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Abstract : Almost all injection molds have multi-cavity, which are designed with geometrically balanced runner system
in order to made filling balance between cavity to cavity during injection molding. However, filling imbalance has been
existed in the geometrically balanced runner system. In this study, we made an experiment and investigated that are filling
balanced according to material. Also, in case of filling imbalance was occurred, we conducted experiments in order to
find out difference of cavity pressure with cavity pressure sensor. When filling imbalance was occurred between cavity
to cavity, we investigated the filling imbalance and pressure differences by computer-aided engineering(CAE).

Key Words : Multi-cavity, Filling imbalance, Computer-aided engineering(CAE)
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Fig. 1 Mesh model for injection molding analysis
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Fig. 7 Injection molding machine
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Table 1 Experimental variables and conditions

Conditions

Variable Unit
PP | ABS |PMMA| PA6

Melt temperature | C 210 220 240 240

Mold temperature | C 60 60 45 60

X
3

Injection pressure

Injection speed

X
5
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