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Study on resin melting state in injection molding
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1.1 FL®Ic [1]

Fex 0L oEID L, FHEENER BHRSOUBEENOFERMLET, SEIERKE
E, BIROTFZAF v 7B-EPHFEL, 4 HOXEMAEFRIZINEDOT 7 AF v 7 8#iIC
FoTHALNTNDEVSTHIRME TR, ZOXHIRTITAF v 78NIT T AF
v 7B (< DG, AMEEE L T5EMES T 1B D) ZFTEDIRICHEIE L T
O bID. ZOXIBRTRIEEMTIRTHD (2. M TOHR T, R EH
SHDHHBIPHEIC SN T, TR BRI T E ORI, Fig. 1-1127R7 1872
HEIZT AU O J.W. Hyatt v A REICE%E L7 FEIoBRGHHR I & X

% (8. ZOHHIREHIE, B Y X NTEIIEAERL S, FIhCRREL L7285 A
SRINA~FHHFRE L, WA - B L2 BICI WL A LTkl b, BB TiEE OB
RELTITAREEDVRNVEDTHD.

Fig. 1-1 Patent application of Hyatt’s injection molding machine. [3]
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SRR TASE ORE LT, AL O LWIERIZ K0 B S Bies el & iz d
O, ZORMEZTENL, AHREGICT 2700 S S ERMINTIENHEE SN TE .
ZORTHHHMRIIER, 3WRILBROMNERES THD Z b, &k bRENLRBIZIT
L LTLEST b TS (4l a0 ENZR DL LT, BMMZIT CHFEERM
X OA s, BHEHELESL, Dol @EMELERZRT 5, F 0B ORNE-OBERIE 525
HRRIGEIC L E S TS, 5, Fig. 1-2 1077 BAREWIZIIT 2 BN T2E O H
MEBROHER D L 912, BESN D KFEIHEBIEE TH Y, Fi 8l zBA T\ [5]
2, Ao &5, FHEER 3 IRTTOEMEIZR MO TR RETH LD Z LITMA, 2
WINT 2 LB FAEMER Y A 7 AR ER, &b LR T anE 28R P it DR
BAPEICE LRI LETH L ZEICBER LTS, £, IFIZBW TS, HitREz
JCH LI LiE L LT, REME 2N TR S E 5% 2 Mo v TSNS 6 - BHE
B, 7 4 Vb= F R M B & EBIEM B EE LS E DA Y — NI, BOE
BRI HHAT A MKIE, B & OVEESIE D ISR T R 2 i S 2N TRIE
SHLRWNY, S0IZITEREN EMIEELRG SETHIE L&, A 2 —2 iR - BEf
5 2 & TRERZMFE LN S MIM JE (Metal Injection Molding) 7¢ & 723BH%E S 41,
Z O IER L Wb (6] [7] [8] [9] [10].

® |njection molding machine Other plastic processing machine
30,000
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20,000

15,000

10,000

Domestic shipments

5,000

Year

Fig. 1-2 Transition of Japan’s domestic shipment figures for plastic processing machines. [5]



5 RS 03 FIREPH OYERIE, ORI TEE OEIC LD BB SN TE b THY, £
DT H BB O AT VAL E T BT 2 BINEA O BII R E V. 2L, HHBIEIEDRR
BFCH DB B2 F L L, @RNA~FHHFEE L TRMOR O 21525 2 & 2 R
ELTMIHETHD Z EICBRT 5. P THBIIEO L TRIE, BIBHECAOR M E & 2
FT 5720, TOWRBERTEERTINE oo T\ D, AR EoBRICB W T, AT
(b2 18 | RHE & I T LIRS 5 2 L 3R b, AFEMEM Lo 72 DIz 1930 A RIZ
it T o 72 N7 CHREN T 2 A &, 1950 AR IZIhERRE oY, 2EE)
L Bk RN ATRE L e o7z [11] [12]. 2 0%, @ERESNC A Y RGBS O B4 A%
fbL, 5725 EEMER R SEOREMERN BRI OERICHIST 572, 1983 4

TITEER Y — R — 2 —BRE) S A O BB HAEE I Sz, L, iIFEIZB W T
1%, OO EMERE - BERel, STl E L IC g 2 Bk OE £ 0 b, BRIZIG UTER
BHZ S & S ERPMACRIEM NI S d, K0 XE e BER A S 5 72 O
WELE T2 o TWND.

1.2 BEEMEOREEEEICDOWLT [1]

UTAEIC BT DA R OB PERCRT, 2R 9 EILL EBSBATYEMERIIE THh D 2 &b,
AFRINTBNTUE, LR BRI BRE L Tk~ 5.

