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mAteiiinguszasdifiefnudvinatesnsvaeiduiifinadentsvnsvestusudananafinede wodlwsfidu
1A PP110ONK Taeldlusunsu Cadmould lun1sisnezit wasiduedasdielunisAinwidadsneg vesnisvaeidudia
KansgnURen1Tvafivestuy tnstusuilflunsmasesiinnumun 1.5 mm. Mirlumandodu dusinugudnang
yoagndendu nadiil 1 nsdifl 2 waensdid 3 1awin 6 mm. umisszeshegvdeiBuiuiatusuis 3 nsd THwhiy
12 mm. iz&lzﬁﬂdi%ﬂ’ngﬂﬁa‘ﬁd 3 a6 Wi 30 mm. Tunsdlf 1 Sn1sudewdudi Core waz Cavity n3difi 2 wde
WWulame Cavity uagnsdlil 3 naeiduians Core naanMsiATwvisnelUsinsy Cadmould wuiMseoNLUUITUY
via'aLﬁwamﬂﬂuﬁﬁgﬂﬁmmuﬂﬁiﬁﬁ 1 fAndesidudnisua (Shrinkage) mm%umuﬁaﬂﬁqm fio 2.056 % wawileth
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NAFIVBITUNUNAFDUANUAANIINITINE (AU Y) WU 0.89 % way 1.45 % AwUasiiusin1sundiveanalannmy
AAN19VI19NTITINE (AU X) 17U 2.29 % way 1.83 % wazvtuiaiinauiaduaundats iulunuiiesnwuuld

annsadnlulgeule
AndAey: n1swaeliu nsuadmanadin vudanatain

Abstract

The objective of this research is to investigate how cooling affects the shrinkage of a Plastic Injection
Part. The analysis was performed with a Plastic Injection Part made of Polypropylene: PP1100NK grade. The
experiments were carried out using water for cooling on the different cooling positions of the injection parts
with a 1.5 mm thickness and were simulated by Cadmould program. The diameter of the cooling hole in Case
1, Case 2 and Case 3 were 6 mm. The distance between the coolant hole and the workpiece is 12 mm. for

Case 1 and Case 2 and Case 3. The distance between the two coolant holes in Case 1 and Case 2 and Case 3
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use 30 mm. Case 1 is Core and Cavity cooled, Case 2 is Cavity cooled and Case 3 is Core cooled. Results from
software analysis revealed that the correct design of the cooling system mold according to Case 1 had the least
shrinkage of the workpiece at 2.056% And when using such information to test the actual injection with a plastic
injection mold. Found that the results were successful in accordance with the forecast. is the percentage
shrinkage of the test specimen along the flow direction (Y axis) equal to 0.89 % and 1.45 %, the percentage
shrinkage of the plastic along the flow direction (x axis) is 2.29 % and 1.83 % and the size of the for measurable

workpiece as designed, can be used.

Keywords: Cooling, Plastic Shrinkage, Plastic Injection Part
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PN M3Tnesyuunmsudedumsilundeus funiseenuuuszuudus Tuwifiuidanaafin wsiznsvde
Bududeiidrdgyannlunmsiudfuidanaain ssuunsmdoduildmnzanasildd unudomsld wu ns
ponuuusruUaaBulidnAulueavilviseunanlunisdn (Cycle Time) st lumsuftRdulussnsBefiasdoms
Tvnyaudiionisvdefuarldfivssansnminniign 1wy Wuhurudnansmesiodmdadu anuenuassvesiiemin
RAavtessdesmnyay Aveweivdefumnilissuneaunisiielfieanudouduluegaiussdnsam nisiin
afuvdeadsluvievilfszuunisndeifuianas wazidesnnlutligiumaianisld CAE S1assuariinszinmslnayes
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1.1. nguszasa
1.1.1. iiednudvinavesmsvasifuiiiinasenisnasvestueutduiianamsinauasiirnieia
annslva
1.1.2. aifuidntunundeseiunysvasiuuurinentuld
1.2. Y0ULUR
1.2.1. udfinn@anarafniduuuuainuny (Three Plate Mold) §1u3u 2 Cavity siduuuidu (Pin-
Point Gate)
1.2.2. FusnadundesaiunUsvasiuuuruenduld vum 65.28 mm. x 157.28 mm. x 12 mm.
1.2.3. 141Usunsu Cadmould $1009n1530 Tagldanmznsdamiioutunnads uasynnsd
1.2.4. Goulymsdaesnsdnfelusunsu Cadmould wiseonidu 3 nsdl yansallfidurinuguinarsnaeidu
219 6 mm. Tag n3difl 1 naewduiivhumia Core wag Cavity
A3l 2 naoBudisumis Cavity

