nnvssmaslslussniummAmAiAennase
E@mgwsﬁ%mﬁﬁﬁiw 55’;

FFECTS OF ﬂmﬁﬁf‘ PAR éﬁ? ETE]
@%@ D '-?f”” Lgﬁm IN

-y
sty
METHEE BAENGAM

e'»'ﬁ ﬂ . ;
zmmmmmwm&mmmnmnﬁwﬁmsmmﬁmmwwﬁ
| ’ Wﬂmwmmmmm |

&R

MME’QM’MQ

9‘9

soamelnlernszeaTins NeRYYY

-
TTRIMNITYL

m.A. 2544
ISBN 974-648-368-4

’



O IBHTN0UHNEIIN N Edw BLUNALETE 1T IR HER AN
-

wavesnslussrnamsiansiunemsnaseayanszay

lumsuginwaadnlusuvda

EFFECTS OF FILLING PARAMETERS ON WELDING LINE IN
PLASTIC INJECTION MOLDING

\Moaoosz,m

=
Wi luanuy

METHEE BAI-NGAM

Ineniinuginiudumiisvesmsannaumingasinanimnssumaniumiuda
muiimninuniesna
UuNnIng1ay
; amumalulagnszeoundudinaummsaianizila

l’rm CTLYIY
FUd B R e ]

ansii 20638 W.f1. 2544

M, o,.u,; '18 [}W‘ 45443 ISBN

974-648-368-4



EFFECTS OF FILLING PARAMETERS ON WELDING LINE IN

PLASTIC INJECTION MOLDING

METHEE BAI-NGAM

A THESIS SUBMITTED IN PARTAL FULFILLMENT
OF THE REQUIREMENT FOR THE DRGREE OF
MASTER OF ENGINEERING OF MECHANICAL ENGINEERING
SCHOOL OF GRADUATE STUDIES
KING MONGKUT’S INSTITUTTE OF TECHNOLOGY LADKRABANG
2001
ISBN

974-648-368-4



COPYRIGHT 2001
SCHOOL OF GRADUATE STUDIES

KING MONGKUT’S INSTITUTE OF TECHNOLOGY LADKRABANG



N a8 u
UaMnAaINeae
o = v v v
ﬂ'ﬂ'l‘llﬂmﬂiﬂiﬁﬂﬂ‘izﬂﬁﬂlﬂﬂ“‘iﬂﬁﬂ!ﬂﬂ'ﬁﬁﬁ!ﬂi%ﬂﬁ

as d
luSusesInetinus

v Y a = d o ' e - e, a A 2
IV INNUNUE wavon s lussnamsaumuaemanasesdenlseau lunsiy
ginanadnluiyuia
EFFECTS OF FILLING PARAMETERS ON WELDING LINE IN

PLASTIC INJECTION MOLDING

Yorinfnun TRLITETE S (TRREY
sHadszdina 40062005

Sy IINTIUAARTUNITUAN
MU SAnsSIATOING

d o (=) o i3 @ =
INFUHMIUANINEIUNUS  WALATITING IR

AR ATIUM AN TINUE Muilate
SA.AT.NIVIAA WIHHIIA 24 LT, s
~ ) g
I7.95.44900 PIAANA 150U
A = W
AN IMAINTaY
Eln = ‘-q.\\\
Wet.34 Tanvuaranos S Do . f—
‘
WA.A3.917 303 DTYFY s 44\ / ad

Sundiovd) Raeu 25 nsngiAw 2544 (9a1 13.30-15.30 u.

goluNaey @ 01071512 FU U 4 (0l E12-403)

Sun.. AR eI e wa 28AN




LY

10 INNTINUS

=
ANHEI

=€

sHaUnAnE
Seyan
I

W.f.

o =Y <
101587 AIANINNTinus

a a P Iq 3 - 4 o
Iniinusiiaue  msilszgnaldlsunsuasuiaumes lumehasimslva wazms
o - s =y - 4 o - A
nsznwmvsIMMaAnval luwiimiianaadnitesassmisinaseueaulszau Haves
a = 1 ) a o o = P
sandsiaulednu1dun quuginaradnmas, AnuAuRa uazANUTIVEINATANIMAIN
o . a & det 9 o i |\ =2 = = a
duntaia  wadwin lnninmssasueaaliruimganssuluns ivaveswaa@nmadi
y ' w AW 1o a ¥ 2 La & ol & 5 st
Gouluarag iy # T Iiee iIdumeu weld tine Tumiiuigauiuilgmddarimune
. oy : - L) o ‘;
auvosnlsiauledny Idgmi lilseyndld Indureumsfianarainess Tnowadwsn

3/ & = Y o o 9 - & =t 3 as '
vlﬂmﬂmﬂ‘nﬂ"LIﬂ'l5'Jlﬂ518”ﬂ161ﬂ51lﬂiﬂﬂﬂﬂﬂ’lkﬂﬂ‘i UANUADAATDINUNIN LASFIDAALIA

naveedusluszriamsiAuduaensinasoy
. ¥
wewdszamlumsugdnaradnlunuuia
-\
wows luany
40062005
FHINTIUAAAS UM UNA
AFINTTUATOING
2544

WA.A3.913IAT 19Ty

UNAALD

Tuduaoumsuiswautlsivanzaudaoniinanefaewiuy asraaegniaun



Thesis Title Effects of Filling Parameters on Welding Line in Plastic Injection

Molding
Student Mr.Methee Bai-ngam
Student ID. 40062005
Degree Master of Engineering
Programme Mechanical Engineering
Year 2001
Thesis Advisor Asst.Prof.Dr.Jaruwat Chareonsuk

ABSTRACT

This thesis presents the use of CAE software to simulate flow and weld line in filling stage
of plastic in liquid stage on injection molding process. The parameter considered in this work are
melting temperature, pressure and injection velocity. The results obtained in this work show the
characteristic of flow at different condition. Also, the reasons of weld line problem are
investigated. The suitable value of the parameters are applied in the real molding process. The
result obtained at this stage is consistent with the results obtained by using CAE software and
helps cutting down time consuming in finding the suitable parameter by trial and error in real

experiment.
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)

