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Conformal Cooling Channel Manufacturing for the Die

C. W. Lee(KIMM), J. H. Suh, S. S. Woo, D. J. Kim(InssTek)

ABSTRACT

The plastic injection molding industry is increasing pressure to reduce the cycle time in order to improve the productivity.

The time of a cooling die is a large part of the cycle time. The conformal cooling channels can reduce the cooling time

effectively as compared with conventional production die. It is hard to make the die with a conformal cooling channel by the

conventional method. This paper introduces the method of a conformal cooling channel manufacturing by the DMT (Direct

Metal Tooling) that is a new technology.
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Fig. 5 DMT equipment
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Fig. 6 Nozzle and CCD camera
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Fig. 8 Powder feeder performance
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Fig. 9 Conventional Cooling Channel
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