated MEN 1 GXL2001
5 Manifold thermocouple screw 1 M68 LHCS Locating ring for unheated MEN 1 SXL1100
6 Tubular dowel 1 PH 10-26 16 Locating ring screws 2 M820FHCS

Modified center support 17 Plate assembly screws v M1275
7 (2-drop 30-pitch, 4-drop in-line, 6- and 12-drop | 1 SXS3011 SHCS

manifolds) 18 Tubular dowels 2 PH 18-12
7 Center support (4-drop 17x21) 0 | not possible Wire covers WC0001,
8 Anti-rotation dowel 1 DP830 19 X | wcooo2 &

Lower support pads 4 SXS3030 WC0003
10 | Lower support pad screws 4 | MB10SHCS 20 Wire cover screws X | MB12BHCS

Upper support ring 1 SXS3040 21 Nut socket tool 1 SXW0002
11 Upper support pads (extra 22 Sprue Gate Tip socket tool 1 SXW0003

12?and 1%rfdrog o 4 DR

Upper support ring screws 4 M612LHCS

12 Upper support pad screws (extra)

12- and 16-drop 4 | MBTOSHCS

13 MEN locating dowels 2 DP412
14 !-Ieated N_IEN sub_-assembly with 1/2 and 3/4 1 SXX1010

in. spherical radius

14 Heate.d MEN s.ub-assembly with 15.5mm 1 SXX2010

spherical radius

* Common for all Stellar nozzle sub-assemblies in each individual column.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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SECTION 3

Stellar® Rectangular MNA Ordering Information

Procedure

REQUIRED ORDERING INFORMATION:

1.

2.

Number of Nozzles Required:
Determine the number of nozzles required.

Gate Pitch Required:

Choose the gate pitch required. Record the manifold and components
sub-assembly item number from Table 3-1, “Sub-Assembly Parts List’;
e.g., for a 2-drop 30-pitch, the item number is SRC3002.

Manifold and Components Sub-Assembly:
Select an appropriate gating method. For quick reference see pages 5, 10 (metric),
74 (inch) or 155, “Nozzle Selection” and “Nozzle Body Information.”

Nozzle Tip or Nozzle Tip Sub-Assembly:

Determine the nozzle body sub-assembly item number required from the calculation
sheets. For quick reference see pages 10 (metric), 74 (inch) and 155. Determine
nozzle heater type: Coil Heater or High Performance Embedded Heater.

Nozzle Body Sub-Assembly:

Heated or Unheated MEN:
Specify heated or unheated MEN style (Figs. 3-7 and 3-8).

Machine Nozzle Spherical Radius:
Specify 1/2in, 3/4in, or 15.5mm

First-Time Customers Will Need:

8.
9.

Sprue Gate Tip Socket Tool (see Fig. 3-5):
Nut Socket Tool (see Fig. 3-6):

Additional ltems:

10.

11.

12.

Locating Ring:
(if required, specify GXL2001 for heated MEN or SXL1100 for Unheated MEN)
Power and Thermocouple Connectors:

(5-, 8-, and 12-zone options for up to 8-drops) (2) 8-zone for 12-drops
(1) 8-zone and (1) 12-zone for 16-drops

Combination Terminal Mounting

Box with Terminal Strip:

(5-, 8-, and 12-zone options for up to 8-drops) (2) 8-zone for 12-drops
(1) 8-zone and (1) 12-zone for 16-drops

www.dme.net
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10.

11.

12.

Worksheet

Example:

4

In-line

SRC3004

SXT1040

SXY8085

Heated

1/2in

SXWO0003

SXW0002

GXL2001

8-Zone

8-Zone




SECTION 3

Stellar® Rectangular MNA Ordering Information

Manifold and Components Sub-Assembly Section View

Fig. 3-1

MANIFOLD
RETAINER
PLATE

(1) MaNIFOLD

(2) MANIFOLD HEATER (TOP)*

(3) MANIFOLD HEATER (BOTTOM)*
(¥) END PLUGS

(s) SET SCREWS

(6) MANIFOLD THERMOCOUPLE*
(7) MANIFOLD THERMOCOUPLE SCREW
(8) MANIFOLD LOCATING DOWEL
(3) CENTER SUPPORT

(19) CENTER TUBULAR DOWEL

(1) LOWER SUPPORT PADS

(12) SUPPORT PAD SCREWS

(13) MEN LOCATING DOWEL

(1) UPPER SUPPORT RING

@ O L]

—/

NOZZLE—
PLATE

UPPER SUPPORT PADS
(12 & 16 DROP SYSTEMS ONLY)

*NOTE: Manifold heater and thermocouple bending performed at assembly.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Sub-Assembly Parts List and Iltem Numbers

