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Manufacturing and Molding Technology of S00im 8Cavity
Injection Molding System

S.H. Lee, KH, Cho, JW. Lee, and Y.B. Ko

Abstract

Recently, the need of thin-walled injection molding and enhancement of its
productivity 1s greatly increased. In this study, we designed and manufactured a
injection molding system, which can mold a part with the thickness of 500um and 8 cavity.
And processing technique for the multi-cavity injection molding system, which is capable
of mass productivity on the plastic parts, was considered. The problems of
unbalance/imbalance on the molding process for the multi-cavity mold were predicted by
numerical analysis using plastic injection molding commercial code. In addition,
controllable system of melt front filling was introduced for a balanced filling using the
mold temperature sensor on injection mold. It was shown that balanced filling with the
suggested injection molding system was possible for 500um plastic parts with 8 cavity
layout .
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Fig. 1 Geometry of part and previous layout for
injection molding(part thickness=500¢m)
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Fig. 2 Result of injection mold design with part
thickness of 500um and 8cavity layout
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Fig. 3 Developed balanced filling system for
8cavity injection mold
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Fig. 4 Experimental example of unbalanced filling
for part thickness of 500um and 8cavity
layout injection molding system
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