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Abstract

In plastic injection forming the problem is found in the mold design stage that is the capability of plastic flow
and the thickness of flow channel. The different thickness of flow channels will affect relative on the different flow
distance. This research aims to conduct study the influence of flow channel thickness, the injection temperature and the
mold temperature which are resulted the flow distance of the polyolefin group. The test result was found that if the
thickness of flow channel is increased from 1 mm to 2 mm, it is resulted in longer distance of flow than the increase
from 2 mm to 3 mm - that is, the flow distance increased 179 % and 73 % respectively. The increase of melting

temperature of plastic up 10°C is resulted in the increase of flow distance about 6 % and the flow distance increased 2 %

when the mold temperature is increased 10°C.

Keywords : flow channel thickness, melting temperature, mold temperature

' hamansansd, madnmaluladimnssueiana, Inenasmaluladigaannnssy, aotunalulagwszasuinainszuasmiie

2 5p9fdnsnsd, MAIIFINIINMSHEN, AMLIMNISNAENS, donvinaluladnszanunaInszuasuiie

a a a 2 a o o v
> Amns, mednunaluladimnssueisens, Insaamalulatiansvnssy, sntumalulagnssaaunanszunsiniia

27



unaNNIWY

Nininmanaluladaasvnssy Un 2 atuiiay @eeedEnzantdasu 60 U) Saman 2549

The Journal of Industrial Technology, Vol. 2, Special Issue

(The 60" Anniversary Celebration of His Majesty’s Accession to the Throne), August 2006

1. umin
Hymmiliiiedulutuneusaimssanuuuuifindie da lu
nsdifgunuiinnelng givhmhilsanuuuusifiswazaninsodld
athalshazdasnedunis uashuurasmadashwaadni
vinalazesiunuuaziinueils wevsiulaldinidaats
wiiniiunitedasunuudslazunuiiduuuy Salamiiae
Sasduszning szazmalumslnafuanuminzasiunuy wn
whlafadnsnazasanumniidawadaszazmemslna azgeliin
fmuadmunisaamad (Gate) Wiasuuwasmadhuugunule
ptavInzan guugiildlunisdanaradn wazguugiizes
wiRNWAdaNaRaIsaeemsInaunu[4] waziivalitinnnu
whlaludamuazdndwazasdudslumsdananadin Jevhmsas
Ltﬁﬂuﬁﬁﬂﬁﬁgﬂéwuuuﬁuwaﬂ (Spiral) szaziie 16 Hadluns
ﬁuﬁwﬁwﬁmﬂugﬂﬁmﬁﬂuﬁyuﬁmmwumaqw’awwmﬂwa 1,2
war 3 f9dns musIAu hnmImassdatiemuanssnure
wlsiidamadazgnamsinadizaswanadinluwsifn Lﬁ'aufi"ﬁmum
wazadnedanginssnviawnlingasszaznemslna dazdizan
nalutuasurasmsssnuuuulind wazanudnlalungdinssu
mslnazaawaadnluuiinWldddedu LW, Seow and Y.C.
Lam [2] ﬁwmimuqunﬁlwaﬁmaqwmaanwmxﬁwmsﬁmﬁaslﬁ'
wnannluadwauerawsifaWlunaivhiu Tesmsusuana
wmﬂm%‘yumuwmm%qLﬂugﬂémﬁ'ﬂuﬁuﬁw %’mgﬂiwmiagﬂu
Tumpumanannwdasne warldsandiulusunsusrasamsina
3agd nnngufuaznuddsdiulugwun dniwavewusiauide
dawadaszazmalumslnazaswmann sy uazdludadiuiu
stzmalve  ludugamgdiiimsdnsnwud ludsswasszezma
lva gamgiiveswwaswanatin anudaynigumgiiveausiian
e lahmsideh gungiivasnzaawanadin uazaumgiives
wiAawW uisanuninzesdasmeluaasnaadin denaadels
Auauaansalumslvazasnaradn LﬁaaiﬂgﬂLLuuwaq