SRR 31) 2 rIf s, BIRE Sha g (Fig. 1-1) #iZtoe L, 2o
% 1940 EREE T, 7TV FREFEIN D FARHN ST [8]. M40, Bl
b, BARTEIPERIIR LI, B ) X LI T T Uk ARG DR T MR Th -
7e. LU, BUBEED BEMEo A A 7 AR AEREYEDS A B LT 2 L n, Al ks
et 2 2 LARD BN, Fig. 1-3 IR T L9 h—E— LTI D Lo = RDOWr
HzA LIk~ b L7z [18l. 770U x FRUIC L DBEO ATk, 1 BORRIFEIZ
IEIRBIEA B 2 G RAE DN SNBSS ) U X~k L, WREIET 272077 P x i
FOBIRITMES I, M) o Zinb DB L 2B T 2L ¥ &, 7T 0 Py NERET
HEHCHAET B AMHERIC X 2 3L 603, EERBIRICA 592 2 & TEITT 5.
7T oV TRORHRT, MEN T TEEZ ZMICETE 52 L TH DA, BillEDIRS
BRI R T, WS DL ETBREDRENW ERRETH 7.
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Fig. 1-3 Plunger plasticizing system for injection molding [13].

—, A7V aZ WA bEEE I, Ty FR—F v L RRITLOMEMNTICHW L
TN EIR & S TS [14]. FHHATZICEW TR, 1946 2T A U D J. W.
Hendry 23Bi%& L7z A 7 U 2 sSUH B BIR & Sh TR [15], 4 AICB WV TH, Fig.
1-4 2T K9 RIBTERDOWEEZ G T D A7 U 2 % F T2 AT b 24 23 3 i CIA < H
WHILTWD. FERKE LCIE, ANEE LY e — 222 EThiE S A ko> U 2RI, A
7V 2 LS TR OVERIBIR O & B 1k 3 2 Wi k7, 72 HONT & U o ZJehiREiic
IHEOMH O TH D /) AN EHA TS, B0 REILIE, BEBIEXL Yy FBRRZ ) 2
DEHAZ X 0BG NS 2 ZVI~SBES T, MBS Y Y U X DOIREUZ L D

Material feed

Nozzle

Check valve

Fig. 1-4 Single-screw plasticizing system for injection molding machine.
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B X &, 27U 2 [BHRIC X DB ABTERIC X 2= L X0, BikIhi
NELZ AR IC R L <A 532 2 L T#E\EITT 5 [16]. A2 U 2 & W el b 25 E 7358
SN T, BIEDIRR & 53 HME D KiE 72 S0 mtE o rr LI [ O REHE 12 K 5 A2
PEm b7 &, 7T oV TATTHBE & 2o TW e HHEARARE S .

Z LT, 1950 LY I Lo @ EALA R S vt , i o T BSR4 A2
D12 OREED, FHHBIET LI 2 Rk T ibhic. 77 v 7 Ry 7 2h&
Nl U U ANOFE{EBI%1E, Maddock [16]X° Street [17]12 XY, " bHIZv ) &
ralm LBEZ E S E721%, A7V 2%&54k&, A7 U 23ENOEL L7285 2 i3 5
Fik (OUF, #RHMEER) MERENZ, B HRIEEROR £ 4 22, Tadmor [18]
[19] [20] &1z L v HA L S =/ ¥(LET L% Fig. 1-5 (R T. Zhud, BIENSAZ U a2l
TY Yy Ry R (EEEBR), AVE740h, BIORAL ST —L (REEIE) £ 35
DIREIZFA S AL, B O/ AL OBEIT LY Uy Ry ME X 23D LT 2
EERRTAMLET L E LT, &b RIICHWLATWS. LI, fix efiiFic k2
FEBRFRAT S T S A, HEhA 7 ) o I L CSE S ERBEMET VB RESNTE
=7 [21] [22] [23] [24] [25] [26], & D% < 1% Tadmor EFANREIZR>TWS. ZOET
VRIS, HEN R 7 Y 2281 2 rIEMEERD B Z 22, BEUR) DI E HifEd 3 O
DOFEIAZ L THRT L, ZOWMBICXHETE 5 7 Y 2 OBRPEF S T&E 72
[27] [28] [29] [30

—_—

NN U 8
\ Vix \ BARREL \

Melt pool NN [ E Melt film \ w
[ AN
\ —_rrTTTSSSsSssE

STIIIIITIVIILIIIIIIII SIS NSNS NNS
VISVIIVIIVIIVIIIIIII SISV INV NI IN AN
AN B e SRR S RS
828828833 Soli FINTIVINTIVININ
Q2SR23385] Solid bed Bisiasiasiasisss
SIS I SPIVINVININIINGS!
TINIINTIVIITEITE IS TSNV IN VI VNV NN,
R AR
VIIVIIVIIIIVIIIIV I ISRV IR S NI NNN!