aa I & Ao '
ATEUN 3 NaBLYUNALIUS Core
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1.2.5. T Tun1sviaaLdunuliuwg 3 ngel

1.2.6. 1isiananainnealnsfiau (PP) Polimaxx 1n5a1100NK US®w Teonsia s1im (usmewy) fuie3 esdn
wanafinuwm 65 Fudio KRAUSS MAFFEL $u KM 65 — 180 CX

v '

Ul ”ﬂﬁﬁi’mqﬂssmﬁlﬁaﬁmsﬂﬁmﬁwamadmwdalﬁuﬁﬁmaﬁiamimﬁwaﬁi}umuﬁgﬂuﬁﬂmdmﬁvl;wal,l,az
fimmassainmislva duansguil 1 Tngldlusunsufiesendt Cadmould iuedesiiolunmsnuniiadosne vesiumis
nmsvdelfuiitnansenusonsuafvesiuny Weannailunseoonuuunaradralfiud waznanisnaasiild aunsa
Pl dunwmslunsosnuuuudfuiaanaiain wiosenuuurdndusmaradnlildvunamuwuuismun Tngvwin

Jresiemaniiu uarszezvisvewinlvaeuiiigaunlafuangui 2

fo— v —
X = mswslufirnieseainiunis e
Y = asvaaludidnisnisiva

:].iﬂﬁ 1 msmﬁ’mmﬁﬁmqmﬂuammwmaaﬂua 2

AINSVAFIYvBINANARN MLARINGNS

x 100 % (1)

BRM31n15UAG =| 1-

g9l LF Aou1nve93udIu

LW ABuInvaIkid AL

JUT 2 swaenulauagsrzviegnaaiduizay [9]
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1. v BuIg (W) < 2 mm. wagruiadusiugusnans (0) viedwideifuiouin 8-10 mm.
2. sppYi b = 2-5 Whwesdukugudnansietmidelu (D)

3. 528894 a = 2-5 wihweuduhuaudnansviedvaeldu (D)

2. M meag
2.1 udfuridenarafinild@aguanudunuuauwsiu (Three Plate Mold) §1u3u 2 Cavity giduuuida (Pin-

Point Gate) FunudunasseiunuszasiuuusuenBuld vu1m 65.28 mm. x 157.28 mm. x 12 mm. fauaniguil 3

UM 3 PUATUNUNABILUUHLENTULUU 3 TR

2.2 NaNERNMLTIUNNSANTUINUISS

o

Wunanadnwedlnsiau (PP) Polimaxx 1n3a1100NK Homopolymer LOT 0221005035 U3#w loo15id 1iin

() JauTh dakandlunisnan 1

a wa a a aa A a
An519% 1 audAnaadnnedlnsnauntslunisae

FUaNAERN Polimaxx PP1100NK

nsluadia Melt Flow Index (2.16 kg/230 °C)  : 11 ¢/10min (ASTM D1238)

ATUAU LY 0.9 g/cm® (ASTM 792)
BRIINTNAR 11.2-22%

R RLHGERH : 190 - 240 °C

RV BRI 140 - 60 °C
qmmﬁu@iﬁmﬁﬂa@%umu 160 °C

2.3 MFATITINSAnmelUswnsy Cadmould
19TUswN51 Cadmould F4A51£iBNTNAVDIF L NUINIT N UNTHARBNISNARIVDIUEANATERN Taazyi
N153tAs1EYNgAnsTUTeINANainlusEnIaN1sTuIUTuILAe Awadisiarlunis@anatadn (Filing) n132aeN

