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A study on the monitoring method of internal barrel temperature
in injection molding machine
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Fig. 1 Block diagram of temperature monitoring in
injection molding machine
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Fig. 2 Internal system of injection molding machine
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Fig. 4 PLC ladder of injection molding machine
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Fig. 5 Data acquisition board for external 1/0

Table 1 Command map(temperature section)

A5 A4 A3 A2 Al AO
0 0 O 0
0 0

Command

Nozzle temp request

Barrel 1 temp request

Barrel 2 temp request

Barrel 3 temp request

o |lo|o| o

0 1
0 1
1 0
1 0
1 1

O || O |k

0 0
0 0
0 0

Mold temp request
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