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Variations of Temperature and Pressure in the Cavity
for Operational Conditions of Injection Molding

S. W, Kim, H. C. Park, M.-Y. Lyu, Y. J. Jin and D. Kim

Abstract

Pressure and temperature in the cavity of injection molding have been investigated. Special injection
mold was designed to install pressure and temperature sensors. The sensors were supplied by KISTLER
and the pressure and temperature were measured for various operational conditions, such as injection

pressure, holding pressure, cooling time, mold temperature, and injection temperature.

pressure increased cavity pressure and temperature

As Injection
increase. There were no big differences in

temperatures according to the holding pressures. As mold temperature increased pressure and temperature
in the cavity increase. The flowability of resin increases as mold temperature increases subsequently the
pressure in the cavity increases since the pressure loss is less in the low viscous medium than high
ciscous medium. The cavity temperature highly depends upon mold temperature.
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