(Packing) wazn13Lusa (Cooling) asauiisgamaivios [10] iednwiA1n1svadivesduauslufianisnisivauas
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AANIIHIRINNITING FUNUNITLUNITNAFDUNITNAGFIVBINAIERNABNABILUUN e NT UL Tniadnvesiiwatannidu

WUU Pinpoint gate Tunanlglunisimsgsimelnludiediwudlaainnisasne Solid Model Tulusunsu NX udadadn

ilulusunsu Cadmould Taguas Solid Model Tioglluguves STL file uazynisaiia Mesh Model fauamagudi

Educational Software

5UN 4 Mesh ldlunsvaass

CADMOULD

AMFAATILBNTNATD I NUINITUA oL UNTINafaN1TUAFvesudananadn Tounlussuunaad uLlRuN

Inglumsfnwazldvunaduugudnansveiodmasduminduynnsd uadunisgudeduiiuansnsiueanly fs

WARIMNTIN 2 LiBANYIIRIMIUINSYaoLEURRANANRY TNasaN1SafLasIUIAYITUIUEaNaNaRNENals

] = ]
M99 2 Naulsumwaawu

5185 nseift 1 nseid 2 nseif 3
AU (W) . 1.5 1.5 1.5
auilaguaeidu (D) mm. 6 6 6
ssgvhagvdeiBuiuindusu (b) mm. 12 12 12
sygeesznignaeLduiugnaedu (a) mm. 30 30 30
vdewdiutie Core uay Cavity v
yaaduanig Cavity v
yaeduaniy Core v
syuunaeLdu 1 h 1h
Awsiweslunisidn (mllouruynnsdl) v v v
Sasmslvavesiwaedu (Umin) 8.0 8.0 8.0
qmmﬁmaaﬁwémﬁu Q) 30 30 30

: 30 30 30

g iiviesiilinaaes (°C)
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3. HANISNAADY
3.1 NanaRnMiN15IAs1Eneluswnsy Cadmould
wanaanfldlunsieseiidunatainnedlnsfiay 1nsa BE67TAI BORFALIS faudd sawandlun1snei 3 il

AuaudRlndlAgaiunanadin Polimaxx 1n3n1100NK Homopolymer LOT 0221005035 U3t loensitd d1in (i)

Alglunsd@nTuauase

A1519% 3 aulAnarafnnedlnsnau wnsa BE677AI 91nlUswnsy Cadmould

FUaNaERN Polimaxx PP1100NK

nslmada Melt Flow Index (2.16 kg/230 °C)  : 14 ¢/10min

ATUAU LY 0.9 g/cm?®
aNIINTUAG? 112-22%
RV RLHGE RN : 200 - 260 °C
ELV RO :20- 60 °C
gaungiuwsifurivanduay :120 °C

3.2 ANN51AMSINNTIATIEN

AMEwasNialun1sIes1Evineluswnsy Cadmould T518asidennad@ninsean 4

A15199 4 ANS1AMeSIUNTIATIEUR8lUSHASH Cadmould

Process Parameter

Filling Time (s) =0.93
Pressure (bar) =339.1
Melt Temperature (°C) =230
Wall Temperature (°C) =40
Ejection Temperature (°C) = 120
Packing Time (s) =7
Cooling Time (s) =15
Cycle Time (s) =209

3.3 e AT esiaszsiteulvnisvideldu nsdlil 1

NANSIATIZIIAT NS SIaensBRmelUsUNsY Cadmould muleulumsvaeidunuunsdl 1 laed
nsvideLfuiimumis Core ua Cavity Iénadauansguil 5-6 gangivesiunueglut 34.7 - 70.2 °C gamgilng
\Avestunuagiusyann 39.1 °C ilasanfimandaiduriadiu Core way Cavity fdnedidudnisvag (Shrinkage)

wInaawiniy 2.056 % AN1siUABUIUITN (Deformation) Tuluiuny Y u1ngaviniu 1.683 mm. uagAn15inea
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(Warpage) Tuuiiunu Y annanfie 0.472 mm. AILanInNTI99 5

a7 02 a8 153 665 ™
002 - Cavity an! Coee Cooling Wil Termperature Cooling ['C]

