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Fig. 1. Heat flow diagram of the injection mold[1]

ABES

i3

o) BV

+od

S|
Q.
T i

H

v?,]k;

A

A} &} (fitting) 3}
R

o

ahlti2). &
7} 8t o}

AA

%o
oF o
ooy
G
o &

—_
T X
T o
R
o) 1A
™ -
o H
< N B
L.dﬂﬂul
N oE
T o W
mﬂ;
RO
;03‘O|
siﬂuu]_l
o
w T
xg
T
O

i~
.oix
= R
ﬂr%&
—~
;%dﬂﬂ%ﬂ -
}r&o@aﬂl
“An_uoﬂovq\_o.ﬁ
TeE
H N ool
E%ﬂm@m
o
T T
@awﬂth_o.
JuAlmﬂzt
eT T
o B 5
ogagmu_ﬂﬂ%
R

ge
N

rvie)

X
Ho

K

2.2 7H]

4
3hef

B
PRIAMUSAFS] 4011AS o]&

715



o

steddassts| 2011d s EASsUE =T

%52 Blue-WhiteAF2] F-1000-RT %A1 & AHS-
stel Zelglom B WnE Fa) fHe 22

shit) Al dlA S8 E A5 KisterAh] Type
2869B CoMo Injection®} KisterAl2] Type 2829A
CoMo MISZ Ho|E 3} 3}o] AAHT) A&7 =
ABURGA}L.2] Allrounder 25ton §-$4+2] A& & 7]
2 ALg39 o #=X%= LG Chemical Inc.2
GPPS(grade : 25SPI)E AM-&-3}3ith AMEA] TA
Z71& Table 13} #t}.

Table 1 Injection molding conditions

Coolant Temp 50C
Ambient Temp 15C
Cooling Time 10sec
Melt Temp. 220C
Cycle time 15.5sec
Thermal conductivity

Bakelite 0.20 kcal/mhC

Polystyrene foam 0.030kcal/mhC

Table 2 Stabilized mold cycle-average temperature

result
Mold | Coolant | stabjlized state
No | P11 | wall | flow rate -
insulator] (L/min) | cycle | Temp.(C)

1 o) o 2.0 192 53.5

2 o) o) 0.6 347 55.7

3 o} X 2.0 108 48.2

4 o) X 0.6 214 50.8

5 X o 2.0 108 48.1

6 X o) 0.6 169 488

7 X X 2.0 69 48.7

8 X X 0.6 317 49.9
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Figure2. The effect of heat transfer conditions
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