NansEnUYeaInlsAasEasMalraniiady

2. nslvamzaswaradnluusifianiae
mslvadeasmaadninglnssuuiy Saeihuifaasd
sUhuiludisegudimasusssumilimnzaniiazlimsasuneia
Unngmsel lugduuuzesmsinadiennuay (Pressure  flow)
ser sl sEnUAYINY ilasnnduzesmaudsdzasmmaninas

(HNTUBENNTINEINUT NN INTLUY wazwaadnraaniag

u
'

AFWAUNINYBIN LagaasiianamiiandnnsureIuSo Nag

T
o

Tnadfuuuded [4] 50 1 uaasguuumadudiluimaausfia
(“i?u B lugl) wanahntu A sfeaundsuiidaludauwinezcy
uiiaen %ﬁmav‘iﬂﬁlﬁmmL?mﬂmuﬁgqsxm'wi?uwaqmslwa w5
aduilaziaionaradinaanauiisneuasmslve uaiildaa
ANNLATIANNMSUTNE LAEITNINTOIAMANHLAZIAT AT LT

lalasmsdndnlnswwuulviFesldaamgfiuiialvgs [5]

28

CAVITY WALL

Loyer "A" Flowing ot Some
Finite Velocity

7

Cold Rigid
Layer "B"

—
Flowing Plostic

Front
A A

/

CAVITY WALL

Sheoring Force Which
Stretches Polymer Between
Loyers "A" @ "'8"

P g o d o
Eﬂ‘ﬂl ﬂWiLEIuGl'JVINuQ“lIENIWiQLLUU

Unngmsalidgiidunmalimslvauuuil limiiou fums
lwaiwdwLtduﬂsznu@ﬂuwuﬁuﬁa mslwauuuﬁw& (Fountain
effect) [4, 8] wana@nuasuwad laaansandauisaslwsauuy
laaghahie q wanfivunhinmslwaasnnnasenasasmslve g
wiiswasTwssuuy Femslualugduuviluaadluguil 2

VELOCITY DISTRIBUTION

AWAY FROM THE FRONT ~ FLOW FRONT
GATE
FOUNTAIN
FROZEN LAYER B

Ui 2 mslvawvuihn (Fountain effect)

2.1 mawlasuwlassanSwasusaidanludas  manslve
Msluanvususey Wunannwedwasvaaninalding
usndfusuashadude mnamslualuwifind anuduiugyas
msteaeuiiszniniuramadesudasuuazInaraiwaswmasly
mslwa é’@mﬂmmsmﬁ'ﬂumJaaﬁmminmsmﬂlﬁﬁqgﬂﬁ 3 uaz

NNFNMSN 1

—>

X

. o o 4 Py v & a
E‘IJ‘VI 3 ﬂ’J'lNﬂiJ‘WHSh']’iLﬂaE]uVleVI’J'N“ZiuLLatJJ’Ja“ZJFN‘WE]E!LNE]‘S:

Tumslva
ldx v °
A @

=l -~ £ < - =~ v 1] o
¢ Ao, v fedan3, h Aeenuwuvsaidushugudna
2RYDINNMSLIVAUEE x ABITHLNNMINANNENIYDILBIVNNMS
Tva Teemludasdauaziiviadu s’



unaNNIWY

Nininmanaluladaasvnssy Un 2 atuiiay @eeedEnzantdasu 60 U) Saman 2549

The Journal of Industrial Technology, Vol. 2, Special Issue

(The 60" Anniversary Celebration of His Majesty’s Accession to the Throne), August 2006

UM 4B uaaeuuunnugUsNgaidaungnuiedieinuiuees
Fuiuiuay sandowaziaiugudiniwasomemsivauasi

¢ ' ' o a = = o =
gudnarasdasemslva dudanidauninnigalasniluwui
vinadarnnnnuieesamemslva

Shear Rate Profile

Velocity Profile
*—/‘/ — };,L,/}/] P
- < G LA
¥V A=
%
I
A B

3Un 4 glwuresdniey

wuuukugUsrasdaniiau gawanumnLUULHY
sUhaasdanit (3U 4A) Wunamaundaluwuuusuglhns
Fa91%) waaaliifudennuduiussesdnsidiaudasiu
anuduiusaasdan vl uaadliifulusunasdasidou
anziinadmasmasluadagiy auduiusmandeuiiaudas
Funsudouiinssiuunadinasvoan asdenadanadinasly
figmsmaanniuiiamezasnnuieieaiignnssih snsiiviadlden
wadafisngnindes wiagnil¥eguunidmfuiuiamans
lwa qumsﬁﬁmmﬁy azdamnmaiiaiiiessuiazaanuainad
wad eanlwosaouedaudeldadedas: nnhanuduius
apusazdu fidawanssnumnmsasaanumievasmslvazasiag

