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Case studies using CAPA to eliminate problems

Y.C. Lee, D.K. Yeo, and B.H. Koo

Abstract

With recent trends leaning towards product miniaturization, the advent of new material and speedy
delivery times, old style conventional trial-and-error methods have been only serving to weaken corporate
competitiveness. Reliant on tiny increments of time-consuming experience, this antiquated approach begets
a delayed delivery of product development, cost loss and quality depreciation. To solve such problems, the
Dedicated Injection Molding CAPA (Computer Aided Plastics Application) performs a preliminary
examination on problems rising from every stage of creation - from appropriate material selection and
mold design to mass production - through a computer system. Thus, it determines the optimum design
variables and process conditions while diagnosing and solving defective molds.

Key Words : Injection Molding, CAPA, Simulation, Flow Analysis, Cool Analysis, Pack Analysis,
Warp Analysis, Fiber Orientation Analysis, Mid Surface Mesh
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Fig. 2 (a) Pressure distribution of Original Flip model
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Fig. 2 (b) Pressure distribution of Modified Flip model
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Fig. 3(a) Flow Pattern of Original Rear Cover model
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Fig. 3(b) Weldline plot of Original Rear Cover model

Fig. 4( b) Weldline plot of Modified Rear Cover model
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