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A Study on the Filling Imbalance of Polyamide Molding
by Taguchi Method

ABSTRACT

Plastics is used to produce precise parts with an inclusion of a reinforcement material such as glass fiber or
carbon fiber to improve the dimension accuracy. The plastic goods can be produced with inaccurate dimensions,
low mechanical strength, or residual stress due to the over packing of cavity inside, if the filling balance of
melt resin is not accomplished. To overcome this problem, it is necessary to design the runner system with the
geometrical balance at the mold design stage. However, even if the balanced runner system is achieved, a severe
filling imbalance is observed practically in a multi-cavity mold. In this study, experiments were performed with
Taguchi method to achieve the filling balance in multi-cavity mold with a symmetric runner system, by the use
of pure PA and PA with glass fiber 33%. The experimental results were investigated to understand the effect of

related molding factors on the filling imbalance for two resins.
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1123|415
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C. Injection speed(%) 40 | 50 | 60 | 70 | 80
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