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The Surface Roughness of Injection Product according to the change of
Injection Conditions
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Abstract : Currently, injection molding process is a very useful technique that be applied to many field. And injection
molding technology has been commercial based on many studies'™. However, there is no standard of surface roughness
because there are few studies about surface technology of injection product. In addition, when designing the mold,
changes of the core surface and the injection conditions are not considered. In this paper, change of surface according
to the core and the injection conditions was compared with the surface of the injection product. Accumulation of these
technologies will propose direction in mold design, manufacturing and injection molding technology .
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Table 3 Feature of PP(Polypropylene)
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) Product design

(b) Planar design & assembly design
Fig. 2 Product design and mold design
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Table 4 Specification of injection machine
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Table 5 The injection condition of the specimen
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Table 6 Injection condition
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Fig. 3 The direction of measurement
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(a) Measurement of STD11
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(b) Measurement of NAKSO
Fig. 4 Measurement of STD11 and NAK80
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Table 8 Measurement of NAK80 .
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#46 480 #46 #30 Fig. 5 Intensity illumination graph of STD11(injection velocity)
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Fig. 7 Intensity illumination graph of STD11(resin temperature)
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Fig. 8 Intensity illumination graph of NAKSO( injection velocity)
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Fig. 9 Intensity illumination graph of NAK8O(injection pressure)
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Fig. 10 Intensity illumination graph of NAK8O(resin temperature)
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