
PARSHWA PLASTICS MULT I -STAG E  G E A R

Two moulding stages.
One clear machining sequence.

We mould the core and teeth in two Nylon-6 formulations, then machine the bore and both faces in order so the
finished features stay aligned.

01  |  C O R E  A N D  TE ETH

Mould the core first, then overmould the
teeth.
We mould the internal core from 15% glass-filled Nylon-
6. It becomes the insert for a second moulding stage,
where MoS2-filled Nylon-6 forms the low-friction, wear-
resistant teeth.

02  |  B O R E  M AC H I N I N G

Use the outside diameter to machine the
bore.
Moulding alone does not set final concentricity. We use
the gear outside diameter (OD) as the reference and
machine the insert inside diameter (ID) to create the
finished bore.

03  |  FAC E  M AC H I N I N G

Use the finished bore to machine both
faces.
The finished inside diameter (ID) becomes the holding
reference for the next setup. We fixture the gear from
that bore and machine both faces parallel.

TH E  R I S K :  S P L IT  P R O C E S S

Misalignment can mean wobble, faster
wear, or downtime.
This gear runs continuously in textile machinery. Splitting the
moulding and machining across suppliers can make the core, teeth,
bore, and faces harder to keep aligned, while adding tolerance
stack-up and extra follow-up.

TH E  F IX :  K E E P  TH E  K EY  STE P S  TO G ETH E R

Moulding and final machining under one
roof.
We mould the core, overmould the teeth, and machine the bore and
faces in-house. The buyer gets one supplier for the complete
sequence, with fewer handoffs and clearer control.



PARSHWA PLASTICS C A S E  STUDY  EXT E N S I O N

CUSTO M E R -R E QU E ST E D  VA R I AT I O N

The same two-stage moulding
process, adapted for another gear.

The customer required another gear design using a 10% glass-filled Nylon-6 inner component and a polyurethane outer
moulding. We kept the same two-stage route: mould the inner component first, then mould the polyurethane around it to form

the finished gear.

04  |  M OUL D  TH E  I N N E R  C O M P O N E NT

10% glass-filled Nylon-
6 is moulded first.
The internal component is produced as the first moulding. It
provides the centre geometry and becomes the insert for the
second moulding stage.

05  |  OVE R M OUL D  TH E  OUTE R  G E A R

Polyurethane forms
the outer moulding.
The Nylon-6 component is placed into the second tool, and
polyurethane is moulded around it to form the outer gear. The
side view shows the two-material construction.

CUSTO M E R -S P E C I F I C  VA R I AT I O N

Change the material
combination, keep the process.
Parshwa adapted the part to the customer's required geometry

and materials while retaining the established two-stage
moulding sequence.