' ¥
3.2.3.1 Inawesuuwdueinaea (Linear Shape) a1@a0au19zihinmin luanags

J =1 o cg E yqd’tl
VU UATULUILT i:'f\'I'U'N nummiau'lﬂmm

31 3.3 Twdwesmnndusiinasa

3232 Indwesuuuuenuuulaosey  (Branched  Shape) lavaduuvil i

>/x:_;
A
Guin S o

al

Twanasgrienu SeihIvlaumuuniuties

| =t o
310 3.4 Tndwesuvuuonuvulagsen

3.2.3.3 Indiesuvuionlean3es19un (Cross — Linked or twork Shape)  1A34

v o ok 5 fat ' - o
GEREISIRIRY] 11“Twﬁlnﬂiﬂﬂ'ﬂﬂ"u1uuuqq lla:nﬂ'nuuq”lﬁ‘u}:@

51 3.5 TwdwesuuuionToaniosaum
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33 qmauﬁ'ﬁum Crystalline t1a Amorphous Thermoplastic
vennnfiguauidveanaiadn  Saannsoduuneenldsnasadnyusfio  Crystalline

1ag Amorphous (non-crystalline)

3.3.1 Crystalline

Thermoplastic  U¥Tiafianyaizveenndazdnlfaumaiiqunniunnane
voudairilinaouazawlasTuagaveanaadnezGoadaiuoglugivendn Fuialy
sonmameziiy woulassnhosanmsissiinuveananainan  sxifuaafloai
wiruizi I lmanauonandy niewdsamidiivia i Tumnaswdaiu dedrurundse
adeuiih i Tuanaveswara@nuondroanainiu FI9EHUNTIAARANYDINATAANY
409 Thermoplastic lwamzn/dswnlasanmzdrogumginazaimdeus dnuuzimme
v911n59519WAN  Thermoplastic n:ﬁﬁnym:ﬁ'umuamﬁuﬁﬁn14nwn1w"h.is§]uu‘fmﬁmﬁ'u
non-homogenious (anisotropic)

Snyazmmizves Iumgaiunsnszawlugdvewdniunauiusswdnzeglugl
WBIHAN Thermoplastic 100% i AFasaniad Xc ABOASIAIUYDIMITFUNTNTLIIY
f‘i,uﬁ non-crystallized ﬁ'ﬂfuiﬂﬂ‘ﬁﬁﬂaﬂ Thermoplastic mm‘%an“luﬁn%"am’iflﬁh semi-
crystalline thermoplastic 1ﬁﬂi’;‘u'luszﬂ'inns:mumiﬁImaqaﬂ%’nﬁ’nﬂuﬂﬁﬂiﬂsamﬂ}w

#29079989 crystalline thermoplastic Jsznoudronaaanded PE (Xc = 80%),
PP(Xc = 50%), POM (X¢c =99%), PEO ,PPO , Nylon(Xc = 35%) 41a4

3.3.2 Amorphous Thermoplastics
. = 4 1 el o ' =

Amorphous Thermoplastics % In39a3 14 Tmanauvugueei ludlusziion anga
o o a & ad (d "o
[@N)MWIITWUT amorphous Thermoplastics qmnqumﬂarjuﬁmuﬂummu Tunszurums

ﬂ’: - = ﬁ' L A 4 4 o - o

HABUIMAIMNIMUAWUYUNHUAINDYHUIN llﬁxlﬁﬂ'ﬁﬁﬂulﬂa']ﬂﬂﬁl:ﬂﬂﬂﬂﬂlxiﬁ HasmunM
autanumeniiluiia@oany homogenious

waaania lUidaeglusiia amorphous Thermoplastics 154 Polystyrene (PS),
Acrylics , Polycarbonates(PC) , Polyvinyl Chloride(PVC) 494
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3.4 anuduRusvesnuaNtAMImanInveIMsRaANaIaan

3.4.1 AUANVANMINENNANNIOU

¥
puamianameamanudeuaunsouieen diudail

3.4.1.1 guantadafinas

= ° " ar ar o "
YSumsdumiz v, ANUMUIUY P uAT ANUAUNUTITUIN PVT

(Pressure — Volume — Temperature)

3.4.1.2 AUaNUAYDI Calorimetric
b 4 ° ' ° 3/
anwdeuiuwiz €, , mmsihanuiou k, anufeulumsnaouaza uay

9 a o Y a . =
ﬂ'.l'lll‘iﬂ'l«l"ﬂTlﬂﬂlﬂﬁﬂ'l‘ikﬂ?:ﬂ']ﬂulﬁuﬂﬁﬂ

3.4.1.3 gumgilluman/agundasaniue

glass transition temperature 7, , melting point T,

3.4.2 uenuaridinas
3.4.2.1 d3nasdurig tavanumIIIN

Wimassumz Iwalasasanuauuuiviifemsvasuvalnn/asunlas
A0 Thermoplastic  atwnsaldmandonlumsiliuasumarnldsuanmzanvenda

-t = - . Vd o d’ ae A o o
Muvoaunarluvazianaradn  uSemlioudladmgaumgisuiaadadunszuiumslag
wasunlasrozainveavaaiuvewdiafinassunz  tazanumuuniveznlasunlas
mumsndouaniuznn  (@usYeunad | isaniuzuowmdy)  Iaguaniaaind e

nlaswnlasmuguvgiinazanuauiiniaouly

d@ AV thermoplastic Naniuzvoamainulalassadialuanauvude
A‘l o VY = o = al : = o 9 " =9 = = =
weuih IdilSinassumizliannn  dniudsihldmanumuuniulianiesas wisludnnsal
& 1 o [ 4 ° - o =1
Wil4 thermoplastic Haamzvewdaneldlasiaduluagauuudeiiosi lismnassumei

I g ' Y L. J & oo AN Y t
Anfes Tedamaldmianumuuniuiinnnniu nilsluaesnsdidai Idnanunifuaumques

o a : o g A © J - o + ‘
ASHARIVBINAIAANNNINTHAR mmmqmmsumnﬂmmswwwua:mmwmuuuﬁ

: : 4
wasuudasszn e us Yo VAAT AN IULYDAUNAD
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i
Specific Volume Crystalline