SECTION 3

Stellar® Rectangular MNA Ordering Information

Table 3-1
2-DROP (30-Pitch) | 2-DROP (40-Pitch) | 2-DROP (50-Pitch) | 2-DROP (70-Pitch) | 2-DROP (90-Pitch) | 4-DROP (17x21-Pitch)
MANIFOLD AND
COMPONENTS
SUB-ASSEMBLY SRC3002 SRC4002 SRC5002 SRC7002 SRC9002 SRC0004
ITEM NO.
ITEM NO. QTy ITEM NO. QTy ITEM NO. QTY ITEM NO. QTy ITEM NO. QTY ITEM NO. QTY
Manifold
Sub-Assembly ARC3002 1 ARC4002 1 ARC5002 1 ARC7002 1 ARC9002 1 ARC0004 1
2 Manifold SXC2001 | 1 | SXc2001 | 1 | sxc001 | 1 | sxce001 | 1 | sxceo01 | 1 | sxc2o01 1
£ Thermocouple
32 Manifold
& é’ Thermocouple M68LHCS 1 M68LHCS 1 M68LHCS 1 M68LHCS 1 M68LHCS 1 M68LHCS 1
] Screw (LHCS)
[2 5]
€ @ Manifold
g %’ Locating Dowel DP830 1 DP830 1 DP830 1 DP830 1 DP830 1 DP830 1
§ 2 Center Support SXS3011 1 SXS3010 1 SXS3010 1 SXS3010 1 SXS3010 1 - -
wn
% @ Center Tubular Dowel PH 10-26 1 PH 10-26 1 PH 10-26 1 PH 10-26 1 PH 10-26 1 PH 10-26 1
o
g e Upper Support Ring SXS3040 1 SXS3040 1 SXS3040 1 SXS3040 1 SXS3040 1 SXS3040 1
-“g Upper Support Screws M612LHCS 4 M612LHCS 4 M612LHCS 4 M612LHCS 4 M612LHCS 4 M612LHCS 4
§ Lower Support Pads SXS3030 4 SXS3030 4 SXS3030 4 SXS3030 4 SXS3030 4 SXS3030 4
Lower Support Pad
Screws (SHCS) M610 4 M610 4 M610 4 M610 4 M610 4 M610 4
MEN Locating Dowels DP412 2 DP412 2 DP412 2 DP412 2 DP412 2 DP412 2
MANIFOLD
SUB-ASSEMBLY ARC3002 ARC4002 ARC5002 ARC7002 ARC9002 ARC0004
ITEM NO.
-3 ITEM NO. QTy ITEM NO. QTYy ITEM NO. QTY ITEM NO. QTY ITEM NO. QTY ITEM NO. QTY
= O
2 % f . Manifold MRC3002 1 MRC4002 1 MRC5002 1 MRC7002 1 MRC9002 1 MRCO0004 1
:% ﬁ ; gEg Manifold Heater Top MRHO0005 1 MRHO0005 1 MRHO0006 1 MRHO0013 1 MRHO0006 1 MRHO0005 1
=23 Manifold Heater
a § Bottom MRHO0005 1 MRHO0013 1 MRHO0006 1 MRHO0005 1 MRHO0005 1 MRHO0013 1

NOTE: All manifold sub-assemblies include end plugs and set screws installed.
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Stellar® Rectangular MNA Ordering Information

Sub-Assembly Parts List and Item Numbers (continued)

