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A study on curvature radius affects condition of injection molding
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Abstract : In this research, jar die of cosmetic products which is difficult to produce variously was developed and can
be obtain the productivity improvement by flexibility with two system which can control the die temperature. Flow
analysis of jar was performed to find out the curvature radius of parts. In order to reduce thickness of jar, cycle time,
deformation, uniform curvature of internal jar was maintained by rapid cooling. In external of dies, cooling channel,
injection molding condition, die temperature control system were researched to make dies low temperature.
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Fig. 1 Model of jar
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Fig. 2 Cooling model 1  Fig. 3 Cooling model 2
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Fig. 4 Cooling model 3 Fig. 5 Cooling model 4
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Fig. 7 Circuit of temperature control for jar die

25lo] SJafe] $7715 Falo] AulE] 9%} 5
o} U Foll L5( 77~9%5T) 353 sAlel 22~26
secESH AABS A% Au|E|s} sHaoke] L85
6~T2CLEAA A7) m AuEle] f45]
1T5~20C9) $ALEE §74 FE540] B4
= g,

Cavity coreZ &3}

sls}e] o) e o} UG

o] Z33% Cavity core® 1433+ \1], AEIEA )
e AegysE d ] Hete] shtell 93 HdEt
& HAZ 5 Y= A3

Under coreZ ”gﬂr A
ki O]%‘ ”0‘} ol e £
7}+3] 3 Under cored] 7%=, &} :fO}
-2 *o Eﬁre A7) {8t s whzlvte] o
AEes HAA 7|25 AAlEHAh

S jv,]_ZJ o7 —3]_7]
SCERERIRE:

OBLJQOEL

Al &
=

4. A

o

o2

7t

OH

ek

S==FE3EE(R] M2 H1E, 20084

oistol| Cifst @47

41 AENET| 2
Jar S0ml 87138 &
SIREEEY LR
487 AEE Table

2/4¢ Table 29} 21},

x| EM

J2ksle] & 7HEstr] sk
%{S [EX-S2502 9l &
13 Zow, AF844] 9]

¥

rlr o

Table 1 Specification of injection mold
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Axshsd | kgl | ~3FAAEE (1681 p-m
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HAFAA 520mm Heater-& % 11KV

Table 2 Material properties
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Fig. 8 Layout of runner
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Fig. 9 Cooling channel

Table 3 Injection molding condition of common
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Table 5 Injection molding condition of experiment 2
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experiments Table 6 Injection molding condition of experiment 3
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Table 4 Injection molding condition of experiment 1
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Table 7 Injection molding condition of experiment 4
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Table 8 Injection molding condition of experiment 5
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Fig. 11 Inner shape of Jar50ml
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