Amorphous

Temperature

: o w d = a 3
31U 3.6 Anuduwusvesgungiinolinasiume

vnf lAuaaa 131u31091 3.6 crystalline  thermoplastic ~NAMUUUWHUTIVOINAITAN

Polyethylene(HDPE) - TasfitfSanasswz  wazanumwiuiveas 13 lndnugumgi
1 = ar é =Y d‘ 1

¥aoUIMA amorphous thermoplastic 131 PS  ludndnvaeniivziiamsnlaounlaseti
7 a ' < Yo a ” 1 = =

¥19  msnldsulasnnuunnivezmiulddany  thermoplastic  uavInmsSouifioy

crystalline thermoplastic 32 UAN WU MUUUINAI amorphous

3.4.22 ANFUNUS VRS PVT
tiieanimiSinasi umizuionumuILYeY thermoplastic  gnfmnuATAD
Henduvesgamglinazanuiusidwisasiany  taymiArAnngunsAELTUeq
PVT éuisuilavesaums PVT s ldnnnimaaes samnsafaaumaniings

fumgnseanumuunivldnnqgmiidmusgamgiitazanuiu (5191015079895 1013

waguilas PVT 484 thermoplastic 19 lasnisnanss

3.4.2.3 anudeulumsviesdaraenazaNNIoUYOINITING Crystallization
anudenluniswasuazateie  naanuanuieuiidesmsdeniamisouia
ypawaraAniivi 1 crystalline NAWITUYDUNAT heat of crystallization Aondanuanudoud
lﬁﬂ‘l‘fu‘liﬂs‘lﬂﬁ‘lﬁﬁﬂ‘itﬂ’hdﬂiﬁﬂ’)uﬂ‘li crystalization Y94 crystalline N30 semi-crystalline éx‘l
WAL OUNIABINTENRA heat of fusion LAY heat of crystalization #1117070 18a1u33

13 Differential Scanning Calorimeter (DSC)

ANEL929
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Enthalpy

________

Temperature

31 3.7 anuduiutvesqunglitundanuanuiou

Crystalline thermoplastic  dusnuuiuRanazveadalugiveslnseadi
Tuana Taendsnuanuiouiivzmlfidensa/asuamus ldvdeamumasnuanuiould
un Tuananounoui luanavzimemuiiulngssumiosugungiivasimal tagndanu
¥ @ ' 1 o ¥ &
ANV BUVDINITHABUINAT  FIDEIUTUHALNUANNIDUVDINTINABUINA VDY HDPE fie
1o 1 =1
264.8 J/ g (63.24 call g),LDPEmmu131.2 J/g (31.36 —cal/ g) pth3 lsnA1uAY

QnABANILGIYDIUDY VD heat of fusion Y8 amorphouse thermoplastic §3 e uIsotudu1a

100%

3.4.3 gamgiiifagunasaaing
3.4.3.1 Qu¥fi Glass transition, T A
a & & ad o § ¥ 3
quuQil Glass transition — 7,  fogamguiildlaseailuanaves
3 a a - o 9 ¥ ae ' L) e o 9 }
thermoplastic 1311N3NABUAIN 1HgINNIIAINIIQEMYI Glass transition 921114 Insaarsa
d o a o © o '
Tuanaudeia Taonganssudanaini i TnseadwTuanaidasiy glassy state lignnse
W4 edalsiawd Igungiunluagaganiigungil Glass transition M1l Insaadae
yoa luananaoui lded1dase HaTWANISUYBINAIEANA T IHAIUAz 928 DUAD
rubbery stage
= e M ﬂ a = a &4 &
QU¥Qil  Glass transiion 001 uluguvgilumsnasuaniminavuiiie

thermoplastic (JaouIYaaan W glassy state N30 rubbery state FRUUNIAINAIWE Indifos

]
=

o o Y ¥ a d o = - '
fuguvpiinlFlumsesnuuy  ddesmsiwara@nudedlguginesnuuyazdsaiosnd
gunQll Glass transition UARIABINS IinaaAnsoudl ldguugiinesnuyuvzdnaganii

g HQI‘J Glass transition



19

3.4.3.2 Qungiivaemvan, 7,
qumginasumadfewdsnuanudey v ldwmadnnaounlasaniuzan
aouzvoudufuveanais s crystalline thermoplastic  N3¥uAUMIA 19 lumsnaow
Mawos thermoplastic  gampiyIndfuganasumal  Fegungivasumaiazguugl
Glass transition @1113032 18 1a01935 DSC 11nmMsduUnad1Msy thermoplastic ¥ia1wa%1ia

o e o ' = =y s = g
ATNMUTAUAUTISHINGUNYUNADUIHAWIASYUNNY Glass transmonﬁ'lll"l‘im‘llﬂu‘lﬂlﬂu

T, /T, =1.5 non— symmetric thermoplastic

m

T, /T, =2.0 symmetric thermoplastic

m

: @ w = - i
Tugdi 3.8 uaasdannuduiuivestlSinagunnll Glass ransition 99

Wiﬂﬁaﬂﬂ‘SSU'JLEﬂ'l‘iHﬁﬂllLHﬂ'JﬁTHuﬁiﬂﬂ%}')&ﬂlﬂﬂqmﬂgﬁﬂﬁﬂiﬂﬁﬁ']

R e
tuse femp.

process femp.