T T N

_

Flight

\ SCREW \ NN\
X
W

Fig. 1-5 Maelting model for single-screw extruder (Tadmor). [18]
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Z D%, FHHBIFICEWTIE, Fig 1-6 (R T £ 5 Aefitiay —r, JEfE —v, fEy —
&, BEREENSEBICELBED 3 SOFRBIIS Ut 7 & a o THRENS 27 Y
2 RPN TS [14]. EFEORA T U 2gFHIB WL, A7 Y 2F2E Ligxh
HA7 Y 2BEAED OlE (LLTFTLD &7T2) 23U, G FrEMoEEs R (U
THEMLLET2) R{EEI7 v a ORISR, RoWNI7 74 My FERFIERE L,
H3 28RS CTe A 7 Y 2 JBIRSEREF STV 5.

D

Diameter
Flight depth

Root
diameter

(Metering @ Compression ‘ (DFeed ’

A

» |-
> |- >

Length L

Fig. 1-6 Typical single-screw design.

DLFIE, 227U ad 3 2O%K%v 7 g BT HAMBIRMA T =R n s, 27 o
OB 2 7R

@ Feed zone ([&EAB%HE)

Ry RE OGS Ly MROBERBIE, 227 U 23Kl & N LV NI O 5k
OB L D BRI, ZOWETY U A NEETIID D OREIT X 0 #BIED
WAL ED. £72, Feed HIONENIRAIIKRE K RH T LT, Ny MHEOZEEE)N
JERfE S Y Uy Ry R END. ZD7d, 27 U 2Bk e LT, EF#EIEZ
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TG TE D —EDWRS LA T 2 £ TICBERBEB{ LD O+ kSR
WML D,

@ Compression zone (1A - EELMARE L)

U UHANERMANICET S VY v Ry ROBIRICEMAEED, U XNEOE
JEIZ AN N7 4V ADBIBRLL, A7 YU 2 BERIC KD ESIFAUC LY AV BT 4 b L
OiE) LIZBHERS AV b 7 — /Wi 5. AV =2k Y Uy Ry R3ZE
EL, YUy Ry Nig X DNFD L TAL N — AN+ 52T, AVKT7 40
LOFHEP LY A UA~BET D, e iRL, FERBEN SRR 5. 2o
72, 27U aBRIX, 774 NNORBIEOBEE L ISREE OBV )DL, 7T 4 b
ZRRIBIIE CoRE RISl T 721, RS 27 — S —RIThRx &L LicBik e 2o
TW5.

® Metering zone (FERLAREEER)

TR LR FEL, WEREMEELZ ) AV~ ZE L THRT 5 2 &%
LT arThsd. TORd, A7V aBRIE, BEERBETLY & Lz
—EOHERSZALTEY, LEIG U THIEORMMZ M ST 272D DIRE R
TLHEEND 5.

ZNOEIREDOEEREA 1 = X LIIKT H A7 Y 2 ORERCRFTEAR TH 54 - HEIL, BE
IMTAZEE AT 2 BRSO dh, 38 L OVEREMEIZIE U TR ST s [81]. Zhuid,
3 B OERR BN ZN TN R D Z LIZBfRL, A7 Y 2N CREREE A
RE A SELDOBRTRVFITMZ, BT 5720 DT 2 2= RV 030
LD THD [31].

T IT, SHHROEEE & RIRR D a2 AT L 7o ROERE & OB T e A DE
WZOWTIRRS . AL, Fig 1-4 L REROHEEG R 7 U = "l pdLE 2 vy, #ic—
EDNLETAZ U 2 3 EA UBHIE 2 T LR S, # A R LRREN 2 &80 6 #2008
BECHIH L, MERIZRET A A LIodfik 2152 Z LR TE 2BMLIETH S [32].
—J7, HHEIEIZIRE W T, Fig. 1T IR TRE 7 rE 2D X 51, 227 U 2 BERIZ X0 #
JEZ LR S50, ITEERD AL EZ B 2R ST BRICA Y U 2 O EliREa —RHE Ik S
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, RIS 2 STNICHE S S AR TEALE LS. OF 0, AR & HHREIC
BT DRI 7 vt 2AOHRKOEN L, 7 HERE SRR O vl 285 TR 272
) Z LR, HHEAEE IR TB IR L ThD.

Pause
(Plasticizing)

Injection

holding
pressure

Plasticizing

Fig. 1-7 Molding processes of an injection molding machine.

¥72, Fig. 1-81TR T L 518, FTHATEIZHIE O BTG Uil & 51 L 72 %I 5
BEAB IR0, A7V 2 BPTEDALE E T LHIZ[EER L) S8 a2 iR
L. D, A EEOY Y AL 27 ) 2 OALEBURSFERIICEIL L, AT Y 2D
MR LB A FHRPICH 2 LT 5. 2% 0, FHHBEO L TREE, MRS S
NTHOERMT 5 ETICZTHRBRICENELD Z L2 D. Licido T, A¥{bBig %
BEFT 5 BT, MHEBITERARBSGE LTIV 2 LT 508, MHIBIIHEE
BB L L TCOWNBNIELE 2D [33].

