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A Study on Digital Process of Injection Mold

A study on digital processes of injection mold in reverse engineering are presented. Reverse engineering is
useful for several cases, where user has no geometry information of object. Laser scanner is used to obtaining 3D
coordinates of object. Sequences to process cloud data are described; sampling to reduce number of points,
sorting to adjust the point order, and fitting to curve and surface, and so on. Split slide structure of mold is used
for undercut part and high viscosity material. Flow of injection molding are analysed to correct cooling channel
and simulate molding conditions. NC tool paths are generated to carve core and cavity. The processes are

performed in digital data for reduction of lead time and consecutive geometry data.
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Fig. 1 Digital process of injection mold
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Fig. 3 Designed surface

3.4 SAUMZE

3zt el ¥4 2dg A
2 FAS gAE A" E(digital mock-up)©] 2k
gt} o] REEF ] MY e HEAS odE

A AZEse BES AzsAY 248 EdL A%

FE AolN FbgEe

at7) A AFE M M 2AE Aol AF
Az Ao s Fod U717 % Ve W
@ & 3tk old® 4de AN F 4A AEY ¥

&g 27 &) ALgstE W 5 2 Bl A
%6]-“ 71 o] RP(Rapid Prototyp1ng)°]‘1]— 3xkd A
E"“«] NEety zg2Re a2 B 2¥E

&34 283 W RAolth wEoR o=
—rEi AALFE Fste HA FPAEE FHAT]
I, AE ARNE g@Esas e 5Her F

2 883

Fig. 4 Rapid prototyped Mock-Up



C HRALFLI A A19E A6E

4. SHH =

41 IHE 98 3H &

ANEBe Zehag g Wi o8 &
7l Ed HAdE THe FY THow ?2*%}1
okttt AYE T Huib)E HPI M
B ARe) $Eg I A5 WAL RYP)
w8, #54% OAde neste %2 94 w7

jﬂ

0.

o g 2AE Aok 4 (HE FeolNe F
g X A9 £ 80 dE nA Ao
lm == lc(l'f' ms) (5)

AN, I FEFIHAT, L F2AAER 5,
= 0.170.5%% &3 =

3 HAE HAIES BAGA AEA €& Tele
ARE3H7] i Eol ool tE u#rt Badd AE
B3l 42 dlolE(H-20%, V-5%)

42 BYET=2 TYH 44

TEoRRE AYFS wEFAIIV] AsiA
w0l MtEoof dt=d 3 ML
< ¥ 2} (parting line)ol gt s}, el
w389 27 249

M e

o qot [
Qx|
>

FHA e P F £FHE TEY] dEol
FE HAS 39 Al & 9%g vHEz 1
HA o FEE %—Erfﬂ aejsfol et 2o &
FE BAREL 2 H(rib)9} Y (runner)e] WEF
o Zo Aud FL 9 10194 A”I A gaks
87387 @3 duHe] wAsA ¢rol B el
o FPoW

A7l e BHES AFE 2
27R2 WOl X o] FA|A e
T3

g 478 F e

W1y 258 A

ol /MHtEo] A& E o) L]—‘_E]-

Fig. 5 58 &8 X495
AE AAM, cveE AV E, Co=
Heglow Tv:%L sepol= \:3“534 i
pig=

off rir o -
>,
% o
¥ o
ﬂ ‘
al
oftt
L, O 7
g
=
oy g
>

163

PL

Fig. 5 Structure of split slide type
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Table 1 Input conditions

Input parameters Value (unit)
Material PVC
Max machine injection pressure 130 (MPa)
Fill time 1.0(s)
Cooling time 7.4196(s)
Ideal cavity-side mold temperature 29(C)
Ideal core-side mold temperature 29(C)
Coolant temperature 25(C)
Coolant flow rate 20(lit/min)
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Table 2 Maximum shrinkage (process total)
Item Value
Initial distance 738.97mm
Part distance 730.50mm
Shrinkage -8.4721mm (a) core
Shrinkage rate -1.15 %
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