Elastic Modulus

Temperature

517 3.8 AnwduUSYe QUMY liNG Elastic Modulus

N3YUIUMIAIINEOUVDY  thermoplastic ~ Wnazgadmua idesauduneu

4 =

a ° a g =]
guguraauliail ‘H%!‘é]ﬂ'mUﬁqm‘Hﬂlm1ﬂ']'l‘QﬂlHQiJ?lﬁﬂlJlHﬁ’JmﬂﬁﬂUﬂiﬁ"U’JuﬂTiﬂTliJ

Y

b4 o a o ' - - o
fou mrstmuaguugl dinhgumgiivasmvalvemaradn  Taens lnszuaunisiia

=

naaanszimua Bganiguugiivasumas  60-80 °C  uazimualidinigungl

cracking 10-30 °C
Thermoplastic ~ nwldnszuIumsisinaveuvavesguvgil lidminfiezisy
N3ZUIUMIAA FIM35Y thermoplastic VNFHAREn 1FguuginmuzaulunsyuIums el

¥29v09uUnlgInNIguuiivasumaliuuzife 50-60 °C ¥aguuiin hinzay

= 1

lumsnaeuaza1vve thermoplastic ABYUNNNGINTIQUNYI cracking 515 °C

“
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3.5 WUGIUNTTLIUNMIAANDTAD

o X
3.5.1 gdupumsaanugv

Melt Fromt

Radial Flow

Flow between Plates

Tube Flow Melt Front

517 3.9 uerastagduvums Inawugmhunszuaumsfanaradn (8]

5 = =
3.5.2 WugHnIfanaain
L4
nszuuMsRanaraanaunsessue Idfaiiie waAnvzgnvasumalegniula
g g = 3/ 1a DA <& ' o o a
angashduazgniadn ldmoluminum - Aennwaumniialasiinauauildlunisnan
nanfusnanauianInus g neafnmaanoudad it ldunifiuraannudu
8 .
W50 MRALIAI TR NAUTHZIgATIRIUMIRINA129INs ZuEH YD gMAAN
=Y A 1 as U 4 4

WaraANYMAT gate udadatoqavouAL Famanudussiisaaauiesiiennai

@A uveams na uazmanuauszdesigaitaogavesns Ina

Thickness Distribution

| lines represent an area having a lines represent an area having a
| large resistive force small resistive force

| The dense mell anl :qu:pot:nnnl ] The spa:se melt front equipotential ]
\

31U 3.10 AnvauzAABUAIVBINMAANINGY Melt Front HIULIRUWHAMIMULANA1AU 8]
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Thickness Distribution

Small flow Large flow
resistence region resistence region

R
2
E R {1
arfier o)

HEE
i ‘lt’. Welding Line]

A NN AL
=] A\
Actiae LB LA KLS
L% A
A\
2hpy, ';_.L‘| 5
2y .‘3‘;5‘ & &
{' H
\

U7 3.11 dnvazindouRIYBINAIAAMMAT Melt Front v IV RaIduuu ngoy (8]

. t 4 .
Taoma lnszuaumsaanarafnnerssnms iva ldiamimeldnunve ainuw
atad 1 - P v - o a = 4
ffianuiumuns lnadosiqadevsuwaveusifiuiii naradniivasumalinaou
ar 9 o = .: o v A oA 1 v - = e & A
a2 1 deg1937757 navu Idnsaweliussdums lvates vialudnanuauznila mandeu

» . .
Arveammaanivalifalusi o nniinsdunmums lnamnasaas 13lugla 3.10

uazgli 3.11
1 &4 o d! d' s @ 4:‘ = 1
anriatiudulsnisiddgueanatafnignuacuimal  Anuniiagadwa

WMiRaanuMunums mastaun - AiAnuntevemataanvalfe N uaI IanuAIY
c; - -y o 1 ar é
mMums Inaigamglinaadn, 9asIN1sa0mMA1NEoN, A3 IROY HAZANLMUT 19 9

Hladuvianuan ldnauiiina laa s nuniia

Cooling lines

Full flow profile Fountain flow region

Solidification layer

U7 3.12 mwdAnvednyazyeans Inavemara@nimatduninuinwldveimasiiu
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3.5.3 m3lvavesnaadnmalarMINAITUINDITON Weld line
a 9 d = 1 a 9 1A o
nngUlit 3.12 ueradldiiudams Inanmsunsnsznoveswaadnmainme A lay
dedutlums Tnawu 'l stip
= ¥y d = 3/ A o ' & A o
nngii 3.13 uaaelimudelassaielunaiiduminaevesninaoumalsEuing
» Il "
yuuiums lua daiulassadalunafiGosdvuiums Inadunusssuiuiudndiues
. ¥ ¥ " ¥
ms'lna  deRumveaa@nimanisaesdusuiulaommzodatad1gunginuIys sy
' ar L] c‘ Y A nq‘ " @ o n’: o 9 Y =Y 1
aaf (3u naldmTegunginyuanny) dnivhidlasadinlvanaveswaradn b
udase o AumisiuArvemaaAnmannussvuiudsdumidinanaunsoveaiuld

¥ - w vy o a & a v da o 4 .
A8A Iﬂtﬁlznaﬂumsl‘ﬂ‘utﬁ‘umﬂ‘]Lﬂﬂﬂluuuﬂﬁﬂﬂmmfﬁui1L':'Uﬂﬂu’ﬂlﬁmlu’)£‘li@ll weld line

T R T T S R

i The macromalecular chains
rf are parallel to.one another
" oal the interface

Welding lines

sun 3.13 ANAAVINMSINABUAIVBINAIEARIMAIN U TV AU T IRAd LU Yo (8)

VA ™ 3 A o | & a - A '
molditeu v iduuuuveuialiu  Wegunglivasuralvednalaangaussoni

Y A A . P 3 & o
WunuadouinuaonnuAuldd  good welding strength 10390 Insaad 1 Tuanaa o
4 o ar 1 - A ] 1 e = =
wasuaumenuldedadasy ol lassadalianuudas muasanudulda ludnnsdl

. ¥ .
yoamsRaduILIYeMAATY WewaraAnmalgungiianams slgudlaus s oniudunug
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Wouinurenuiu1i@ bad welding strength flgmimsifaduuuai¥oudanaln awnso
fuun ldaunlnngmsaesdnuuzie @uuuadomdu cold welding uaz iduunuouioy

hot welding

3.5.3.1 [duuUNTouToU Hot welding
ps == ] = - 1) d'l o .§'
1n3UA 3.14 uaasiagaveansruumsianaradn lnoduuuuounaiu

L10A9INUN insert YINMT IHAYDINAIFANMAINGUNYT

insert weling line }ue to hot welding

311 3.14 uamamsindeudvpanmiaAnima i1 1MiAa Hot Weld Line 8]

