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Optimization of injection conditions for LDPE box cover by using FEM method
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Abstract

This research aims to study design of gate and cooling system for mirror surface plastic injection using LDPE-
C150Y, which is extrusion grade material. The research started with investigation problems occurred with molds such as
shear and surface. Corrective solution was determined using computerize software, Moldex 3D version R14.0. Conditions
affect injection quality were determined including cooling system, gate dimension, injection time and temperature. Result
from the software indicates that poor injection quality caused from non-optimal heat exchanging of cooling system and
share rate higher than acceptable limit. Various injection conditions including gate dimension, temperature and time of
injection were adjusted and input into the software. Software stimulated proper injection condition of 1.0 mm gate
dimension, 230 °C injection temperature and 4.5 sec. The stimulation provides result of share rate less than 40,000 I/sec
which is within the acceptable limit of LDPE-C 150 Y. Those stimulated conditions were validated. Actual injection quality is
found to meet the stimulation result.
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NEIATIZT WL ANNENNNZaN Ae 2u1aM9dn 1.0 mm aauuRBA 230 “C 1BANRA 4.5 sec

A a 1 4 o dl b4 b d‘ b4 dl a ﬁ’l
mslilusunssdimssiidanlianinan uazdagnazfiadldlunimaasaiemuwamieud ooy nfiatu
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