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An Experimental Study on Tie bar Elongation Test of Toggle type
Injection Molding Machine
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Fig. 1 Injection molding M/C tie bar elongation test point
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Fig. 2 Schematic diagram of system development process

Fig. 28} o] 14547 2209 4 EdwgAe &4l
cableS H71A§ =EEd dZsto ESA AlE: AF7]9
Elojul AAAE H7bol th3l block diagramS -8 Tl
7 7S 100417 Bt Al S 2l EFA dEAE A
3 7](E-Max 100/200, ENGEL Co.)o]™, A}&¢+& 200bar, &
AY 100tons BH7PFEor AR, Brtel AHEE
AZAn 2 AAM7E Z2kd <1434 7] (QE1008, Sensomate
Co)E AH&sISith. Al A&7 FA9 TS 9 A=
A7l HAE 38§ AAit. H2E 5382 14
iﬂr olFZo] A2 AE3HA BPo] HEF Fig. 3 7} &

‘?j o2 JtEd 559 AHE 7IFO= depth verniers
HAE F39 ddre #5271 dAH=S
L HAE T4 24l Eubd AR el (CPT
6200 WIKA Co.)& ©]-&3to AFE A= o] 1,000kNo] &%=
= A4t W@7F Al etolnke] A digk T A}

Zrzke] Etolul xk7E Ao 4% ool T HEF 3}

Z 49719 27 %7}

Fig. 3 Test block parallelism & concentricity set-up 475



o
H
0z
ne
(U]
ﬂ
o
n
o
o
[e7)
|'I“
Fn
H

Astetisl =23

ol Eojuke] H7Ee1A B H7F Aol Wit

rear bottom = 4, red

o o

3 = fronttop = 1, yellow

1 j rear bottom = 2, dark gray
. s fronttop = 3, blue

o o

o o

Fig. 4 Tie bar elongation test position
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Fig. 6 Clamping force & elongation test status
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Fig. 7 Clamping force distribution
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Fig. 8 Tie bar bending distribution
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