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Thermoforming
Molds
— by Michael P. Alongi —
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proven timed forming sequence and a finished product that
meets the specification. This is usually accomplished concurrent within the machinery build time. Machine, mold and
part approval can then be done concurrently at the machinery manufacturer at time of training. This has become more
and more popular with clients because it eliminates the
very costly and very timely learning curves that come with
new machinery, new tooling, new material and new
sequencing.
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