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Abstract: The objective of this study determine the molding conditions of a double-shot injection mold for fabricating
a computer mouse using different materials, by performing three-dimensional injection molding analysis. In order to
select the optical injection molding conditions, the effects of the injection time, the maximum injection pressure, the
effect of packing time on the injection molding characteristics, and the product qualities were quantitatively examined.
From the results of the injection molding analysis, the optimal injection molding conditions of the double-shot injection
mold, which leads the molded product to the minimized shrinkage and deflection, were estimated. The results of the
injection molding experiments, showed that an appropriate computer mouse can be fabricated using different materials
when the identified optimal injection molding conditions are adopted.
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Fig. 1 Design of target mould and products

y

Fig. 2 Meshes for the simulation of double shot injection
molding characteristics
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Table 1 Initial conditions of injection moulding analysis

Stage Mould Temp.| Melting Temp. |Coolant Temp.
(C) of resin () )
Ist shot 60 220 20
2nd shot 60 240 20

Partinsert
(12t product)

Fig. 3 Meshes of injection molding analysis
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Fig. 4 Filling patterns
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Fig. 5 Effects of injection time and maximum injection
pressure on clamping force-time curves
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injection pressure on distributions of the
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Fig. 11 Mould for double-shot injection moulding experiments
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Fig. 12 Moulded products for the first and second shots
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