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A technical study on mold of productivity improvement
for Insert Injection of Reverse Engineering

S.Y. Lee, Y.G. Kim, C.K. Woo, and - O.R. Kim

Abstract
Insert-injection molding can inject two different materials or two colors in the same mold and process. If this injection
process use, product has ability because the base part maintain strength and specified part can inject soft-material. It
makes the cost down by single operation automatically for saving wages. In this paper, we designed double-injection
mold for automobile remote control to inject secondary using this part as insert after inject external appearance of product.
CAE analysis was progressed gate location and runner size as variable and analysis result is reflected in mold design
process. As a result, it could solved badness that is generated at the conventional mold. Additionally, cost is downed by

reducing loss of runner as well as could omit painting process because surface of finished product is improved through
new mold.
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Table 1. Properties of resin

First injection S;E;):S;rly
Family name PC TPU
ulm
Manufacture GE Plastic A S(;:l\t/IIBH an
Grade CM 6228 SC401
Mold temperature 82 ~ 116(°C) 10 ~ 80(°C)

Melt temperature 349 ~ 371(°C) 210 ~ 250(°C)

Maximum shear

40000(1/s} 40000(1/s)
stress
Maximum shear rate 0.5(MPa) 0.25(MPa)
Ejection temperature 127(°C) 102(°C)

Table 2. Condition of CAE analysis

Resin First Secondary
Condition injection(PC) injection (TPU)
Injection time 0.3(sec) 0.3(sec)
Holdign time 0.6(sec) 0.6(sec)
Cooling time Automatic Automatic
Thickness - 0.4, 0.5, 0.6(mm)
Mold temperature 96(°C) 38(°C)
Melt temperature 365(°C) 235(°C)
runner size 3, 4, 5(mm) 3, 4, 5(mm)
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Fig. 5 Graph of pressure under runner size
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Table. 3 Direction of mold
construction and production
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Fig. 8 Finished product
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