Table 3-1 (continued) 4-DROP 4-DROP In-line 6-DROP 8-DROP 12-DROP 16-DROP
(30x30-Pitch) (30-Pitch) (30-Pitch) (30-Pitch) (30-Pitch) (30-Pitch)
MANIFOLD AND
COMPONENTS
SUB-ASSEMBLY SRC3304 SRC3004 SRC3306 SRC3308 SRC3312 SRC3316
ITEM NO.
TEMNO. [QTY| ITEMNO. |QTY| [TEMNO. |QTY| ITEMNO. |QTY| ITEMNO. |QTY | ITEMNO. |QTY
Manifold
Sub-Assembly ARC3304 1 ARC3004 | 1 ARC3306 1 | ARC3308 | 1 ARC3312 1 ARC3316 | 1
Manifold
- Thermocouple SXC2001 1 SXC2001 1 SXC2001 1 | SXC2001 1 SXC2001 1 SXC2001 1
= Manifold
2 Thermocouple MBSLHCS | 1 MBSLHCS | 1 M68LHCS 1 | M68LHCS | 1 MB8LHCS | 1 MBSLHCS | 1
< @ Screw (LHCS)
o0
] Manifold
"5 Locating Dowel DP830 1 DP830 1 DP830 1 DP830 1 DP830 1 DP830 1
[«5]
2 S Center Support SXS3010 1 SXS3011 1 SXS3011 1 | Sxs3010 | 1 SXS3011 1 SXS3010 | 1
g; Center Tubular Dowel PH 10-26 1 PH10-26 | 1 PH 10-26 1| PH10-26 | 1 PH 10-26 1 PH10-26 | 1
o L2
@ SXS3040 1 SXS3040 | 1
E§ Upper Support Ring* SXS3040 1 SXS3040 | 1 SXS3040 1 | SXS3040 | 1
se° SXS3030 4 | SXS3030 | 4
2 M612LHCS | 4 | M612LHCS | 4
S Upper Support Screws M612LHCS 4 M612LHCS 4 M612LHCS 4 M612LHCS 4
= M610SHCS | 4 | MB10SHCS | 4
Lower Support Pads SXS3030 4 | SXS3030 | 4 SXS3030 4 | SXS3030 | 4 | SXS3030 4 | SXS3030 | 4
Lower Sufzgﬂ%gfd Screws M610 4 M610 4 M610 4 M610 4 M610 4 M610 4
MEN Locating Dowels DP412 2 DP412 2 DP412 2 DP412 2 DP412 2 DP412 2
MANIFOLD
SUB-ASSEMBLY ARC3304 ARC3004 ARC3306 ARC3308 ARC3312 ARC3316
ITEM NO.
B TEMNO. [QTY| ITEMNO. |QTyY| [TEMNO. |QTY| ITEMNO. |QTY| ITEMNO. |QTY | ITEMNO. |QTY
o
25 @ 5 Manifold MRC3304 | 1 MRC3004 | 1 MRC3306 1 | MRC3308 | 1 MRC3312 | 1 MRC3316 | 1
éf% &|  Manifold Heater (bottom) MRHO013 | 1 MRH0007 | 1 MRHO0014 1 | MRHO008 | 1 MRH0008 | 1 MRH0010 | 1
=
@ = | Manifold Heater (bottom) MRH0005 | 1 MRH0007 | 1 MRHO0013 1 | MRH0013 | 1 MRH0009 | 1 MRHOO11 | 1

*Upper support pads are required for 12- and 16-drop systems only. NOTE: All manifold sub-assemblies include end plugs and set screws installed.

154




SECTION 3

Stellar® Rectangular MNA Ordering Information

Nozzle Body Information

/O[O /O e

s s o)
=m==sssse—= V—_‘ pm—— % ————
Item Numbers for Threaded Style Standard Item Numbers for Threaded Style High Performance

Heater Nozzle Assemblies BRI AR LR CIN AR S I PER RO A (S L Heater Nozzle Assemblies BA LRI EEREY O LIRS S O L PERE A (L]

SUB-ASSEMBLY CALLOUT ITEM ITEM ITEM ITEM SUB-ASSEMBLY CALLOUT ITEM ITEM ITEM ITEM
COMPONENT NO. NO. NO. NO. NO. COMPONENT NO. NO. NO. NO. NO.

Nozzle Body SXB4068 | SXB4088 | SXB4108 | SXB4128 | SXB4148 Nozzle Body SXB4068 | SXB4088 | SXB4108 | SXB4128 | SXB4148
-SXB4xxx -SXB4xxx
Nut 2 SXE2013 | SXE2013 | SXE2013 | SXE2013 | SXE2013 Nut 2 SXE2013 | SXE2013 | SXE2013 | SXE2013 | SXE2013
Heater Stop 3 SXD6501 | SXD6501 | SXD6501 | SXD6501 | SXD6501 Heater Stop 3 SXD6501 | SXD6501 | SXD6501 | SXD6501 | SXD6501
Nozzle Heater 4 SHH1039 | SHH1059 | SHH1079 | SHH1099 | SHH1119 Nozzle Heater 4 SXE1039 | SXE1059 | SXE1079 | SXE1099 | SXE1119
Nozzle Thermocouple 5 SXC1001 | SXC1001 | SXC1001 | SXG1001 | SXC1001 NOTES: For high performance heater, thermocouple is embedded

in the heater body.