3.5.3.2 (@I ¥eNLEY Cold welding
vnglii 3.15 uerasdialsngnisveansiiaidunidouigangiis Taona

T cold welding wuiiusnmilalgveanisfiawaiaan lavazinanisAaiuyeInalafinivad

gate :
welding line due to cold welding

31U 315 namsmsindoudrveawara@nmaniliiie Cold Weld Line [8]

3.5.3.3 3ZHZURIMINAITHIMAITON
YV d et ' ' - 4
1ngl 3.16 uanaliiufananiams Inaaesmasueawaradnimal superior
melt front 1AaM3 Tnast1aus a1 Tn1eTuifRuW vulnerable melt front (inns nasgisdng

P ' o Y a ¥ A d’
IUB3 iﬂﬂﬂ']’]lulﬂﬂﬂ]d'llﬂQﬂ"li'1”ﬁﬂ11“lﬂﬂlﬁullu3[‘ﬁﬂn‘uu
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514 3.16 ueraams Tnafldus sduimnandudanaldifaduuuudou (8]

Tngnad@nivaoummad lwanwldnifud — dauveanara@niilndfrveauni

W ztud uesnffouanzninveunadiluveandaneu deildumatidTuzili 317 u
[ ' . £

vasiidunnageuinayumelumiiunds lumudwasnis lnavemaradnmanadiagu

o g ¥a o= = 2 aa a4 oA

usei e @ordunolusuan Tagdsingmsiiiasinns Tnanioluwinminie

= ' W o ' "
5un'187157U underflow effect Favln linudoniidu

Mold Wal Fourtain-Flow Regaon
()

_‘T F = s
Core-Polymer S mm

Thickness Fraction = ab

Mald Wall Fourtain-Flow Regan
(k)

" ¥
37 3.17 mwAavams Tnaveanara@ninaauaaan a5uvea Polymer
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3.6 f}ma‘uﬂ’ﬁﬂm Thermo plastic @1%51 Program Moldex
¥ . T
nngduuvvesaumsae iilszgndlfiliongluaniizveansiia (Filling) FaWersan
idfewmadangnnasuegluanmzvsamaineldmiiuiianaradn  Jagildiduwaiadn

¥1A ABS (Acrylonitrile Butadiene Styrene) v84UTHN Monsanto ¥9N14N15A1 Lustran-ABS-

DIf HEAD EXTRUDER BARRLL HOPPER TACHOMETER HYDRAULIC MOTOR
DRIVE
< $ EXTRUDER SCREW SCREW ORIVE
\ D;mmn HEAD SYSTEM
| T THRUST
BEARING
It 1§ X * _l‘:qu_.—.::
X
R NON-RETURN ™o
FLOW VALVE HYDRAULIC INJECTION AIR LIFT FOR SCREW REMOVAL
CHAMBER ASSEMBLY CYLINDERS %
PULLAN CYLINDER HEATING BANDS

3141 3.18 wuuswITBvANTBRANMTANIAAID I IUYBIAN A

3.6.1 HAANMHIAADATZLIUM SAANATAN
- A 1 ey -
AMITMINAAAOY : ASTM D-3835 momidifuautaveswaiaaniszian

Thermoplastic A Capillary Rheometer

.

MINTIAINNUNTHAYBINA AN A0 IR 1AA0 Capillary Rbeometer #9317
319 udwniiiagnaneuldadhlunemeldquugivasumaivesmaiadn ABS #
270 °C  udIMIMsnaRIeNsIHMZUBAURNARIoEAsINIT THa Q- Taviiimswanau

] o a : (-
v L uaziduriuguinaly d vea Capillary Tube Aatiuisi@masomoasunouldain

(3.1)

Kl »
HAZANUAUANAT DUTNAVUITTHINAUN YULHRINTNATL VA INITOHIAIAIY
s/ o - 4\; = o 3
Wunnavuisi ldauaums

:.._._Ap—.
&L/d)

Tauf shear ViScosity Qﬂﬁ?ﬂﬂﬂiﬂﬂﬁﬂﬂ’lﬁ

(3.2)
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Force

. & o -
g‘ﬂﬁ 3.19 047152 NOVVBUNTBII0IA Rosand RH-7 Dual-Bore Capillary Rheometer

Rheometer
T
‘qﬂ = .—5— (3 3)
V a
Taodmuald

N, = zero — shearate viscosity AN Lo

. 7, =95512 E+5 dyne/cm’

I\ “Sheg 744 D, =4.2420 E +10 g/sec.cm

AT 22peran D, =36515E+2 K

D, =0.0000 E+0Q cm’.K/dyne
A =20400 E+1

A,, =5.1600 E +1 ‘'K

p = pressure

T, = wall shear stress

n,7",B,T, and  =constant

- | - L] " M U
waveanunila  aunsadoulieglugivewage radnlasaumiiadenaiuiiy

Handuves gangil Audu uazdasuiiou

1,(T, p)

l+(110 };/r, )H

nngduuaunsduduldinslddodmuaassediiidiiy  dmiueiuionm

n(T.y.p) = (3.4)

ey - ar o ' é 1
auiifveanaradn AeANuFURUTIENINAUMS Newtonian U1AZ power-law FI9ZUANAIL
vngduuvaumsna Uit ldduaue  Tasanaii lduaaa I3 lugduuuauns Cross Model

awsauand lddromseanuonsodydnval  ludiuvesmanldsumlasaniuzsznin 2
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o Y o 1 & aa a J " o
wuvszuaas 3 lugdvesdydnvalfie 7 AAuduouinnsanIzfavusznilmies
- A Ll o ' lﬁ' L ¥ o
HUURUW F9AINNTUVRIAUMS Power-law uaad idaominail (1-n) Tasmvesgungil

seildsunasmunnuduiusasaunisae 1

T
no(T.p) = B-exr{ —]f—)ew(ﬁ-p) (3.5

Tava@hisnnuhlumsiaguugiine 7, hivudvilaiduvesgumgil 90

. ¥ '
auyAgIunanaz 15 1dnasiisgaumail bulk temperature HfwNNAT 100 *C Yu'ly Faey
Tugregunginasumalveanaraan daiugduuuaumssinanRansainninsanly

e

%29999M3 70 1A [A8guMH bulk temperature ILHMAIGIDYIZHINNITZVIUNTAA

=1 o

{ o ' = o o ' aa
0010 15AAWMgEIugll  bulk temperature - NoafiAM lndguungliSOUAIVD

