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Analysis of Injection Molding Process for CAP Mold

J. S. Shin, S. R. Oh, Y. J. Kim, Y. M. Huh, G. S. Yoon

Abstract
Generally, when the injection molds are made in advanced nations, the improvement of a quality and production rate is
obtained by using CAE. In this paper, the methodology which is possible to reduce the cycle time of injection molding
process is studies by using the cooling analysis with CAE(Moldmax). In case of changing the cooling system design with
the analysis result of CAE, the maximum reduction of the cycle time runs into 30 percent. Finally, the average reduction

of the cycle tirhe is 17.8 percent.
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Fig. 1(a) Core A type (Insert core)
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Fig. 1(b) Core B type (Slide core & Insert core)
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Fig. 1(c) Core C type
(Slide core & Insert core & Lower main core)
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Fig. 2(a) Temperature check position(A)
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Fig. 2(b) Temperature check position(B)
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Fig. 2(c) Temperature check position(C, D, E)
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Fig. 3(a) Original cooling design
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Fig. 3(b) Modified cooling design
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Fig. 5 The cooling analysis result along resins
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Table 1 Current process time

Process Time
Mold Closing(3 2 %) 1.2
Mold Clamped(3 4] 2) 0.3
Filling(£7) 0.5
Holding(3.%}) 1.5
Cooling(*4 2} 9
Plastification(#] %) 45
Mold Opening(3 € 8) 1.2
Demolding(3 &) 4
Mold Break(#] <4 2| 7 0.3
Cycle Time 18

Table 2 Improvement process time

Process Time
Mold Closing(3 &%) 1.2
Mold Clamped(¥ A ) 0.3
Filling(Z %) 0.5
Holding(¥.%}) 1.5
Cooling(*d7h) 5
Plastification( A %) 45
Mold Opening(3 € 9) 1.2
Demolding(F &) 3
Mold Break(R] &A1 2F) 0.3
Cycle Time 18
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