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Perfomance analysis of variable runner according to materials rheological
characteristics in family mold
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Abstract : It is well known that the family-mold has an advantage to reduce the cost for production and mold. However,
defects are frequently occurred by over packing the smaller volume cavity during molding, especially when the
family-mold has a volumetric difference between two cavities. In this study, the cavity-filling imbalance was confirmed
by the temperature and the pressure sensors, and a variable-runner system was developed for balancing the cavity-filling.
Experiments of balancing the cavity filling was carried out in the family-mold with the variable-runner system, and
balancing the cavity-filling was confirmed by changing the cross-sectional area of a runner in the variable-runner system
with the temperature and pressure sensors. The influence of the injection speed to the balancing-capability of the
variable-runner system was also examined in the experiment.

Key Words : Mold-filling, FEM, Core-shift, Wire welding, Over molding, Reverse engineering
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Fig. 1 Measurement position and variable runner
control system.
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Fig. 2 Viscosity as a function of shear rate for
LDPE/ABS/PA66.
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