“
b4 "

- A o 1 1 1 =
WAIEAN  FININFUUIVVBIAUMIIAINGINTIN W MANUHEAYE QuIUIDUVYINaDY
madaaad lumsuaaenaiiassnsfianaiaan daduilufisedosldsduuuvesaunsiua

e liramiu

-A(T-T))
D), BRI, — Rt 3.6
Mo 1 p[Az o } (3.6)

T.=D,+(D,-P)

(3.7)
Ay=A,~+ (DP)

)
@ 0 a’ 1

Tavit D, udasfssrenfaouilasgumgiinsnamduidugud snmsiinsgd
Arnnunilas 18I msnig finite-difference HIN13$100UNBIMIERAMA LR UANAT O
lunsazmsnaaes  Fannasmadananifimsnaasanmiigndeaudimuinasgines
ASTM D-3835 (Weissenberg-Rabinowitseh- correction to account for the difference between

apparent and actual shear rates, and Bagley correction),

Taeh

b, =9.62770 E-1 cclg b, =3.65150 E+2 K
b,, =5.52500 E—4 cm’/g.K b, =2.89000 E—8 cm?®.K/dyne
b,, =1.92130 E+9 dyne/cm’ b, =0.00000 E+0 cc/g

b, =393200 E-3 /K by =0.00000 E+0 1/K



Viscosity [g/sec.cm)
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b, =0.00000 E +0 cm’ / dyne
C, =1.84863 E+7 ergl/g.K
K, =1.84750 E +4 erg/seccm.K

E, =9.20000 E+9 dyne/cm’
a, =1.09800 E-4 1/K

b, =9.62770 E~1 cclg
b,, =232890 E-4 cm’/gK
b,, =2.72360 E+9 dyne/cm’
b,, =345310 E-3 1/K

v, =3.80000 E -1

ABS | MONSANTO (LUSTRAN-ABS-PG-298) ABS | MONSANTO [LUSTRAN-ABS-PG-238)

e provny 1‘13 R S s e
RS o BRSSO SR e i 1 Tt
T ;../‘;r » OMPa
— IR L eeene n 40MPa
- | v 0 80MPa
- iy, G T S ® 120MPa
2 3.0 a 160MPa
= : © 200MPa
poolon e U B/ AT
ot A BRT R 7 il e %, :
! : : L i : w09 42 N e
il A o D T WSS
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Other CAD User AutoCAD User
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W/F.EM Module W/O FEM Module
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Export/draw 3D-wireframe format and Draw 3D-Wireframe or
save as IGES or DXF file 3D surface models
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Import the IGES or DXF files into

1 AutoCAD by IGESIN or DXFIN Y
Direct convert to polymer Use "SURFACE" mesh
molding analysis data file by function to path mesh to
L |
Moldex interface Moldex format, save as DXF
files
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Providing product thickness and gate

measurement then save the file, the data will
automatically convert the output data to product a
* BLK files
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Polymer molding analysis
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M13197 4.1 UAAID Layer Control Tumsugiinifiumiaig AutoCAD

Type | Element Type Definition for layer name | Color
Entrance Melt EMS$ Green
=
% Entrance Gas EGS Green
(=
Entrance Coolant ECS Green
RCS$1000X
Runner Cold Red
RCS1000-2000X
RHS$1000X
Runner Hot Red
RHS$1000-2000X
()
< CM$1000X
~ | Channel Melt Red
CM$1000-2000X
CGS$1000X
Channel Gas Red
CGS$1000-2000X
Channel Coolant CC$1000X Red
FC$1000X Not
| Face Cavity
3 FC$(1000-2000) - (3000-4000X) define
=
a Not
Face Base FBS
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4.2.2 QuungiuRam
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Genericname | Injection Temperature('C) Mold Temperature ("C)
ABS 200-270 50-90
AS(SAN) 220-280 40-80
GPPS 230-260 40-90
HIPS 170-260 5-7
LDPE 190-240 20-60
HDPE 210-270 30-70
PP 250-270 7 20-60
GRPP 260-2807 50-80
TPX ‘ 280-320 ' 20-60
CA 170-250 40-70
PMMA 170-270 20-90
PVC,soft 170-190 15-50
PVC,rigid 190-215 20-60
NYLONG6 230-260 40-60
NYLONG66 260-290 40-80
POM 180-220 60-120
PPO 200-300 80-110
GRPPO 250-345 80-110
PG 280-320 80-100
GRPC 300-330 100-120
PSF 340-400 95-160
GRPBT 245-270 65-110
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M990 4.2 (AD)

Genericname | Injection Temperature("C) Mold Temperature ('C)
GRPET 260-310 95-140

PBT 330-360 200

PET 340-425 65-175

PES 330-370 110-150

PEEK 360-400 160-180

PPS 300-360 35-80/120-150
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4.3 wgAnsIu Naswamldina idumnnien (Weld line)

insert weling line }ue to hot welding

AH‘ 2 W - 4‘. / A o
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Cooling lines

Melt front

Full flow profile Fountain flow region

Solidification layer
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Iteration in Computer
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Part Design [ Mold Design ———®  Process Simulation
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Real world Iteration

Production

" »
Ul 4.6 uaaadWuAUMIBBRIVUIEAE NARDIAS 1UIRNWIA Program MoIDEX 1114

dannis Inaswdafy vemaadnmarvasia piuwiGuraousauiuin1iIns
319989 Molecular chain Soaialunurvin ionarafndudanauSinading swilina
sovitu fudaa ¥ lugili 43

nanesd v Tsunsuneuad1a Mold lumsvidaudsaauguaewilindasse ldnm
lumsnaassweuiifunimilsnlszina 10 - 15 $alw wadwii ldonTusuasuir Ty
nﬁa‘am%‘aélmﬂﬁaﬁﬂa“lumsmam 20 - 50 kg UALHAASUNANINSHUNARDY Trial error

