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Development of Micro Injection Molding Machine for Micro Parts
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ABSTRACT

In these day, micro systems have gained attention with development of advance technologies. Researches about

the fabrication of micro parts are actively made in the whole world. Among the researches, technology for micro

injection molding machine is one of the key issues for fabrication of micro parts.

In this study, we developed a micro injection molding machine for micro parts. To achieve this, injection unit

was constructed using a screw with diameter of 12 mm. Clamping unit with clamping force of 1.75 kgficm® was

constructed. Also verification test for fabrication of micro parts was performed. It was performed that the micro

injection molding machine can fabricate micro parts based on the result..
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Fig. 1 Micro injection molding machine
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Table 1 Specifications of micro injection molding
machine

max. stroke volume [2.8 cc
injection pressure max. 1545 kgficm

Injection |screw diameter 12 mm
unit nozzle stroke 25 mm
platicizing capacity 24 kg/hr
screw drive 50~200 rpm
clamping force 1.75 ton
Clamping {mold dimension 70x70 mm
unit mold opening stroke |100 mm
ejector stroke 15 mm
Hydraulic |capacity of pump 2.2 XW(3 hp)
unit max. circuit pressure [140 kgficm®
Machine
. L850xH1550xW625mm
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Fig. 2 Assembly drawing of injection unit for

micro injection molding machine

Fig. 3 Real image of injection unit

for micro injection molding

machine
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Fig. 4 Assembly drawing of clamping unit for
micro injection molding machine
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Fig. 5 Real image of clamping unit for micro injection

molding machine
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Fig. 6 Schematic of hydraulic system for micro
injection molding machine
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Fig. 7 mold for verification test
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(b) Micro cylindrical parts

Fig. 8 Micro parts fabricated by micro injection
molding machine
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