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Study on the Optimum Injection Molding Technology for Transformer

OR. Kim, S.Y. Lee, Y.G. Kim(KITECH)

ABSTRACT
In this paper, the rubber behavior was calculated for obtaining the optimal process condition which is for
producing a transformer with a given performance. This study was carried out using the computer simulation of
injection mold filling and packing simulations. In order to remove the crack of product, proper locations of the runner
and cooling system configurations could be determined. Based on these results, the transformer is developed by
injection molding and guidelines of part design, mold design and processing conditions are established. Finally, the
cast savings, cycle time reduce and improvement of productivity will be obtained.

Key Words : Injection Molding(A}&438), Mobile Phone( =), Taguchi Method(th - w4 XZ), Flow Analysis
(F-53A), Warpage(E), Deflection(*H )
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Table 1 Processing Control Factor
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oMold Opening Time : 10 S

Fig. 3 Mash Model or Analysis of Fill
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