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A study on the filling imbalances in hot-runner mold for internal gear based
on injection molding

'
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Abstract : Plastic parts are molded for the purpose of mass production in injection molding. Therefore designer is usually
designing molds that has geometrically balanced hot runner lay-out for filling balance at cavities. Although, mold is
manufactured with geometrically balanced runner lay-out, there are actually filling imbalances in cavities. These filling
imbalances phenomenon are caused by complicated interaction between melt and mold. In this paper, filling imbalances
for internal gear based on injection molding in hot-runner mold were investigated by CAE and injection molding

experiences.
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Fig. 1 2D drawmg of the experiment mold

Fig. 2 Injection molding machine

Table 1 Injection molding conditions for
experiment
Processing ;i | pp | pMMA | ABS
conditions
. 210, 230, 220,
Melt t
elt temperature | C ) 230|240, 250(230, 240
Injection speed % 20, 35, 50, 65, 80
Injection pressure| % 60 50 60
Mold temperature| C 35 60 60
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Fig. 4 The lay-out of hot runner and cavity
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