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Data Acquisition of Thin-wall Injection Molding Cavity with Micro Pattern
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ABSTRACT

The demand increasing of optical applications like as display devices derives interest for fabrication process.
The product'@development is apt to fabricate numerous thin and wide surfaces with micro pattern. Naturally that -
needs injection molding fabrication for the mass production. In existing manufacturing, the product quality is
controlled by input fabrication condition from the outside. That can be called as a try and error method and not
fundamentally solve the troubles; imperfect replication, war page, short shot, etc. To understand the cause and
bring a solution, it is needed that check of changing in the cavity. This study can catch them. Data acquisition
system about temperature and pressure distribution is settled and can get some data. From this research, other
studies related with DAQ in cavity can start on the easter step.

Key Words : Temperature (< %), Pressure (3 #), Thin-wali (2} %), Injection Molding (A} 41 &), Cavity (2 8), Micro
Pattern (@] M 9§ §1), Data Acquisition System (8l0} B} &5 A] 2 ), Fabrication Condition (A3 8 Z 1)

L ME UiRell A 2AEE 8§ FAY 5 BE AT
= BT otk B 2% ¢z, 4¥ Wi 59
IT, BT, NT A4 dellA 388 AMFA AH8o 37t g 4TS BN, 3 ¥ 7udnd oy
A olE AFel disl @A uA HYHUES of F& AFL HBse THS A= o
g el Oy 49e # s vlesel 8¢ AA Egeo) 2 F Uvk 4iFd A2 AP 3
Bz AFsin ok 53 vzEedol 717159 T+, B8 28E AE7I dEHstE 23z 2
1T 283 ddstolAs Fahzd dsoht Aol AFS B9 AR E A4 date F29 AF
el g AE 4 FdE S8 d1vh 1 & e 24y e F3 UFNA dojus
FErt ol FAY Feha" oAl oig A8 TAE A Agor, dA 28 P 2x9
7l MER oA, FHIHIt ted s ¢ BXE REVY BY, vAEeY EA4 o
g aAde AE A AY 3¥E T U g g dHHA FBAL FA EAY gy olE
ol 75 Fyol Qo & BHE Rod YUt B uiFeAY &2 % 4" ol A5 F
e ol AFEAA gFHE AFE ¥ MNERE FHEHD olE T 4 2HE A5Y 2
2y, wH2 i AR de O AFY T ATE, FF oFold g A7 A =50
U RY TxE 3717 A% ZopA e Ags B slejet Eoh
ol glth ol AF AE 4H T B, U 2 d7e v Wl 22 £ 4 2XE %7
BFo] d¥oz FEAdol Aatslol njdF ey Hall 7T Mg Hola, olE B €2 3
P, JEF BF FEFY &7 2" S e ddl 2%, oH JRE AANFY. ofF dejHe
22 olg Aojste el Fasieh wzks] w3 3E F¥E o gl AET 2R, AAE F RY
Y A iR A Ve AREE d8 89 HA7AA b ghojct

1601



2. Hiole &5 M2

2.1 &Y &7

100mm X 100mm X mm

: %% T/‘]ﬂ’ 3%‘011 F

057t Aol 754
°f & elfelth 3 aAe)MRe
ZREY e AFY FAT S
XH—E— 2ot oA @t ol 299
2 A7) FXRE9 AAE °1§7ﬂ afod
Ny 2o Fod 37§ A 7
,%M 24 43 59 BASE FRET
2 E A8 AEF AFETIE ATEEALY
s *}% l SESOD oit}. o] B4& Fig. 1 & &
o Z38) WE AELS Fig.2 9 2ot

o

Fig. 1 Micro Injection Molding Machine
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Fig. 2 Result product from injection molding
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