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4@ DISASSEMBLY DRAWING OF BADGE MOLD
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@ BADGE MACHINE INSTALLATION PROCESS
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4@ DESIGN STANDARD OF BACKGROUND PAPER

Skill: How to make the pattern correct?

Put the drawings at exactly 12 o'clock with the mold
stopper as a reference, and put the bottom cover at about
11 0'clock in mold R, make several comparison positions
of finished products and make marks on the mold.
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Batch printing :

157g coated paper,

Double-sided coated with oily light film;
Home printing :

115-135g photo paper,

Membranes matched with consumables

Digital developing photo paper:

The thickness is less than 0.2mm
All kinds of brand photo paper

Figure 1: when the upper die is loose, the inner hexagon
wrench can be used to tighten the mold. The standard is:
1.2.3 three pointsin aline
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Figure 2: loosen the screw of the mould slightly with a
hexagon wrench, rotate the whole die to an angle, and
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1 then conduct pressure test until the upper and lower dies
Plastic base are aligned, and then tighten the screws
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4 SOLUTIONS TO COMMON PROBLEMS
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