A [ om ]
|

sve Tempararure « Olf Temparanre <aperator>

Operatar Oparand

Wole Based | Runner Sagment | Elament Select

Ui the calcufated wal temperatur
[

70393 | M Table

=0/ [5es55 | meimum [ oy
z

A

S CADMOULD

' a v

JUT 5 Agaungiisnu Cavity nsvideduwuunsdii 1

U

'

e —— ] E— E— (] I I I I — [
489 524 560 535 (2] 666 T2

347 382 118 453

‘Wil Temperatura Cesiing [C)

wEemEicitonal Software

Filng. [ Coalng
I Copy Temperatures l
Haw Tomperaturs = Okl Tamparature <Opecator

{ === |
—— tperatar

Operond

Hodeased  Sumer segment elemant selec: |

Lirat the calculeted wes lempereture

O [958 v | Tabe
=0 [ 34005 ] sanmam [ ool

= CADMOULD
JUT 6 Agaungiisinu Core NsvaBEULUUNTEATN 1

= a oa o o’ ~
M990 5 Naﬂ”li']Lﬂi']S‘WJLﬂi?%‘lﬂlﬁ@ﬂl‘ﬂﬂ”ﬁﬁﬁ@l&lu AgeUN 1

8azIBun Anitld
AUasidudnisnas (Shrinkage) Yosdusuangn =2.056 %
AIN3WUABUIUI (Deformation) Tuwwiuny X w1nan = 0.900 mm.
AmsuaBugUI (Deformation) Tunwaunu Y s1nan = 1.683 mm.
ANTUAE (Warpage) luuiunu X snnge = 0.391 mm.
ANTUAG (Warpage) lukuiunu Y 1nngn = 0.472 mm.
#i1 Reynolds number LG = 35418
A1nsINTsinavesnuden (Heat Flux) 1ngn = 29618 W/m?
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3.4 nam AT RS Eteulumsuaeidy nsdl 2

NaNTIATIZIIATIENST AN sERMeelUsUNsY Cadmould muleulumsvaeidunuunsdl 2 laed
nsvideLfuiisua Cavity duidion Idnaduanssuil 7-8 gangiivestuaueglutag 35.8 - 141.3 °C gamgiilag
\Avestunueyiivsvana 42.7 °C aififlgamgiasanegduluredunuiosmnlafimndodu  fadesidudms
vasa (Shrinkage) 11N@AWnAL 3.516 % AMsIWABLIU1s (Deformation) anngaegluuuauny X Wiy 4.971 mm.

warAn130ad (Warpage) snngaagluuuinnu X fie 4.277 mm. Auaninisnd 6

o i N I i = [ ]
TR0 X3 931 1087 1202 17 1413

58 464 569 75

Wall Temgerature Cooting [C]

R Educational Software

27.389, 04.249, 6.500

Fillng Colng

- Swep Temparatures

A 3
42.7 °C - Par 2, Element 11380
Hew Tamparature = Ol Tamperaties <Operatar>

& ) =) (=
i operzier cowand

Mode lasec | | Rumper Segment | Elerient Selea

Limit the calaufated woll temoerature

z

A

e, CADMOULD
a ! Ay . ] Na
E‘U‘W 7 ARUNRNUNU CaV|ty N1TRABDLYULUUNTEUN 2

9 Y

L L T I I
w80 w85 a 09T e 1303 T

358 464 569 575

003 - Cavity Cooling Wall Temperature Cooling 1

115,052, 70,387, 5.000
|

e

1367 °C - Fart 1, Slemant 2610

operator Operand
Node Ensed | Rumer Sagmant | Eement Select

it e

Ui =
=0 [35.845 Mt Roply

&
CADMOULD

' a vy

P ' < N
E‘U‘VI 8 ANRIUNNUATUY Core N1SVABLYULUUNTUN 2

Y
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a a ¢a ¢ P a aa
A5197 6 namTIATIEIATERteulunsuaeLdu NN 2
8azIBun Anitle
AUasidudnisnms (Shrinkage) Yosdusuangn =3.516 %
mnmﬂﬁaugﬂéw (Deformation) Tukuaunu X snngn =4.971 mm.
AmsuaBugUI (Deformation) Tuuwaunu Y s1nan = 3.602 mm.
ANTUAE (Warpage) luuiunu X snnge = 4.277 mm.
ANTUAG (Warpage) lukuiunu Y 1nngn = 1.718 mm.
#i1 Reynolds number LG = 35490
AmsINTsinavesnuden (Heat Flux) 1ngn = 39083 W/m’

