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DT Core Training 

DT Core Overview 
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DT Core Overview 

Collapsing Cores 

ÅDeveloped in 1968 by George Roehr. 

ÅRoehr Tool has been the industry leader in c-cores technology. 

ÅManufactured in Boston, MA, USA . 

ÅProgressive purchased Roehr Tool in 2006. 

ÅAdded standard line of Dove Tail Cores in 2009. 
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DT Core Overview 

Spring / Flexing Steel Type Mechanical / Dovetail Type 

Styles of Collapsing Core 
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DT Core Overview 

Industry perception of C-Cores in the past, ñOption 3ò behind 

ïJump or strip thread molds: Simplest method but limits part design and can 

create part quality issues 

ïUnscrewing molds: Complex tooling and high maintenance molds 

 

Game has changed 

ïTough economic times: people are challenging traditional methods 

ïDove Tail Core: mechanical compliment to product line that overcomes 

many misconceptions and limitations 

 

Result: increased profits and optimized part design 
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DT Core Overview 

Primary Markets 

ÅPackaging, caps and closures 

ÅMedical caps and fittings 

ÅPlumbing fittings 

ÅIrrigation products 

ÅElectrical connectors and fittings 
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DT Core Overview 

Target Customer 

ÅNot only looking for parts that can only be done with c-cores.  

ïDT Cores provide advantages to customers over Jump Thread and  

Unscrewing Molds. 

ÅPrimary customers are molders and OEMs because DT cores have 2  

primary benefits to these customers: 

ïIncreasing profits 

ïTechnical solution or advantage over competition 
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DT Core Overview 

Part Design Advantages 
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DT Core Overview 

Advantages vs Unscrewing Molds: 

ÅSimplified Mold Design 

ÅEasier Mold Set-Up 

ÅSequencing Options 

ÅLess Maintenance 

ÅBetter Part Quality 

ÅImproved Part Design 

ÅReduced Cycle Time 

 



11 

DT Core Overview 

Å ?? 
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DT Core Training 

DT Core Design 
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DT Core Design 

Collapsing Segments 
Material: A-2, 54-57 HRC 

ÅDesigned to mechanically collapse when the  
center pin is withdrawn 

Å The fit between the segments is controlled to permit 
flash-free molding 

Center Pin 
Material: D-2, 58-60 HRC 

ÅServes to expand the segments of the core to their 
molding position 

ÅThe pin may be flush to the core face 

Carrier Assembly 
Material: D-2, 58-60 HRC 

ÅMounts DT Core assembly to the mold carrier plate 

Å Provides guided and anti-rotational segment movement 
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DT Core Design 

Eleven Piece Assembly 
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DT Core Design 

Integrated Cooling 



16 

DT Core Design 

Standard Sizes 
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DT Core Design 

Customs & Semi-Standards 

ÅRange from 10mm-200mm 
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DT Core Training 

Application Review 
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Application Review 

General Notes  

ÅMost common applications are for threaded caps, however, geometry is not 

limited to just thread and groove features.  

ÅIndividual undercut and snap features are possible as long as they are 

positioned on the core correctly and drafted so that they release in the 

direction of the six collapsing segments. 



20 

Application Review 

Collapse Range 

ÅRule of Thumb ï 5% per side (Customs) 

ÅCollapse Chart (Standards) 

ÅMax collapse area. (Mid section of wide segments) 

ÅMin collapse points. (Intersection of wide segment edges) 

 

 

DT18 

Diameter Collapse Stroke 

mm. in. mm. in. mm. in. 

21 0.827 0.50 0.020 19.5 0.768 

20 0.787 0.71 0.028 27 1.063 

19 0.748 0.92 0.036 34 1.339 

18 0.709 0.98 0.039 34 1.339 

17 0.669 1.05 0.041 34 1.339 

DT28 

Diameter Collapse Stroke 

mm. in. mm. in. mm. in. 

33 1.299 0.98 0.039 34.5 1.358 

32 1.260 1.11 0.044 38 1.496 

31 1.220 1.14 0.049 38 1.496 

30 1.181 1.19 0.047 38 1.496 

29 1.141 1.23 0.048 38 1.496 

28 1.102 1.28 0.050 38 1.496 

27 1.062 1.33 0.052 38 1.496 

26 1.024 1.39 0.055 38 1.496 

25 0.984 1.45 0.057 38 1.496 

DT38 

Diameter Collapse Stroke 

mm. in. mm. in. mm. in. 

