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Abstract : Design of experiment was applied to analyze the shrinkage characteristics of the bobbin molded

by injection molding. Among lots of design and processing conditions, the thickness of a bobbin and cooling

conditions of a mold were considered. The temperature difference between top and bottom parts of the bobbin

was considered as the objective to minimize the shrinkage of a bobbin. Optimal thickness of a bobbin was

2.0mm at the part of body and 1.5mm at the part of wing, respectively. Optimal cooling conditions such ag

cooling time and coolant inlet temperature were 12 second and 127, respectively.
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Fig. 1 Injection molded part of a bobbin

Table 3 WMaterial properties of AS

Properties Value
Conductivity(W/m/C) 0.13
Specific Heat{J/kg/ ) 2000
Melt Density(kg/m’) 916

Ejection Temperature! T) 109
No Flow Temperature( ) 140
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