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Injection Molding Condition

. Cheil industry MKD1015
Material
(PA66/LGF50%)
Type Case 1 Case 2
Injection S. 25% 45%
Melt Temp. 300 C
Mold Temp. 80 T
Injection P. 80 bar
Cooling Time 20 sec
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Injection Molding Condition

Type Case 1 Case 2
Injection S. 25% 45%
Melt Temp. 300 C
Mold Temp. 80 T
Injection P. 80 bar
Cooling Time 20 sec
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