CHOHHEIEO L TRICRS T 23 F 2850, WERWEES IR ETK
EREEFE LY, RIETE T % OBIEOERREBIITIE S ST NAECRTVIRBL L 225> T
W5,



Resin

Nozzle  Check valve Screw  Heated barrel QOO

> Plasticizing start
\

| Plasticizing completion |

\m

— IInjection completion I

Fig. 1-8 Plasticization process flow for injection molding.

1.3 STHRERHICHS T A AE{E TIREDEE (1]

RO DOEERREZ 155 72D120%, BB T oA E 2 i 5 2 L3 EHE
THD. BIZIE, SHHBIEEIR R L7 B R A & RN mE CIRE S ¥ 5720,
KO RE: EOKRARR, Fig. 19 IR T IR ANR—A N =707 U A X —%(%
U & LM R Y, SEIERBEARPEELLT V. 2D OEARRICIE
XIROEANDY, TOHENRERE KL RS TINDSA [31] [34] [35], FEBEICIE
SHRAZFHE L THORBICHETERWEANE L, BB TIT R #7820 K Lxt
JRL TV D, ZHUE, BHHEOESIEEE X U, BHIEMECAR, RIE&IENS LT
HY, TNOLPEAERIEH LTS Z LITER L, REMRELN TETWRNI EE2E
BRLTW2

ZOHTY, FHEHEICEIT 5 RERBOFRAEERIL, /L TRICERTS 2 L013%
weshTng [36] [371 [88]. Z4uiE, BIEORMEEENT T v 7Ky 7 Z{ESH T
HZ LT, AEEELRANBIEN TH 0, IFEH LB L L TRARNT 2 HLERH S Z

CBR LTS, AL TRICER T2 AR &2 KT 25 &, BWEICHERITE Vvl R
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BE, BEOBNRIC LD ARE LAY, FIFICOVTIIRERREZITI U, HMBIRBRHE
AR, MO LZEENEALT 2 ER L 25, BHFICBWTIE, Aid & REORRIZMZ,
BRERD FEOKT, SOICETAREFILIDAREADERERD. 2D, FHl
RIS A — T —ofB i A — B —Tlx, BIEARRRDIZDD R 7 ) 2GR0 2T
LOREFNF Zod, S E S E R ST & 72 [39] [40] [41] [42]. iz
FIZBWTE, FREORIEICL DT 7 2T v 7 BB OB OB, SRR &
0, AFESEROM EICE 2B O R N UV EEBY T SR D, L0 —EORk
TEARRDIERKD BTN D.

ZDXEIIZ, IBARMKRZIZITD, ARO AR 2725 7201, BIREMBLGOAR
BaRmos &IV bEETHY, FRRIICHFTFIEZHELT L Z LB ROLNT
w5,

(a) Silver streak (b) Blister (c) Void

Fig. 1-9 Various types of molding defects in injection molding.

1.4 BEEARREOERIEICETHSNETOHR (1]

AR I BT D BIIRARIREE O FHI X L, L F ORI DIFER 72 STV 503, R
P OBENEEIN TV D.

1) FIRIERERARTIC &L DA
BIEERREOREHIIBWT, 7T v 7Ry 7 2bESnizv V) o FHNTO R LB
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LEWRRICT ONERDD. ZNET, YU FRNOAEBIGIZ SN T, 1.2 HHIZ
RLTe 8 DOV =N TTET ANRRINTE N, FIHERAFERIL, "r{bh
ORI R BIR A PRITHE 2 5 2 E AL ShCne. 20%, M5 [43] [44] [45]
IZ& D, Fig. 1-10, Fig. 1-11 \Z/RTH T A A P — ha[ffbs U > & [46]% =85
AIBUE IR TFIED S S, WERBR 2 G oo AR 2, 10 AREICEIZET D
ZLWHREE RoTe. Z LT, B AHMEBIE 2 200 T LT, BRI ML IERIC &
DIRBEINTEKRBERE TV [47] & OBFEMERIA S M o7, RS, BAH
EZEBRIZEB W TIE, AL OE) LIREORREFHNC X 0, SIEERLERE ORI
EDOBIENT S FREL 720, A7 ) 2 BBV TABILET VRRR D Z LAVRS
hTn5 [48] [49]. o AEULFEBRTIE, 227 U 2N TOBISARM T 2 2 285
P DL LB, FHHBBICET 2 I EORZEBRROMAN BRI Th o7z, 2D
fid, WA 272 Yy Ry RERNERE TR, WL ARROER L SND
TVU—= T v TBRROAERET AN RSN UL, 26O FHEFEERIC K M5t
1L, 27T 2 WEICBTL2BEHERTHY, YUy Ry ROZXZ Y 2FRI HRNZHD
WTIMRA TE TV, D FE D, 3 RICHINTHER T D15 DR BERIZBE L
TOBHE, Zhb 2 WETOMEREICLDET AT CREREMH L L3S
WEES, AR 7R BHIE OVERIREB IS KT L COMFHIIE, RIEHEEE L T 5.