3.5 HaN1TIATEIATERReulunsvdeLdu nsdl 3
a ea ¢ ° a v v a ] P a
NANNTILATIEIIATIEINITINERINTaRA8a8LUTASH Cadmould mukeulunsrasdusuunsal 2 laedinng

wiaoldufisumnus Core sulien lanadauanaguil 9-10 gungivesturueyluyie 41.1 - 127.7 °C gaungilasiade
YosTuegTiuTzINM 45.6 °C Yfiflgamniiasgaegiuuuresturuiiesnnlifinmaedu Trulesidudnswad
(Shrinkage) gAY 2.870 %  AN"5IUABUFUIW (Deformation) 1 ngaegluiuiuny Y iy 2.017 mm. uag

ANsTns (Warpage) 1ngneglukuiuny X A 2.197 mm. dauanswis1ei 7

= =
= o s =
= —ir

News Temperatur « Ol Tempersnure <Operamr>

¥ [

S Cperator Oparane

NodeBassd | RumnerSsgment Element Select

umt the calcufatad wall mperanre

= | 127742 wgaeum Tadle
= 41057 | o Apaly

rerct o CADMOULD

a

i ay o’ N
Elh/l 9 ANYUNNUNTU Core NSVABLYULLUUNTUN 3
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= | I I [

758 844 ET) o7 104 18 1207

et aan 564 611
Wall Tempersture Cooling (€]

04 - Cora Coaling

127,384, 65,810, 5.000

Faing Coalirg
Copy Temparaturss
h = J

New Temperature = DId Temperature <Operator>

i + S ]
L o

Node Bnsed | | Rurner Seqment | EHament Select

perch c CADMOULD
U 10 Agaunnfianu Core NMsvaelduLuuNIaIN 3

AN5199 7 HaN1sIATITITAsIzTeulunIsvaaLdy NSN3

19821380 Al
AUasidudn1snae (Shrinkage) YostusuINNgn =2.870 %
MmsuaBuzUI (Deformation) Tuwwauau X inngn = 1.483 mm.
AnswasugUse (Deformation) Tuuwauay Y annge =2.017 mm.
A1M3Und (Warpage) Tuuuiunu X unnan =2.197 mm.
AN sUnd (Warpage) Tuuwiunu Y 11nga = 0.697 mm.
A1 Reynolds number 111nan = 35549
A8nsINIsinavesnuieu (Heat Flux) 1ngn = 41904 W/m?

3.6 ayUnanmsliaseiiieseiteulunisnasiiuria 3 nadl
1NA1591889N152ATUNUTAEN1TIATIZII8TUTHATU Cadmould Teeflidaulufiwuansvasd ununnsig

filu 3 n3al lonaagudauanansnei 8 Afildainnsdli 1 azlirvingadiowSouiiouiunsdli 2 uasnsdli 3 lagen

wWosidusinisuasa (Shrinkage) Tean1svaedunuunsdlil 1 faviigae 2.056 % Auansguil 11

q
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A13199 8 asUnan1siinzidnellsunsy Cadmould veanisvaeidu 3 nsdl

° a da 1
wan1sINaenN1saaninisuaaulaenis

518N13 Aasgnidaelusunsy Cadmould

nsdlii 1 n3didl 2 nsdi 3
AnUasifusinisunad (Shrinkage) maaﬁ??umumﬂqm (%) 2.056 3.516 2.870
FnnswasugUs e (Deformation) luuwauay X snnam (mm.) 0.900 4.971 1.483
mmimﬁaugﬂéw (Deformation) Tukwaunu Y snga (mm.) 1.683 3.602 2.017
AMsUnd (Warpage) Tuuwawnu X sunnga (mm.) 0.391 4.277 2.197
ANNTUAG (Warpage) lukuaunu Y 11nga (mm.) 0.472 1.718 0.697
#i1 Reynolds number LG 35418 35490 35549
Adnsnsivaresnnuiou (Heat Flux) snnaa (W/m? 29618 39083 41904

anasimugdinisunda(Shrinkage)

flAananisiiaszinasidsuasy Cadmould

3D

2.5

=]

