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A Study on injection mold shrinkage estimates
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Abstract: It is true that the plastic shrinkage is inevitable. Shrinkage rate in effect at the time of mold design will soon
determine the size of the global product. Process for the shrinkage of the plastic that provides how made, yet it has
identified a process for making the question whether the shrinkage that can be trusted, and by the experimental results
were as follows: as shrinkage, see ISO but, according to circumstances the process can go to the agreement between the
parties. shrinkage ratio of the pressure sensor installed in the specimen mold is essential, amount of pressure sensor is
that it is appropriate approximately 2-3. proper holding pressure is a significant effect on shrinkage Mitch, so that the
effect of selecting the contraction ratio data according to the appropriate holding pressure during mold making . shrinkage
CAE analysis results are difficult to utilize in the mold-making chamber. Based on these results, it concluded by looking

forward to the improved products produced shrinkage.
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Schematic view of a experimental setup

Fig. 1

Fig. 2 Shrinkage factor specimens
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Internal pressure sensor location
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Fig. 5 Set injection conditions
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Table 1 CAE & AAIH & AFE9| Data #t0|
1

P el 2 3 4
seagrl | SV wea | 25 | 30 | 35 | 40
(Target)
s 28 U] Mpa 15 25 15 26
(3.01) MD(CAE) | 1/1000 | 11.40 | 10.30 | 9.57| 8.03
TD(CAE) [1/1000| 11.00| 10.20| 9.55| 8.94
o FE e[ Mpa 15 20 25 31
(2.5 MD(CAE) [ 1/1000 | 11.50 | 10.40| 9.64| 8.96
TD(CAE) [1/1000] 11.10] 10.30] 9.62[ 8.99
=8 Wgr| Mpa 21
AAB MD(aam) | 1/1000 7.50
(210%110+2.5t) | TD(ainm) | 1/1000 9.50
Nodve | 1/1000 10.20
e S8 gk Mpa 15 20 26 31
(3.00 MD(CAE) [ 1/1000 [ 11.60 [ 10.40 | 9.65 | 8.98
) TD(CAE) [1/1000] 11.10 [ 11.30 | 9.46 [ 8.99
CAE =8 Wit Mpa 15 20 25 30
G5) MD(CAE) [ 1/1000 [ 11.60 [ 10.40 | 9.66 | 8.98
) TD(CAE) [1/1000] 11.10 [ 10.30 | 9.68 [ 9.01
28 4| Mpa 41
CAE(®&) | MD(CAE) | 1/1000 8.96
TD(CAE) | 1/1000 8.99
FE He| Mpa 25
o= MD(yAi®) | 1/1000 9.80
(1,580*585*3.5¢) | TD(aAl®) [ 1/1000 9.50
MO Ave 11/1000 [ 10.70
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1) ISO 294-1 First edition 1996-12-15 / AMENDMENT
1 2001-01-15, Plastics - Injection moulding of test
specimens of thermoplastic materials - Part 1:
General principles, and moulding of multipurpose
and bar test specimens, 1996.

2) ISO 2944: Second edition 2001-12-15, Plastics - Injection
nmoulding of test specimens of thermoplastic materials
-Part 4: Determination of moulding shrinkage, 2001.

3) ISO 294-3 : Second edition 2002-06-01, Plastics -
Injection moulding of test specimens of thermoplastic
materials - Part 3: Small plates, 2002.
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Ns &8 H=E T FA.
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o] HAALL
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7) ISO 294-1:1996 4.1.14, item k) and ISO 294-3:—,
Figure 2, 1996.