8 8
6 A 6l N
4 4
2 2
0 + i 0 | |
0 1 2 0 S000 10000
8 D 8 c
6 6
4 4L
2 2]
0 i " oL } ; '
0 500 1000 50 100 150 200 250

Ui 5 wovaslusunsndadnnudieds Finite Difference

mﬂgﬂﬁ 5 Wumsuaaswamsdinamaslisun i
#1933 Finite  Difference  vuiioulailagmelumswasuzas
wodlasnsaaiuimhdauesasmala waflldnnmsiaaes
ﬁ?ué'iy'mg'uuam!ﬁimﬁ’h daemamslvafianuanaasiidu
unUNANEBITBINNMS I Munisuungeesaamemsing
gnudaaluunu Y

29

2.2 MansEngminwinluena
mMsnszneaeaininluena (Molecular Weight  Distri-
bution : MWD) dluaseheanndanmanifnislvazainaduas
i o J J =) a J
NapNUAN ANNENRUSIENIN MWD uazanuniinuaawadiuns
gauaadluguil 6 Tunsdivaawadwasni MWD fuau wadwas
asfvneaeldluananeudaiae wasudazaalsluanaas
o Py o a A 0w v ~
Fuuseinsziludsnanuiunnluana luneasenudalunsdl
289 MWD finTe Tuianazesnwedmasunaaumalasinieinalvg
A o ' oo I & P
waztdanUuiuag laslaananfzwaluanhazlumiioulase
auniiuneguluenaiidn waziudunsuussiinnszih dniud
wWisuisunadiwasszuuiil MWD ainnussuuid MWD #
v o 1 "o ' a <
wau malausenseiaassuuiinu aswunluwedwasssuunid
MWD finanu Tutanandzinalngjudasluanaszsunsaiingsiin
TulSinaminnnhemuseleamds mldihanmsanasuasnnuviie
lasnnand@anuiu pseudo-plasticity Aauszuudisi MWD #
wau winludntavieanuniioussssuuid MWD nhgaziien
s ' a v a P '
MNPz UUNT MWD wau MR sanfidiuwiie shear stress
38 shear rate nile 1 Felumsdjinasdualinaansammsia
BusUnwedwasni MWD ninldhe  wasldwasnudnined
wasluszuuid MWD wau

Normalised viscosity

Shear stress

3UN 6 anuduussEznie MWD wazanuniia

Tumeasatruduanunile tissarnlunedinasssuuni

MWD iy Tuanaiiizinalugjaziu Tuenaisuusenssize
P ' 4 o & A vo a P

ficgenhuslesmde dnnudialuanaldsuusaluusnungenae
fimsnauaussnNdmadnigududenu awaadlugun 7 angd

s o . P B ™ i) =

2z#ula recoverable strain (FluannuauaniamInauauag
medmadneesszuy) Tussuuwadwesnid MWD ndeasiisga
nhlussuuwadwesnid MWD wau wasldmildiihgananga

2BINMSABUFUBINNBNFANIUAT  STUUNBRNBSNA MWD
P2y A o a
wau asnnluenaiiznadn wderremsiionmsnay duas

NNINFRNVDITEUU



unaNNIWY

Nininmanaluladaasvnssy Un 2 atuiiay @eeedEnzantdasu 60 U) Saman 2549

The Journal of Industrial Technology, Vol. 2, Special Issue

(The 60" Anniversary Celebration of His Majesty’s Accession to the Throne), August 2006

