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A Study of Molding Characteristic for Large-Sized Orthogonal Stiffened Plastic Plate

Sunghee Lee(Preciszion Molds & Dies Team, KITECH), Baekjin Kim{Clean System Team, KITECH)

ABSTRACT

The molding characteristics of large-sized orthogonal stiffened plastic plates were investigated in the present
study. Models with the geometry of 1800x600x12mm and 1200x600=12mm were designed for injection molding{IM)
and injection-compression molding{ICM), respectively. To determine a mold system and reduce the warpage of the
presented model after molding process, IM and ICM analyses using MOLDFLOW™ were performed. Also, the

experiments were performed to verify the suggested mold system. It was shown that the change of molding method

could significant effect on the warpage of designed model.
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Table 1 Constants for Eqs. (5) and (7)
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Table 2 Recommended processing parameters &

operating conditions

Recommended

mold temperature range("C) 20~80
Recommended
melt temperature range("C) 200~280
Absolute max. melt temp.("C) 320
Fjecting temperature("C) 93
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Fig. 4 Manufactured mold of large-sized orthogonal
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and setup for injection molding experiment
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Fig. 6 Injection-compression molding process
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Table 3 Recommended processing parameters &
operating conditions for ICM

Mold Temperature 50 T
Melt Temperature 240 T
Injection Time 5 sec
Cooling Time 150 sec
Coolant water
Coolant Temperature 24 T
Mold Open Distance 6 mm
Compression Delay Timel 6 sec
Compression Time 20 sec
Compression Force 150-160 tong
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molding for large-sized(1200mm»600mm=12
mm) orthogonal stiffened plastic plate
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Fig. 9 Comparizson of warpage between experimental

and numerical result for ICM
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