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A Study on Cavity Pressure and Tensile Strength of Injection Molding

ABSTRACT

In this research, the tensile strength of molded parts and pressure distribution were analyzed to study
the cavity filling stage and packing stage in injection molding. The measurement of cavity pressure was
obtained by a data acquisition system with the installation of transducers in the cawvity. Molded parts
were tested by a universal testing machine to obtamn the htensile strength. For the experimental work,
the tensile strength of molded parts increased with longer packing time and exact freezing time of the
gate was obtained by a cavity pressure curve. In addition, the effect of packing did not occur and tensile
strength was almost constant after early 1.5 sec of the freezing time of gate. Density tended to be higher
about 0.2% due to a larger degree of mold temperature and melt temperature. Also, changing pressure
in the cavity was effectively sensed. Thereafter, the possibility of the development of pattern recognition
expert system was confirmed on the basis of the expenmental results.
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