' 3o ¥
Aumunasg i lanmua 13

- g Ry
Eﬂ'ﬂ 4.7 HH)ﬂTﬂlﬂ?ﬂQ‘n’l‘lﬂq‘N



39

Entrance Coolant UP

Face Cavity & ’ ng& & Hot Runner
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Coolant Entrance DOWN

Coolant Channel DOWN / o
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5.1 VWIUMSDANMIAANHINMAINGB11119UAIY Program MOLDEX

31 5.5 Melt front #1701 0.50 Tl 3171 5.6 Melt front 1381 0.60 Fuil



3UM 5.13 Melt front #1721 2.70 w1

310 5.14 Melt front #iraan 2.80 Junii
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3U# 5.21 Melt front N301 3.50 I

317 5.22 Melt front 131 3.60 ¥
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311 5.29 Melt front 1701 4.00 uH

317 5.30 Melt front 11301 4.10 Fu1¥
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317 5.37 Melt front N1da1 5.10 Fud 310 5.38 Melt front 11381 5.20 Tu
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5.2 nfSaunaunanInmMIRAIINUMINAA Y Program MOLDEX Aounstf 1v
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J03TIDUA A2

71/ 5.40 wanwain N3 121AI0 CAE dewimsud v

5.3 SouliBunannMInAITINUMIAANY Program MOLDEX v@3msun 1v
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5.4 MMNABEUNEUNAINMINAVIINUNIAAAIY Program MOLDEX nouuay

=
JuITIoua B2

naamunly
@1314N 5.1 Traditional Approach to a New Produce

Stage Description Parameter | = Units
Fill Time 5.000 Second
Melt Temp 260.000 Celsius

Flow
Mold Temp 60.000 Celsius
Injection Pressure | 200.000 MPa
Pack Time 8.000 Second

Pack
Pack Pressure 120.000 MPa
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M1319N 5.2 CAE Approach Concurrent Engineering

Stage Description Parameter Units
Fill Time 5.000 Second
Melt Temp 265.000 Celsius
Flow
Mold Temp 70.000 Celsius
Injection Pressure | 180.000 MPa
Pack Time 10.000 Second
Pack
Pack Pressure 130.000 MPa

VINNITNANDAIVVADIAARBIYN AWIT  Traditional ~Approach uazmsldlusunsy

. »
MoIDEX %201un15nAaen1uis CAE Approach 119305124 lavazduaninnsmnanuais
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Temperature and Pressure vs times
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Temperature and Velocity vs times
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Plastics
Thermoplastics Elastomer /Thermoset
non Crosslinked Cross-linked
Semi V/ slkightly Strongly
Am ho : v ;
o Crystalline Crosslinked Crosslinked
% & Elaztomer Thermoset
PC, PS, PVC, HDPE, LDPE, PUR, Epoxy, Melamine,
PMMA, ABS, . PP, PA, POM, Polybutadine, Phenolics,
PTFE, .. Natural Rubber; . . Polyester, ..
Crystalline or Slightly branching, Amorphous
Semicrystalline

linear or very ordered
regular brarching
chains

A

Crystalline Regions: highly branching or Canot form Orderly

Orderly Arranged long side chains or Arranged Region,

Tightly Packed Chins large functional Unstructure
group

Example: Example:

HDPE, LDPE, PP, PA, POM, PC, PS, PVC, PMMA,

PTFE, .. ABS, ..
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Abstract

This paper presents the use of CAE software to
simulate flow of plastic in liquid stage on. injection
molding process. The parameter considered in this work
are melting temperature, mold temperature, pressure
and speed of screw feed. The results obtained in this
work show the characteristic of flow at different
condition. Also, the reasons of weld line problem are
investigated. The suitable value of the parameters are
applied in the real molding process. The result obtained
at this stage consistent with the results obtained by
using CAE software and helps cut down time consuming
in finding the suitable parameter by trial and error in real

experiment.

1.umu
-~ - L - - J’ ' e
luﬂw‘uuuaﬂnm-ﬁwmamnuunmﬂmnw AT
1ssdiu Tauluqﬂmnmw TatimIndaduaiiipiwe
. - -‘ - a r.-l o - -l v P
ﬂmduﬂﬂﬂ TouFanunn ledaniannuiowionasn
P -l P . a
e uaznivlugminwomnde | mafiaduuwaion
; > s b . Wil .
Weld_tine wnau laslwewdsoildiiauadaluiis
- [ - L - 3 -
shuitlgwmafis@uunday  Weld line  lwiuau
el ¥ 4 - e
(GERR LS UssWaIR@ENT19Re  (ABS Acrylonitrile
Butadiene Styrene) lumidawaia@nudazaiy azilen
uﬂsmuquﬁa qmﬂgﬁmaummwmaﬁn. Ejnmqﬁu.&i
- « [ | - - i
NUW, MINauia e AT Screw feed WEUMIMAN
- P 4 - a4 2 -
aulsimuncaudandanmdt  wiliTuazldisnmimesss
- { W v oa e cd a -l
$1% Trial error ume ldnGRAUMARaANIEIND
v o A aa T - - -
Waunige  JATdInaMIEInR WK uazdiEwlFes
'Yaqti’lmhmumn Taslumdsoitlanlysunsy
- . . ' -
ﬂnnmmafm*zu'lua’:mmmnqnnmm Trial error (W@
p P - o - a o “
win@ulimuaunmnze  irhldiiaduusadag
Weld line Wauihga

