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A New Runner System for Filling Balance in the Multi-Cavities Molds
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Abstract : Almost all injection molds have multi-cavity runner system for mass production, which are
designed with geometrically balanced runner system in order to accomplish filling balance between cavity to
cavity during processing. However, even though geometrically balanced runner is used, filling imbalances
have been observed. So, many studies for improving filling balance in the multi-cavities molds are worked
up. In this study, the Melt-Buffer which is a new rummer system for filling balance has been suggested, and
a series of experiment about degree of filling balance in cavity-to-cavity was conducted in the mold with the
Melt-Buffer.
From the experiment, the filling balance was increased up to 56% by using the Melt—Buffer.
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Fig. 1 Filling imbalances in multi-cavity mold
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Fig. 3 Injection molding machine for experiment
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Fig. 4 Schematic of mold
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Table 1 Injection molding condition for experiment

) . Conditions

Variable Unit
ABS PP

Melt temperature T 23 210
Mold temperature T 60
Injection pressure (Max. 1550kg/cr) | % 70
Injection speed (Max. 206cm/sec) % | 40, 50, 60, 70
Melt-Buffer EA 1, 2
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Fig. 5 The rumner system lay-out with Melt-Buffer
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Fig. 6 DFB vanation in case of one Melt-Buffer
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Fig. 7 DFB variation in case of two Melt-Buffer
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