Narrow MWD

Recoverable strain

Time
3UN 7 anuduWussznin Recoverable strain AuO®

TogSauiisuseninessuunadwasnnuwazway

3. A5mInmaad

sUhaaifinde ildlummasssmanuaansalums
Tnazaswaradn iuwifndewaradniiidasmaelvaiiiugy
Auwnae (Spiral) fiflenuenvasdasnalua 145 wufiwes
svariio 16 faawas waztilal@umsazenlumsnaasiie S9la
Mmmssanuvuuiinn lisansenanasuanumnasaams
Tuald muzavwavasmsnaassde 1,2 way 3 fadwas weld
lumsAnwdnswazasananu fdwmadaszazmalunislnads
yaswanadin wanaaniildlummeassadlunmadnuinlndlwanay
(Polypropylene) #aqu3sm TPI Lot No. 02110591 Grade

1100NK  #iigauani@eail

Melt Flow Index 91y ASTM D1238 =11 g/10 min
Tensile Strength at Yield a1 ASTM D638 = 35 N/mm?
Charpy Notched Impact Strength #1u DIN 53453 =2.7

mJ/mm?
Shear Modulus a3 DIN 53457 = 720 N/mm’

Ball Identation Hardness a1 DIN 53456 = 85 N/mm?
Heat Distortion Temperature #14 ASTM D648 =110 °C

¥
= v o

auasiudsliasiiildlumanasas desmeluaiiiuil wihd
3
auddugamnizasnaainuasuiilinaaasia 240 230 uaz
220°C gauvnfiusifiad 60, 50 uaz 40 °C euasduilsnaiiald

Tunsnasasanuiilunisdiaviinsaeelin 210 faduasee

Wugudmdaniiui enumnild 1,2 was Hadag

i anunheesdaamaluatiiu 10 Fadwes anuezas
F29nluaiiny 145 muduas Mnsuiaiusiouiieves
nszuantialdlumsnaass Taamsaes q tiinausssudadeld
daulalumsmenussdudadsil

1. gaumaiiuaiaw 60 °C
2. gauniiviaan 240 °C
3. anulumsiia 210 mm/s
4. enuvNYeEaNlye 3 mm
5. usslaudiaw 500 kN

30

UM 8 uliinnuazdasmalnanldlumsnaass

mnﬁuﬁwnwsﬁm%uwuﬁaz%uLLawiaﬂ€] Wnusedudasuly
Fon ) Hanmineaasialdmusidudenanszuaniaagii 450
bar Fufluriinniigalumsiasunulasizunugslihondu

iheaasdnlsasiiwasdushiniiild simsmaasslas
wasudulsmanasssiiazdrauasunnd Feaglddaulalums
noaasanue 27 Houly Tasudazidoulaazimanasasiiaaunth
seprmaluaiilaazaed o Faulamsnaasaiiu g udr3ssuiadh
a0 6 A3 iafudathesrazmalva Mntuhmaasszazmslua

NNAILRY

= ' a9 v
»m13199 1 ﬂ'lﬂ'J'lNEI’I'J?JENi%ﬂ2’;Vl’lxﬂuﬂ'lilvia°ﬂlﬂi]'lﬂﬂ'liﬂﬂaEN

Melt Temperature
240°C 230 °C 220°C
Thickness Mold Temperature Mold Temperature Mold Temperafure
{mm) 60°C | 50°C | 40°C 60°C | 50°C | 40°C 60°C | 50°C | 40°C
188 187 184 173 171 167 166 157 162
187 188 184 171 168 166 166 157 161
1 187 187 183 171 170 166 166 158 161
187 187 185 171 170 165 166 160 161
188 187 184 171 170 166 165 160 161
188 187 185 171 170 166 165 153 160
Average 187.5 [ 187.2 |184.2 171.3 |169.8 | 166.0 165.7 |157.5|161.0
519 506 498 490 476 477 457 450 448
518 505 500 492 476 477 458 450 448
2 517 506 500 491 476 477 459 450 447
517 506 500 493 476 475 458 448 447
517 507 499 493 476 475 459 449 446
517 508 500 493 4786 475 458 450 445
Average 517.5 | 506.3 | 499.5 492.0 | 476.0 | 476.0 458.2 | 449.5 | 446.8
908 883 859 859 830 806 814 776 752
911 883 858 857 828 808 813 777 748
3 905 879 855 857 826 807 813 772 750
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