ENBICREERHE At

rA4ayp
S L A “\'\:‘d ‘/‘ \J 77
BHETAHAT DAL P77 R
“ S = N R
ZAZH WEEE WEEC WESA =

Fig. 1-10 Dynamic visualization measurement system. [46]
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%%%k ! xy.JafﬁmﬂimEEEE

Y
YUy s O \A M\ gy
FLr—sTeTHR

Fig. 1-11 Image analysis for dynamic visualization system. [46]

HIERTIC L D EELIRE

RBIIEERIREE D E RISV T, mE TEZ W X MEEt2RB 09 Z &N
—ODFEL LTEI NS, @fab [60] [61] [621i%, SHBEHEMD 27V 2345
EFILRIFTAER L, A7V 2R ROKE Lz B & U T LA E O R 51k %
BETL TS, ZOHT, AT BIEEOEAKIEL LT, A7 U = ORHEE X KFfH &
WRBHIE RS IBIBR TH L L L, A7 Y aEifb e A7 ) 2 8y Fafli#k+ L L
T, MBEBDHEBEBIBZ 2o TS, LaL, EAKEICER L ECTRRT 2G5
K7 & IR, S DITIFRRZER 28 L Colfii & itk 2k 272 9720, RN
RMETICBT 2 RE(ERFHIIIAZ TH 208, HRO LB ZITIE U2 IR O RS
L, AMEBIR 2 E BRI A TSR A 3 2 9 5 AT, TOBEMICIRENRHD LFH
Abnb. 2FEY, WETFEEMWRELHETNE, 227 Y 2RO BRI
DRCBENTF WM T D 2 EIIIARTH 508, AIHULBLG O AKRE & RGO 1= b
AT LEREZ IR L T 5.

— 5, WRENRATIC X D EcB bIREHT W T, R ATHALITICRD 2 v U 2
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3)

OAACFRHT FIE L LT, KSR OB IC X 2 a2k Z b g [53]
[54] [55] [56]. fHir TlxFHEME I Om EICX Y, 3RTORZ ) 2B RICH LT HE
BRARE L 7o TH Y [57] [68] [69], EERRRITK L TBEO®mWEHERRN GO
% EoFENSEALND [60] [61] [62]. Zhbo@AETix, HABEIZEAWIST
R, SOITFENRHEEREEHND Z LT, MY EFWEROERILIZZ L DA
HENS D720, #Hx 2BIEOATIZB W THMIZIS U 2 7 U 2 IR O fai bR
FHCE R FETHD L B2 HND [63][64]. LasL, IREFNTIC X D MEtn % <%
BRI 1T DR BRIEM T L A o MRS, Wi O =—7 4 T 4 A7k 7 A
v N ORMRFEZR E, AT GEERTE T L ORGED IR E ORI 2 2 7 Y 2 O—
FOEZRFARTHRE LT bDTHY, 27 U 2IRBIRDO FEbRF Tldewv. 5% D,
H O ATV ERRIIRBE A 45 2 T2 O OREHTR L, TREMENT2S & 2 F TR T& 22003
HOENZENTELT, BEPEK-STND.

R EHBEMEICm T =Y A

1L3HINZ bR LD, FHABICEW IS EIERBEARNBELLT L, £
DIzxt L, JRBGEL N TWD. T4, Al ToT HifoERICL Y, MEFIcELN
DIEMET7 4 — w7 L, BRI EZER T 5V AT AR SN >2H 5. I
WA BN TR, BRSO ST R EE & 3 HE 2 VT, T % O Rt s
DREZFHE L TND. I, BIRENELE L CWGAIZIZAE T Y VX Ol
EiEZB 20, TORELTWDOHBEREICEDEDL VAT AZHAELTWD
[65]. #i%1%, Fig. 1-12 239 K& 5 22 BHIE OFRENME & s 9~ 2 8 4 v CREfl L 72
FHIBFHEI SN TS, Fig. 113 @I K S ICR LB CTH- T, BliEn v hRE
WLRRo58120E, RUMRIERETHE LIS LTHBIEOREBRENRERD Z &2
b5, ZOHETIE, #lEor y RPELTEZ & TCRBIENES 2> TWn5. £ T,
TORMBHEL DT =22 ELTH LT, vy MWEHITAR HRETORSERRE
CEDEL LIV X DIREE ABTES 22 LT, Fig. 1-13MITRT & 9 IZH
FORBRIZRDL LA =L END T EIRINTVD. ZHIZKY, I
WZHET DV a—Fray BRETOEBIZ OB . £z, ZOHEFIZLY A~1L—
HNZ KD EDSRIEANTINARE L T2 ) AFEMER) RIZD7208 5.
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Fig. 1-12 Mold for flow test.