42 1.654 1.16 0.046 41 1.614 

41 1.614 1.37 0.054 48 1.890 

40 1.575 1.57 0.062 54 2.126 

39 1.535 1.61 0.063 54 2.126 

38 1.496 1.66 0.065 54 2.126 

37 1.457 1.71 0.067 54 2.126 

36 1.417 1.76 0.069 54 2.126 

35 1.378 1.82 0.072 54 2.126 

34 1.339 1.88 0.074 54 2.126 

33 1.299 1.94 0.076 54 2.126 

DT48 

Diameter Collapse Stroke 

mm. in. mm. in. mm. in. 

54 2.126 1.25 0.049 44.7 1.760 

53 2.087 1.45 0.057 51.3 2.020 

52 2.047 1.66 0.065 58.1 2.287 

51 2.008 1.79 0.070 62 2.441 

50 1.969 1.83 0.072 62 2.441 

49 1.929 1.87 0.074 62 2.441 

48 1.890 1.92 0.076 62 2.441 

47 1.850 1.97 0.078 62 2.441 

46 1.811 2.01 0.079 62 2.441 

45 1.772 2.06 0.081 62 2.441 

44 1.732 2.11 0.083 62 2.441 

43 1.693 2.17 0.085 62 2.441 

42 1.654 2.22 0.087 62 2.441 
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Application Review 

Protruding Features 

ÅParts with features like seals on closures typically canôt be done with 

collapsing cores. 

ÅExceptions include designs where the core, at the end of its collapse stroke, 

has resulting ñFree Spaceò between the core and the protruding feature. 

ïCaution: Avoid interference with the water channel. 
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Application Review 

Part Height Influence 

ÅPart height and undercut depth determine collapse stroke and overall  

core height 
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Application Review 

Calculating required collapse vs undercut depth 

ÅUndercut + Shrink + Clearance = Total Collapse Reqôd 
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Application Review 

Eliminating Thin Steel Condition 

ÅMany threaded applications are designed to be unscrewed out of the  

mold which requires the thread be run out the top of the core creating  

a thin steel condition.  

ÅDT cores allow for threads only where you need them and itôs common to 

recommend taking advantage of this through a part design change. 

Unscrewed Thread Design DT Core Thread Design 

Better steel condition, only 

threads where needed 

Thread run-out, feathered 

edges of steel 
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Application Review 

Undercut Profile 

ÅThreads can be made with 

more aggressive profiles. 

 

 

 

ÅSnap features that normally 

require large radii for release 

can now be flat. 

Unscrewing Thread DT Core Thread 

Stripped Snap Bead DT Core Snap Bead 
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Application Review 

Materials and Temperatures 

ÅFrom simple Olefins & ABS to more demanding resins like PVC & GF Nylon. 

ÅYes we can make cores for high temperature resins. 



27 

DT Core Training 

Mold Design Considerations 
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Mold Design Considerations 

Mold Sequence 

ÅStaging methods: 

ïPress KO with latch lock. 

ïHydraulic cylinders. 

ïPress open and closure. 

1 - Mold Open 2 ï Collapse 3 - Eject 

../../Component Tech Info/Annimations/CCore-2009.swf
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Mold Design Considerations 

Core alignment and mold base machining 

ÅTwo points of alignment: 

ïStripper ring 

ïShaft diameter. 
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Mold Design Considerations 

Pin protrusion 

ÅTop of center pin MUST be flush or 

above the height of the segments. 

ÅThis provides and air gap for the 

segments to collapse into. 
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Mold Design Considerations 

Part Retention 

ÅSome designs require a feature to prevent part from óridingô one of the 

segments during collapse, which leads to damage. 

ÅMethods: 

ïIntegrated retention sleeve (patent pending). 

ïñ10x10ò step in stripper ring or cavity block. 

ïRobot assisted ejection. 
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Mold Design Considerations 

Attachment Methods 

ÅSplit Ring 

Cores are attached to the mold base at the bottom of the shaft with a split 

ring or quick lock plate and also at the carrier assembly with cap screws. 

 

ÅQuick Lock (patent pending) 
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DT Core Training 

Special Applications 
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Special Applications 

Pancake Core 

ÅUse for seal ring applications and witness line free parts. 
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Special Applications 

Side Action 

ÅCam or hydraulic actuation is possible. 


