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An Experimental Study Flow Capability of Defined Different Thickness of
Semi Crystalline Thermoplastics of Flow Path Ratio
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Abstract

The design of plastic injection mold requires precision and efficiency of the injection.
Therefore, mold design engineers need to determine the size, location and number of the gates to
fit the length of the plastic flow in the work piece so that when the injection mold is built, they’ll
get the complete and specified specimen. This research was conducted to study the influence of
injection flow channel thickness affects the flow index. Poly ethylene, high density High density
polyethylene, HDPE was used in the experiments. The flow of plastic was Spiral Test according to
ASTM: D 3123-94 with rectangular cross-sectional area of 6 mm. wide, 6 mm. pitch. It was found
that the thickness of the flow channel at 0.5,1.0,1.5 and 2.0 mm. which has the best flow rates at
the best injection speed at 25%, the injection pressure at 30%, and the flow distance of 52, 116,
238 and 299 mm, respectively, with the plastic melting temperature between 190°C and 220°C.

Mmdfy  : AnunuvesevnanIsiua Anudalun1sdn wssduda HDPE
Keywords : flow channel thickness, injection speed, injection pressure, HDPE
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LﬁaﬁﬂmmﬁmﬁwammmmsuaqmaﬁmwmaﬁﬂiwﬁL@M%ﬁumwwmLLu'uqﬂ (High  density
polyethylene, HDPE)fidanansenusiasaiinisina

1.2 U8 ULUR
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JUN 9 Fumudaneaeu lWuuuuiunes

2.1 wanadniil¥lunismaass

Junanafinefialndionsauauvuiuiugs (High density polyethylene, HDPE) waeu3sen loans
7% 1 (W) S99 1SR GABOO 1avTiNGR (0110408109 autRuandlunisneil 1 wavauTRvenaos
Bauandlunnsnsd 2

A15199 1 autRnanafnnedensau(HDPE)

WoRALeNAU(HDPE) dauufneil

1. Aslwada 220/10 - ¢/10min 17.0 (ASTM D1238)
2. AaviLuY (Density) : 1.05 g/cm’

3. 8951NIUAF :0.5%

4. gaungRuaifiun : Min 60- Max 80°C

5. qumgiiveeuazaty  : Min220 - Max260°C

6. grungiivantuay 1 80 -120°C

7. amhanudouiady £ 0.082 mm?/s

A15197 2 auURveAI0Ian

%’aﬁgjam%imﬁﬂ‘mﬁ (Technical data) Boy 22 M
1. uaduiuAugnNawesan3da : 18 mm
2. ANUFITOUVEANIIN : 185 rpm
3.#n3 L/D ratio :22:1

4. AMUAUAAT N : 2587 bar
5. aAnudqlunsida 115 g/s
6. thwinanaunsoanle 180 ¢

7. syegiian (Nozzle Stroke) : 180 mm
8. Wsannfivhan 148t

9. ANUYANUTEUVDINTEUBNAN  : 2.835 KW
10. wsslunsUndonuaifiun 122t

11. szglunsUausifin 400 mm
12. LLsasuaqsquam%uwu S18t

13. sggzifowreauantiuay 180 mm
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2.2 NDDNUUULUNUNEA

NSAIUMNVUIAYDITI V8¢ HDPE Td3idiuui@nvuiamadniuiiaale 3.5uu.0ugunuls 6
unwanafn wodonsawduuuu Semi Crytalline Usuiaun1sdn = 19 ¢ 5 (Gate) innsauiieu v
Wil vestunulinganvnIngidldensiiiuuusan

2.2.1 M3IUmILsUaudiniussUausdfaninldagdeanniiieane Nagsnwniiiulvegly

AvuaUnafyn Tuseninaunaunsirasiveanandfinasy wazonsvadsonarainlalesaaiinig
AAsksWauiiuialdawInmidanaA1nusuvesian

[ AxP
1,000
e F = wssUaualiun ()

& & < 2
A= NUNRPVBITUNU  (cm)
o Y a 8§ Yo v %) . 2
P = anwduneluveatniiu 193an HOPE laruseiuluCavity = 400 kg / cm

(1)

~ 18x400
1,000
ussUafidosns = 7.2t
usausfurinsifinAnudasaseaindudn 10 %

= 7.2X1.1 =28, [t

IR bR a9 s ulandfnslidesnin 8 Ton FulUFeazldauls lun1sneasnsetidenly
LAS09aA Boy 22 R um 22 Ton

2.2.2 msmnanidlunisvasidu ( Cooling time )

= A e

e lw (2)
T[2Xay2/s

T, = naildluniswdewdu ( Cooling time )

2 =Y oA
(s)” = ANunuIvesUNY EWANUIEA = 2 mm

a a ° 1% a 2
A = UTEANTAIMNITUIAMNTBUREAY = 0.08 mm /s
{ = gumgiivaeuveswanadin - = 240 °C
? = gamgilumsvanTuau =95 °C
0 = quvpfifinfausifu =70°C
— _ [mmp [4 240 °C-70°C ]
T T12X0.08mm 2/s " Tr( 95°C-70°C )

= 5.070 In 8.636
= 5070x2.15 = 10935

" nanildlunsvaeidiu HOPE =~ 11 s
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2.3 nAuUsnviun
Unnesnuuuwifinidanarafniielddatunaaealunuuiuves (Spiral) wanslugzud 10