After changing material lot

Good product

(a) Normal molding conditions.

1
I

Fig. 1-13

L
l

After changing material lot

Good product

(b) Molding with adjustment program.

Resin viscosity automatic adjustment program. [66]
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—HFTHFICE AT TH DL L, THFEDO L OFERK L LT ENGEL tHizis\\T
I, MBSO B OBRERIC L D AEEZ R T 5V AT AEE LTS, B—
IR E R A ERK S 5720, Fig. 1-14 (R T X 9 IC8ANTHIE 2 5 H 9 2 B,
KL R DM MR b —7 ERHENORFZRESETRE, AENLEBLEY
BT RFEEZEE LTS, FUHEA he—2 & Th > THEEDORIEIC X
STEZDORORHENNELT S, £, ZOBICE Y FEDONST U ANEL,
B ODE RN HEL 52 T\, 22T, TROEBALNTZHGEITIE, HHHE
FEaAEET LI LIl Xo TP N D BIIEOT &2 L, EEORRIZT L <
BRLEDICHE AL Z o TS [67]. E£7-, HHBIBOEETLE TIX Fig. 1-7 TH
B L7 L9518, lEME SN THEIL TWAERIZ, BIIEOREERE Z Zrbivs.
BIEOAREE, 227 U 2 OFIR72 812 Ko TR NII b 225, &0 LTl &
BFHTDITIIRIET A 7 VN FIZR U Th D Z ENBEEHRIND. rIELRER 2 M A
LD bR RoEBAIIIY A 7 b0ary ba— N TE R h->TLEY. £
Z TR AR L, R 7 Y o [ A BERE T D 2 &I kY, AR
(AL RZE L TR IRAD XD ICHET 2 AT A LTS [68]. S 517,
27V 2 BEHE O A TR RARETH 2 Ll S Ga12iE, vV o 2RE
R EOHINZOWNWTEE T RETH DL L ORELT LA Lo TN D,

materlal guaniity

——

Fig. 1-14  Automatically compensating of process fluctuations system. [67]
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EAVNS e o723 EITiE, VPUIRIEZES 52 L Tra—biay MrEan
Lz EBNTHD (Fig. 1-15)  [69].

i

J{,% '. f Vzp dv ﬁ
/ \J v

Melt cushion

Injection stroke

Fig. 1-15 Schematic diagram of material viscosity-driven injection control. [69]

Krauss Maffei tEiZ3\CTid, BIBOLENE, FE, AEa X b OREZ ERT 572
» APC plus (APC : Adaptive Process Control) &9 T A7 AZHFELTSH. ZD
VAT LTI, @RUTHE &2 T D BROEN BT, IRIERF OGN O E T4 Bl
L, TN DEED DWFEMEIE OREZFHHIL, PRS2 HHEICESNT, £0
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B DR Z B 2725 TWd. Fig. 1-16 IR T356 Tk, BEUESRM (FEa) 1ITxtL,
BIIEREEE 2N @ OB B BOF L7258 I IR MEIE B R 2 (RER) . LL2en b,
RIERFOENEITH A & b F TS o TV D 72 EE o Fels B3 st ig i ik 23 < D
L e HRENAE LD, £ 2 TAPCplus #HWN D Z & C VP UL E AR L, FilH
BEHOT L EBIRENEZED TREL TV D GEERY).

Dynamic control for maximum process stability

Pressure
[bar] Change-over point
800 Depanding or :-.:.-.-:| |

400

300 \ |. Holding pressure
- = —— adjustment
I by APC plus

200

. Mold cavity pressure

100

Time (] 2.0 2.2 2.4 2.6 2.8 3.0 3.2

Fig. 1-16  Control system developed by Krauss Maffei. [70]
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2.2 RENRRAT
ARIETIE, HROEREORBIRREFT Y 7 F 2 T, 27 U 2 NOBIIEHEI O w8k
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2.2.1  fERWEH

S CIX, AL TR CHIEDNZ T AW IC L 2= 2L eoiime LTo
TRAFEPBIEORMKEBICEET L EEZ2 60D, £ 2T, #lEoEARKEZ THT 5
7=, POLYFLOW(ANSYS Inc. %)% H\ 7= ii@hfiffT 2 5506 L 7=, REhSR:2 LT OWNE
L.

O FEIFIE=a— bk e U, FEEMMEOZEIR LT 5.

@ FERETETRIR D T2 DFARA~DIEME S, B OB IHH T 5.

@ MR NICTERERIH L TWDH b D LT 5.

@ FARDOAY Y 2 REB L OV Y X RETOW IR,

Z ok, HE o, EEGERA, BLOMBEOME I EAE, RAUTREND.