Fig. 3-3 Tip information and Gating Styles are provided
on page 5, Section 1.
[ﬁi,—J”XXXXXXXXXXXXXX"—i r
\_

[ulﬁuxxxxxxxxxxxxxx;ra

Item Numbers for Threaded Style Standard
Heater Nozzle Assemblies

SPRUE GATE ONLY SXY8065 | SXY8085 | SXY8105 | SXY8125 | SXY8145 Assembly Tools
SUB-ASSEMBLY | CALLOUT | ITEM ITEM ITEM ITEM . .
Fig. 3-5 Sprue Gate Tip ===
N"SZ)Z(E4B°"V SXB4068 | SXB4088 | SXB4108 | SXB4128 | SXB4148 Socket Tool
“SXBAxxx (SXW0003)
Nut 2 SXE2013 | SXE2013 | SXE2013 | SXE2013 | SXE2013
Snap Ring 3 SXR1001 | SXR1001 | SXR1001 | SXR1001 | SXR1001 Fig. 3-6 Nut Socket Tool w —
Nozzle Heater 4 SHH1039 | SHH1059 | SHH1079 | SHH1099 | SHH1119 (SXW0002) r=4 - S E—
Nozzle Thermocouple 5 SXC1001 | SXC1001 | SXC1001 | SXC1001 | SXC1001

www.dme.net
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(49
(49
I\.

Heated MEN Sub-Assembly

Fig. 3-7 MEN BODY
MEN SCREWS

MEN HEATERS

MEN THERMOCOUPLE

MEN THERMOCOUPLE
SCREW

i ——

COMBINATION 1/2 AND 3/4 INCH 15.5mm
SPHERICAL RADIUS SPHERICAL RADIUS
HEATED MEN
SUB-ASSEMBLY SXX1010 S$XX2010
ITEM NO.
ITEM NO. QTyY ITEM NO. Qry
= o MEN Body SXM1010 1 SXM2010 1
NOTES: E g
1. Customer to specify machine 2'2 | MEN Screws (SHCS) M860 4 M860 4
nozzle spherical radius. Proper MEN -'g 2
sub-assembly will be selected by = E VIEN H o VRH
DME to correspond with L o eaters 0012 2 0012 2
manifold sub-assembly. g é
2. Locating ring is optional and must 58 MEN Thermocouple SXC2001 1 SXC2001 1
be ordered separately. Locating -
ring item no. GXL2001 includes oy Lo MBBLH 1 MBBLH 1

two M820 FHCS.

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Unheated MEN Sub-Assembly

Fig. 3-8
@49
., \ - ! (49 MEN BODY
e - {#) MEN SCREWS
(@) e |
1 i :
COMBINATION 1/2 AND 3/4 INCH 15.5mm
SPHERICAL RADIUS SPHERICAL RADIUS
UNHEATED MEN
NOTES: SUB-ASSEMBLY SXX1210 SXX2210
. . ITEM NO.

1. Customer to specify machine

nozzle spherical radius. Proper MEN % ITEM NO. ary ITEM NO. ary

sub-assembly will be selected by = B o

DME to correspond with =3 S MEN Body SXM1210 1 SXM2210 1

manifold sub-assembly. 8BSy
2. Locating ring is optional and must § qEUg £

be ordered separately. Locating ring 585

iten no. SXL1100 includes two g | MENSorews (SHCS) M816 4 M816 4

M820 FHCS. i

www.dme.net
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Locating Rings

Fig. 3-9 Fig. 3-10
Locating Ring for Heated MEN Locating Ring for Unheated MEN

@101.35mm/3.990in @101.35mm/3.990in

©60.02mm/2.363in ©85.50mm/3.366in

4 N

@85.5mm/3.37in

@117.48mm/4.625in

5.54mm/.218in —— |=—

27.30mm/1.075in

@139.6mm/5.50in

@55.13mm/2.170in

@117.48mm/4.625in

139.6mm/5.50in

LOCATING RING ITEM NO.

For Heated MEN GXL2001
For Unheated MEN SXL1100

Questions? Call DME at 1-800-626-6653 (U.S.) or 1-800-387-6600 (Canada)
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Stellar® Micromolding Hot Runner Systems

Stellar® Hot Runner Systems - Benefits

o €

A
‘ Excellent Results with Engineering Thermoplastics

The complexity of today’s very small part molding applications demands the added
properties of high performance engineered materials. Stellar was designed for
outstanding processing of these materials. Challenging amorphous materials such as
PET or crystalline materials including PBT and PA are easily processed with the Stellar
Hot Runner System. Highly conductive tip designs and precise heat profiling in all nozzle
lengths ensure consistent processing temperatures.

Modularity Increases Application Flexibility

The Stellar Hot Runner System from DME is built on
a standardized architecture of modular components.
Key features include:

= Choice of balanced multi-nozzle assemblies (MNAs)
for stand-alone use or under a manifold for higher
cavitation molds

= Threaded nozzle connection for standard manifolds and
compression nozzle connection for custom manifolds

= Three different “A” dimensions from 65-105mm
are available for threaded style nozzles

= Six different “A” dimensions from 55-105mm
are available for compression nozzle connection

= Three interchangeable tip styles — Point Gate, Thru Hole Gate and Sprue Gate

www.dme.net
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