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A Study on the Strength Evaluation of Thin Wall Molding
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Abstract

walled products.

In this paper, using by rapid heating and cooling systems for injection molding and temperatures to changes. In the process
of molding temperature and pressure inside the mold was found. In addition, the tensile strength of test specimens were
molded, mechanical properties of injection molded parts were identified on mold temperature. Copper could withstand more

tensile force than NAK. Therefore, it can be concluded that materials with high heat conductivity must be used in thin
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Fig. 1 Schematic of mold temperature changes during the
RHCM process
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Fig. 3 Assembly drawings for designed mold
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Table 1 Recommended processing parameters and scope of
injection molding experiment

Polymer

Processing control factor ABS PMMA

(TR 557) (IF-850)
Injection velocity(sec) 0.6 0.6
Holding pressure (%) 30 160
Holding time (sec) 6 6
Mold temperature (T) 60 ~ 130 60 ~ 130
Melt temperatare (C) 245 260
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Table 2 Instruction of tensile strength

Company KNR Systems Inc.
Model 1028
Loading frame Size(mm) 124x150x1096 (WxDxH)

Load capacity 250 kgf
Maximum speed 1000 mm/min
Minimum speed 0.05 mm/min

Position resolution 0.00imm
Position accuracy 0.01
Control software Sabio-Static

Speed accuracy +0.005%

Position accuracy 0.01mm
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Fig. 6 Tensile strength for measurement
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Table 3 Measure load data using Mold temperature(1mm)

Mold temperature ABS
90C 86.51 MPa
110C 87.55 MPa
130C 95.16 MPa

Table 4 Measure load data using mold temperature(0.5mm)

Mold temperature ABS PMMA
60C 41.65 MPa 35.08 MPa
90C 41.33 MPa 33.81 MPa
110C 40.42 MPa 35.39 MPa
130C 42.76 MPa 39.75 MPa
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