V-v=0 2-1)
—Vp+V-0+f=pa (2-2)
oc=-pl+ao =—-pl+nD (2-3)

2T, vidEERY by, p [PalldET), o [PaliZisdi7 v Vv, fIZERET, p [kg/ms]
IR, a [m/s2liTIEE, NIHALT v Y, o lJMRZER T > Vv, 1 [Pa -« slidg Al
KiEE, DIXOT HEET YV ThD.

VI, FEAEEMLERY Tu e LU A E L. FrET ) — LA A— 2 2, FEE
WCAREBRICHNSRY 7 B L UgiE (J108M, B~ 7 A L8 U ~—H) o 180°C, 200°C,

220°CIZEIT B8 AWTEEE & AWPKEEE 20 E LT, Wik ow AWnd R fFrEE, X (2-4)
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12777 Bird-Carreau &5 /L% A=,

F() = o + (10 + 1100) (1 + 2292)T 2-4)

ZZC, FIXEAMEE[Pa - sl, 1. [Pa - slioot AWHREE, ny [Pa-slizButi
WOREEE, MINZRANCBT HREES, y [sNEEABEE, nid X F®HELTHD. £,
FEMTIZ 31T D BRI & Qmm3/s|i%, EBRO AL TRRITIS T D BIIE O HEALRH] & 72 v D W]
LRI S T 572, ERIEHIcT 23R ¢[s]ZHE L, X (2-5) X BiEI
B QAEENENRDI.

B nd?h ) s
Q= at (2-5)

22T, dimm)iZxT U CFWNE, AlmmIEH A fr—2, ¢[s]IdTGEHERETH LS. Table
LIZERAZ Y 228 IR E Q2R .

Table 2-1 Volumetric flow rate in the flow channel of the storage temperature condition.

Temperature[°C] Volumetric flow rate [mm’/s]
180 2083
200 2121
220 2106

2.2.2 RIFEHE
AWFFENZ I DT, R BBNEZ W TR 2o 7o, KiFBBNAIE, BT ORENS
(2B 2 EAWHEERLE ARG, X OMRERRZRE, U o FOMEHR AN I
ELETOHREEL ZENTE L. ZHOHEWNLRD 6D FIESC R R & O
ROMEFH LT, FEOABITICB T D774 MRS 2w 3{E R 2 LY
ICERMILTE D LB X, RTBINAC X DMET 2R AT
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HONCOARERERICL VIRERZ KD, 77T 0P aiE2Hn=R2-6), LO2-DIC
X ORI ET S A A WS ) DB A Bk LT,

1
HB1AT VT xl.l/zzx?+iu? (2-6)
o — o 1 1/2 1/2 1 0
B2AT VT x; =x;7° + Aty Ui 2-7

T IT, x BRI OAE, wlTEENY L, ARSI TH D, AR TIE, R t=0
IZBWTIRAADND 7 & A2 1000 il DKL -4 30 RIRASHE, 227V 2N TORRENC
* U COBENVZEBIT 5 Z LI2L D, SRFOMEFELEOTHEE, BLOISOREREEZ
etk Lz, a¥bFcEiE N Z T2 x L X 82K (2-8) ZHWTHIL, ZofEs
KR DR RIKEEDE— M2 732 1 SOfEfE L Lo

tp
U=.[r°]'/dt (2-8)
0

Z 2 Cr [Pa - sHEBAWIES, t, [SHTK T OMRERHTH 2.

SHHBREICB W CREETRPIZA 7 U 2 3B S0 HBIBT 508, RFEFTICE O TEA
7V 2 O#%IBAE A Omm, 24mm, 48mm, 72mm E[EE L, 194 7Ol H7ekEE
LLTHREZ/R. SHICAZ ) apFiREEZFHEL, U - ZiEZ 180°C, 200C,
220°C & ZAL SH TG E OMT & F2hi L 7.

2.2.3 WEBLEIRBICETAIIRILTHBNEREER

BIIER AR v NI SN A7 U 2l £ Tk ShHMICZT 2 h—2 1D L ¥k
FEVENTIC TR L7z, ZORE, KF2NRAN BT E TIZZT 5 =30 F O fEIE
6.05MdJ/m3 Tho7=. Fig. 2-112, A7 U = OHFRES « [TEMEES « FHEH O Oz
BT D=V FXFOFHEZRT. ZORND, K2R U N TR D =300 F (3G
TIRbOREWZ ERDND. X (2-8) DX, KT T2 FFITEAMIS IR