1.5

=

L8 2

Mnsd1 Moz Ennds

JUT 11 Awesidudnisvada (Shrinkage) vean1snasius 3 nsdl

3.7 NN59RNWUULATES LU AUN

'
1o

INNANINAGBINUAITNT 8 Vosn1suaeLdunis 3 nsdl AflaaInnsalfl 1 axfawaadlonSeuiieuiunsd

71 2 waznsdin 3 uasnadilasuilisamnsailudulumaiienmsesnuuusazasiuifinineluduaniguin 12-13
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a 4

JUN 13 msadrausiiad

3.8 NSNABBINITANDI
paennas 1l Ruilaelga1Alaannsiaszseluswnsy Cadmould aunsain 1 tnelawdfuisauwans
UM 13 1530 udfiunumeasin1s@nfieinesdanaain auin 65 fdu 8% KRAUSS MAFFEL S KM 65 - 180 CX

Aananagui 14 uaziiteyanuauiAveunIoisuaninisan 9
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KMBS-180CX

JUN 14 eesdananadniildlunisdnaie

A1519% 9 aulRPSeRnnaadn

YoyainTasdananaiindia KRAUSS MAFFEL JukM 65 - 180 CX Screw

ANulaangan £ 30 mm.
YSuasnsdagean : 85 cm?
uwssUnudlfiuniannan : 650 KN
yuaulRsald 1 610x610
useALAngaan 1 2025 bar
ANUEIEngegn 1106 cm¥/s

3.9 Arwndmesitglunisanass
lumsvaaesdnduiu wanainiildhenedlnsiau (PP) Polimaxx tn3a1100NK Homopolymer LOT

s

0221005035 Us® laansitd 911in (Wnww) Saudd dawanslunisiei 1 amnsidwesnlolunisansawaninisned 10

wagliTuauiauansgun 15
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NN N N %97

U7 1 aUui] 2 nsngiau - 51437A 2565
o ' a & o a a
A15197 10 AT BSTIUNSARTT S

Process Parameter

Filling Time (s) =192
Pressure (bar) = 100
Melt Temperature (°C) = 185-215
Wall Temperature (°C) =40
Ejection Temperature (°C) =120
Packing Time (s) =1
Cooling Time (s) =13.25
Cycle Time (s) = 22.69

v

U 15 Junuileannnisanasa

3.10 NM15IAAINISHAAT (Shrinkage) eRcaan

nindntunuudaihtununtavunitlduanuiieenwuuliuiel iewnnanaiin PP fidrnisuadh
o8l 1222 % dsludumeusanuuuuaraireuifuldviinadernsuadvoadanarafnnedlnsfidu (pp)
Poliraxx 415 1100NK Homopolymer LOT 0221005035 U3sw 1o013#id $1im (uvwu) Sand® dawandlumssd 1

iy 2 % ielislauunueIuusuiEs e eankuull TgAINISUARIYINaNERNNLAAINNISEALAD 11150
Muddlaann
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gﬂﬁ 15 JunurDandosnunm 65.28 mm. x 157.28 mm. x 12 mm.

Wasidudnsuadiveananafinauiiavienisiva (unu Y) dauanagui 15

BMIINSUAGD = 1- x 100

Tnefl  LF - YWIAVBITUIT (WY )
LW = YUIAVDIUUAUN
= 1-(156.50/157.91) x 100
=0.89 %

- o a a o a
Was @ uUANISUARIURINaERNALAAN1919015 b1a (WU X) PRLAANIUN 15

BRNIINSUAGD = 1- x 100

Toedl LF - PUINTDTUI (WU X)
LW = YUINVDIUURLN
= 1- (64.80/66.32) x 100
=229%
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AWAUINTIATUNAADUN 2

gﬂ‘ﬁ 16 %umugwmdawmm 62.15 mm. x 154.00 mm. X 12 mm.