JUN 10 uuuusliurinldlunismeaesda

2.4 SunpuMIESUsRIInaNaRN
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Fruvimesgtvaedusefietesiunianesuiuiy silfnsadudfuidemels
N1IANTUUY

1. T8lUsunsn UNIGRAPHICS NX6 viltusunsufiniivasuifian (Juguiunes(Spirallvlsduunany

wuumvualanslugui 11

JUT 11 wanan mnsTuguTunagaey
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JUN 12 uansnndngunaaey

2.5 Aaasiawdslingd

fliluniseassiio aruvuidesnalunadilld 05,1.0,15 uay 2.0 Teduns D uihindusy
Amdsuiuinlfnudugufues  (Spiral) ilevszudaifefilunisin  anunirswesdeansluaiaiy
6 fiadwns Slsvuzdin 6 fadwns AueveemItlnawindy 300 wuiwuasdeuleildlunisvaassdn

IGIENSSRERN
ﬁl']i'N‘ﬁ 3
wsfiwmeslunmaassina
1. gaumgfinaondld 240 °C
2. gounlusium 70 °C
3. anuidalunisan 210 mm/s
4. AMUVUNTBITDINIINTT LR 0.5,1.0,15,20 mm
5. usUAUUALN 80 kn

2.6 YSunsndiwmaslunisina

MnnsUiulatueu Fsnnsmasesdaldailunisdauanslusuil 13 Faduiidgelunisde
Fuaulnefsunudiliiinasuudasudngdn 10 addlasususadesdadunuusaludd (Auto)
iWerfiusetesseznidlua antutAivesssoemslaanmeads vnnnsvaassnedsusiulsnis
VnaaIiagiauATUNNGY Faazlddoulalunsvnassiamun anwideuly

100 1.0 120

JUN 13 wsdimeildlunsie
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2.7 THinastasaumszezmansiva (ig-Check ~Flow) vasnataiinanusudsiiuauanslugun 14

JUN 14 nminsTaTunu

a 4
3. NANIINAADILLASIITUNA
AUFILUSTARINUARDIUINAIILNUNTDITUNAGDU 0.5,1.0,1.5 uay 2.0 Jadiuns  A1uEIU
Iunaaounandluguil 15

JUN 15 A nduneaeuilliainnsdn
3.1 HavRINTIAMszEEneNsiva Yemanadnlarnuevesszernslunsiuadinised 4

= - '
13799 4 isﬂsmqmﬂwawmwmmﬂ‘]

o AURU/U.U.
A0
' 20 15 10 0.5
Afirmun 225 127 54 14
AAABU 299 238 116 52

ANUENTUSTENIIAMUMNI v TUNadauiusegnanIsinalduanddusun 16 Taealy
agld#n Flow Parth Ratio 80-150 484 HDPE
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szsilinanadnuaouiivuisvesdomslnadmunarafnuasumnnty wuiu luvariituvesnisudinves
wanaRniusantivesemianisivads audldnsinsBusiiindinarafinasuiefnsinalunisivas
Y Aeufidureinisudinannimewemiimsirazwidnuntununats aunsyimatadnvans
wfashauldanunsalwassoldly esoniissozvaanuifidinunarmesdomanisinainiy 91nns
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% dwanoszeznansaninnn meiiuanuuIvesemenisiasin 1.0 Sadwes Ju 1.5 fedwns

svozvalnafindulssanas 105 % nrstfinanunuvesdomienisivasnn 1.5 Jadwns
Hu 2.0 fefns svosmslvaiiutulsyanas 25% fugangivasuvematain Sidmanessgnianis
Iyatfosnieumnvesomanisiug szosvnenisivasgiiutuudiiitesfndduogifunumnvesos
yansiie Funnanuvuvesemanisiiauan mil,ﬁm;mmﬁwaamaawmaaﬂﬁ%a’wam'aizazwmmi
Ivaunisuiu Tasnisifiuguvgiivasuvesmaradniinaviliiinnisairsvosing seuinsluana Taoile
tosiunelulianatifivualvgiu Tuanafaunsafiazivariueenlulfietu vilinedies waoumani
muvilnanasiues uaztisanaLAssadousEwinstunslvasafutundnvemanadn vinlswanadin
svaymalwannniu

4. 83U

PNRANIINAARIMIATENITINaTeINAI@Rn WO ALeNSAUHDPEWUUAUReY (Spiral  Test)
PUINATEIUL ASTM : D 3123-94 ¥ilismsuitlunsdnsdntuu fsliaunsosfiusiuuvemady
(Gate) g mnﬁummuuwamﬁ'ﬁm’m f\]zéﬁ’g&luﬁ'ﬂﬁgmﬂ’liamﬁm’mbjLﬁu (Short  Shot) ladnan
naiisgaumglusifuiuasgamgivasuineduatuszesmlvation Sninsifiugangiligeiudsdnade
nadevanmeaawataiin uazshliinanvesiginslunsdndunu (Cycle Timelduannduwhlsduyuns
wARTuUgsunlUF e

a a
5. naan3sudsznie
Aeiilasunisatuayuiuyssununnumingrdenalulagsguananssuns anunnaaes
AEIAINTIUANERT d1vnaluladnisuanasedisuasuiliuiiswavaunnun o Nl
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