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Analysis and experiment for the accurate improvement of family injection

mold plate in 4 cavities
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Fig. 1 Rail frame of automatic drawer

Melt density(kg/m®) | 1120
Specific heat(J/kg C) | 4650
Thermal con- 0.32
ductivity(W/mC)
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Fig. 2 Model and its physical properties
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Fig. 3 Molding pressure analysis
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Fig. 4 Temperature distribution analy51s on
the surface of mold

Fig. 5 Warpage analysis
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Fig. 6 The results of bending compressive load test
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Fig. 7 Warpage test
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