Wesdwinsadivematafnanuiiavensiva wnu Y) dauansgud 16

amIINITUAGs = 1- x 100

Toefi  LF - PUINTBITUI (WY Y)
LW = YUIAVOIUUAUN
= 1-(153.90/156.18) x 100
=1.45%

Wesdwinisadiveanatafnauiiamnerinanisiva wnu x) Aauansguil 16

gNTIN1TNAGY = 1- x 100
g7l LF = YUINVDITUINU (LN X)
LW = YUINVDILUNUN
= 1-(62.00/63.16) x 100
=183 %
A1519% 11 Aesifuinisuam (Shrinkage) veetuIY
189N15 udenensivawny ) AuAAnIsrMensluanu x)
FusrUanges 0.89 % 2.29 %
Funugiunaes 1.45 % 1.83 %
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4. MIUATIRIKNANITNARDY

KaN1TIAAINITARITesT uUNdInnsanaTsnnuafianiieanuuusruundeldugndes uazimizaNnL
Foulunsdiil 1 InelddeulvssuunaaiBuiertuiumsliiusunsy Cadmould S1assnsdndauansmsnsit 11 Using
d’r‘??umum%ﬂfimﬁw,amgﬂﬁ 15 fianasidusinsvasiveswarainauiirmianisine nu Y) v 0.89 % wazen
Wosdudnmsvadavesmanainaufiavnevinenisiva (wnu x) SRy 2.29 % wagtunugiundesfauanazud 16 3

s 2 s

ANUoasidudn1Tnnfivesmaafnaufianienisiva (W Y) Wiiu 1.45 % wazadosidunnisuadiveanatainaiy
fiermswranisiva (wnu x) ety 1.83 % Andefifudnisvaivestunuie 2 Tull fesetuidesaintuanud
U919 sunmuazUTinaseaty. fsirnsvadaildannmaiatunuilliisendildnnnissasnisiadelusunsy
Cadmould wntin Beiewiiu 2,056 % suesunuiiinldnmsiaassidedluiiraiildosnuuulfanunsathlldny
16 uaneinnseenuuusTUUMEeLiuRgndosNIzay dwalvinsvasvestunudes widasdymitedunuiinima

mldaiaue Funuldldvunn wazantyymaunuinnistaden (Warpage) ansvaInUwANFY0IAINtAINNTT

v
N

AseRae Software fuadilaannnnsdnadeisad
1. Wiananafndilidneetuidanaradniiliiinszsidelusunsy Cadmould Lalvgudmfeadu sivlvnanis
nnassrarLadouls
2. Ansfiesuena3edilddngde unnaennnslélusunsy Cadmould Tuunesiens nadildmainedauly

PIENT0Y AIMMULANATG AILAAINNTINT 12

AN5199 12 Ans1amesnislunsanasauseuisuniuanidlunisiesienieldsunsy Cadmould

Process Parameter AIN3RAD39 Adildlunsdnsed ANULANFAY
Filling Time (s) 1.92 0.93 51.56 %
Pressure (bar) 100 339.1 70.51 %
Melt Temperature (°C) 185-215 200-230 -

Wall Temperature (°C) a0 a0 -
Ejection Temperature (°C) 120 120 -

Packing Time (s) 1 7 85 %
Cooling Time (s) 13.25 15 11.66 %
Cycle Time (s) 22.69 20.9 7.88 %

5. @3y

nNMsAnwdnEnavesmsnaaifuiiiinasonmsmasivesiunudanataindnuin Polypropylene lagns
Airs1zsiFaelusuns Cadmould nuinmsesnuuusEUUMaeLIEuYeILsRIiigndesmunsdif 1 Sandedidudmsne
#2 (Shrinkage) Tasd usutiasfian fe 2.056 % wazannisdnaiedandefidudnamafedunuindouasgiu
naewufiavanIsivia (W Y) Wiy 0.89 % wazl.45 % ﬁi'u,ﬂai%uﬁmiméf’man%umug'mﬂa'admuﬁﬂwwu’mmﬁ

via (WU x) WAU 2.29 % wag 1.83 % Faduarnasnndasiuiuinsieinieluswnsy Cadmould
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