’i@lqﬂs:aoa‘

1 am"aqriauﬁ'lmw'ﬁmﬁul.ﬁaamnnﬁ §UNARDY
Trial error

2. maimnzEm T UHAaA IRl Tu

" o~ - A
3. m“uﬂﬂ’lﬂ’)“ﬂfﬂ')uquﬂl“ln:ﬂul'ﬂu qmﬁ{‘lu i
Fl')‘!uﬁ'mnz , WRT ﬂ')'“.lﬁ’u
a P -
4. 'ﬂﬂﬂty“’]ﬂ'ﬁlﬂﬂ TDUUMITONVRINAEAN Weld line

e - L= A £y
NUNRAAUNNIHER



2. URAARNITAII 3D Mesh #1951 Moldex

90
- - oo . '
Bamftsnvesluanaiiansuclionys u wemames |
pLAIan, w§aa'[1m€uau YaY

Other CAD user AUtoCAD user
WIF.E.M Moduie l WIO F.E.M Module |
r U7 2 usastadnwauziduly. Thermoplastics
Exopri/draw 3D-wireframe
Draw 3D-Wireframe or 30
formal and save as IGES or
surface models - - & A E
DXF file g797 1 ugasdla Layer Control lumstiugwiiuneny
AutoCAD
ect convert to polymer Use "SURFACE" mesh function (o Definition for
fing analysis data file by P patch mesh to Moldex formal, save as Type. Element Type layer name Color
Moldex inlerface DXF files
Entrance Melt EM$ Green
| Entrance Gas EG$ Green
8 Entrance
ECS Green
Providing product thickness and gate Coolant
measurement then save the file, the data RC$1000X
will automatically convert the output data Runner Cold Red
Y ¥ S RC$1000-2000X
RH$1000X
Runner Hot Red
RH$1000-2000X
w
Potymer moiding anaysis| z CM$1000X
- Channel Melt Red
CM$1000-2000X
CG%$1000X%
i i3 Channel Gas Red
3. AANTADBI LWANAEEAN CG$1000-2000X
3 -l d ' - | Cool: 1 X R
3.1 Thermosetting fia _ waa@nifizUiwnaiiia PfenngEooEy & CC1f0 o
: ot - 2 J W FC$1000X
tunsaitmindalaoldauion  Heat uazusida i Not
w Face Cavity FC$1000-2000-
Compression w3ar1unIITMIHaaUIzINNAED Q define
2 \ & 3000-4000X
WAFAN Casting T3z limansomasuazmuinauanley 8 Not
M ok od ey A - P Face Base FBS
na'let 1iu 078ilu Bwand , Aludn, Iwdiomaed, Talau, define

HSINU 984

crosslinking

- a -
JUR 1 urastaanwuzdlowsa@nuuy  Themoseting

& - ar a
3.2 Thermoplastic fia waa@nfisaunsavinauunls

M e o - . - a A
Tnadldannasnnih lundariune -Ast Wasanuss

- & =t a =t
4. yandmasndag lunsia
A g - o o - o o o g
e liTunuirmidaiinmnwid  azdoadiiiat
- P N = < - A - a4
Gowlriamaglumsda laomall ssResandenlaasis
4.1 qnmgﬁwmﬂanmm
. = 2 £ p
qm“l"‘luwa“aﬂnlﬂuizmﬂﬂH'ﬂﬂ\\ﬂﬁ"ﬁﬁnl“aqﬂﬂan
Inaa M mMeinmsde qmnqﬁmaawmaﬁmmﬁ
- & . a - - d -
THlumsdauninagiuriaveswanaings  Iunwidui
o - = = ol -
1aldwanadin (ABS Acrylonitrile Butadiene Styrene) €31
granpiinasumadaglugis (9] 200 °C - 270 °C



4.2 prunpiiuifun
maansamugugunnild  lasldgunaninugy
- . 3 o - "
aunpiivanimie aiuflva dhwywdouegluug
- J - e 8 -: " - -
AW mqnmqu'lumnhumnwagnuwmmwmmn
Tavluadduilldidonls (9] waadn (ABS Acrylonitrile
Butadiene Styrene) gaunpiluiunaglutas 50-90 °C
4.3 lunida
paflflumi@anasdnmandwifod  UiTE
. R o A =
mslimunazdiuasdlalasasandeiosia  wne
& o a - {
auagivanuilunmanfeunauuniunuyes  Screw
Feed (AMMUTI0A)  URTITUINITBINARANMRITIEY
wiaatlon
4.4 enuhlumida
= - I - - -
anuFilumide Wuanulumaefouiauiu
d - ol
unuay Screw feed INBUWMEANMAITDIWINAY
-l - o - s - - -
nagmuauld nadnwidud  amulumsiieanifia
muvj'lﬂﬁ'umme‘fm‘ia MNzaui UINNIA@INY
anudhilumidaniudauguanuauds ndafem
- o = 1 - ] - J i A .
mldanudhdagsiuanuaudaiazunninuen ugoz i
- - & ver - '
mumgqqﬂnmm'lﬂwnutmmmwﬂuaﬂ
4.5 enueulumsaa
& ol - “ d = J‘ . 4 o
anuaudaduanusumiedulelunatwdaiu wla

- [ |
uaaaﬂusztaua11m1u3ﬂn 3

Pressure

i rﬂ ip o te
Time

P “ o o a A - -
3‘1J'n 3 UAITHANUAUNINATUYUEAAWRIRAN TW.

FAIUNUIA 9

- “ a o po -
Pm ADAIUAULIUAY ‘Nizaglﬁl')m Screw a®

v da & a \ ' o v
P aaﬂ’]’]uﬂ“ﬂknﬂ'ﬂuuil’am 'ﬂaﬁllﬂunauaﬂlﬂ’]uﬂwnﬁ

91

- -

J - l - ] -
P‘ fAanNNUAUNINATU mnmnamﬂmﬂammamn

- o da L o ‘- € a =~
P ﬂanﬂuﬂumna'nun'mlumuuwuw PIUSTIINITUG

€

5. aumﬁﬂﬁ‘lumsﬁmunqmauﬁuama‘mﬁn

d1%3U Moldex

Newtonian fluid =1,
o 8=l
Power law 1= Bex I, y
£ i
Modified cross model (01) e Mo

Modified cross model (02) Mo

NS .y
1 '*(3'70 Y/T~ }
Ny = chp{%+ D-P)
B Mo
I-n
i)

o = D, ex JAC S
8, +T=13

T.=Dy+(Dy-P)

A, =4, (D, -P)

Modified cross model (03)

Constant sepc. Volume  vi=V,

Spencier Gilmore =y RT
¥ P+p,

o)

V, = b, exp(=b,T)
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