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The Effects of Discharge Condition on Mechanical properties of
Injection Moldings

Yang-Ho Choi*, Yong-Sung Lee**

Abstract

In producing moldings by using an injection mold. several variables such as the metal mold
status and the condition of injection molding should be selected properly in order to obtain good
quality of moldings. In this study, focussed are the mechanical properties of injection moldings,
since many researches on injection have been focussed mainly on the molding quality, injection
pressure, and bulk temperature but the properties of injection moldings have not been studied
extensively. The mechanical properties of present injection moldings can be improved simply by
changing the molding material and the injection conditon without changind the metal mold. To
have the final products meet the specified molding quality and mechanical properties at the same
time, the bulk temperature of injection, pressure variation, volumetric shrinkage, stress, and
cooling should be analized by CAE(computer aided engineering) after injection mold design. In
this paper. the effects of dischare condition on mechanical properties of injection moldings are
studied by testing the moldings which are injected by varying injection conditions.
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Fig.1 Model of viscoelastic behavior
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Fig. 2 Slab element
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Table 1. Major  Specification of Injection
Molding M/C
Model Unit AS-150
Screw Diameter 40 m
Theoretical Injection Capacity | 203 g
Injection Pressure 1900 kef/cm?2
~ Injection Rate 266 cm3/sec
Plasticizing Capacity 80 kg/hr
Max. Screw r.p.m 350 r.p.m.
Clamping Force 150 ton
Distance between Tie-Rods 460 X 460mn
Die height max. /min. 450.200 mm
Clamping Stroke 420 m
Max. opening width of mold S70
Ejecting Force 4 ton
Ejecting Stroke 100
Electric Motor 105 k. 9.5 K
Electric Heater 30 kw. 22 kw
Machine Dimension 4.99%1.3x1.93m
Machine Weight 9.5 ton
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Fig. 3 Specimen for tensile strength
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Fig. 4 Specimen for Impact strength
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Fig. 15 Impact value vs. mold temperature
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