23



T D LWINT D, Fe, WAWIEINIAZ Y 2RO A 7 ) 2 [BlEREEICHEIND.
FRZAZ U 2 DIEPENZ & TEAMICHITIRE LS 8. LehR- T, @i, TABSI
FHEI TR B EL D ZERTHEND. LL, ARITORE CIIHHARET TOZ R0
RbE< s, HEMOR SITA 7V 2 BEROKES % D, BHEECOMRE RO 2
V= E DB RRDTEDTHLEZEZOND. £, KFTIZRBWTIL, AR THAE
TR L TWD EUE L LTV DA, EERICITERORETRAIN, U b Ek
EZFBRNOARAT Y 2 b ) OB > CRiFICH#E SN D, WNhE 5 &, i
FEAZZ 1T 2 =R X T H AWML D b DICELT 5. ISRV TR E 2 &
<, MPEHTID 28 ARG TIE R E V. £ ORR, BIEANZT 5 = 3L F I RIEICHENT 5.
OB D, HHEETRIIED O 1T 2 BRI = R L X DLERITIFFICRE 8D, DF D,
27U a2l fETMOR S ORBERRE <, WEETR TR U 203187 2 5283 O
REOEITHRMRY, BIEOREIE - IWEICRE SR 5A TV EEZIDND.

Energy [MJ/m?]
- 1 w
D = N h W A

o

Feed zone Compression zone  Metering zone

o

Fig. 2-1 Increase in energy within each zone.
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BB IRolz. BEMIZIZA 7 Y 2 3B LT LHRE S L EERESy, fRETE 7 L ORI D
&8 Ls. K BHrOFERE Fig. 2-2 (T~ d. BEllII5R 12352 1 T ) — % L %
OfE, FEENIRI T OB G ERT. ZOMEND, A7 U 2 O%IBEERARE W LT, kT
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E, TXVXDFMPNIE D ZemRENTe. DF D, EEOHIZIZIBWT, BRSSO

BJ—PEIZ LT WAL L Z PRI, Fig. 2-3 138 A7 V) 2R SITBIT L=/ XD

BEEZ R LoD THD.

ZOMNBE AT Y 2 OBBREEARE 25 2T 5= FF

PRI % Z LN THER STz,
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g 25
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Fig. 2-2 Histogram of each retreat distance condition.
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Fig. 2-3 Average energy value at each retreat distance condition.
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225 YYUHREEELSELHEEOHBNER

227 Y 2 |53 E % 100rpm (Z[EE L, BAERE % 180°C, 200°C, 220CE AL+
e DT XX EOZEL Fig. 2-4 (RTINS X 7 Y = O IRFEHE, it 218 EAE Omm
EMEL LIEGAEDOZRAVXORDEER LI, ZORERND, BIIRIERENMEVE E =L
FEOEPRKEL DD EVERINT. 2, BBERNAREIWIEEZRLVFEDENK
Lo TN Z MBS LTz, ZOBRIE, HAWISIIZ K > THIRED 1T D iy —
FOUXABHIML, IBEMEOBEIE CE ARSI L DRBERREL RDbICELRZ L
EBZoND. EBICAZ Y 2 ZIBEEERREWVIIEREIC LD EBOENREI DL L
bR I 7.

2
515
&
2 1
()
g —e—180°C
s 0.5 S
3] —e—200°C
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0

24mm 48mm 72mm

Retreat distance of'the screw[mm]

Fig. 2-4 Energy difference from the full-length screw at each retreat distance.

2.3 SRRk ST
ARITIE, b U 72 BHIEREMRAT A R 2 & 2 C, EHRIC X 2 BB BN 288 0 FEaE T Bk &
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2.3.1 RBREESLFURBRMH

ARFEBRICIE, BG40 R, A7 U 2% 24mm OFEENS HAEHE (ET-40V, HEEHH
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Fig. 2-5 molding sample.

2.3.2 GFHMEAE

B D A S A Table 2-2 (2R3, AL 1 RAFIZHOWTHEDIRL 10 = v M5
L, TORFEA b —2r b ) o FREZEF LT, A5 6 FFICHOW Tk L THEM
L7z, Z LT, ZORORRFIENZLE L, £ O S BE OV RR R 0O Rl 23K 7
7.

Table 2-2 Molding condition.

Screw rotation speed [rpm] 100
Injection speed [mm/s] 10
Back pressure [MPa] 5
Metering stroke [mm] 24 48 72
Barrel temperature [°C] 180 200 220
Tool temperature [°C] 40
Cooling time [sec] 25

2.3.3 HBilEARVKEDOFE

FEERTEONTZ 10 v 3 v My DR KESOFHEEE Fig. 2-6 (2. ZoKED, vV
VAR, RHEA hr—7 LERFHEOBRAEFME L2, fERE LT, VU U FIREN
LD T ETHRRFHENIMETL, FHEA M= NRERDL T ETRANTES
X ERTDZERHERINT. AIEOERE, vV U AREO EFITE S0, BIREN
KFLEEDThLEBZOND. £, BEOERIT, A br—7OBINC XY, &8N
TOBIEORIMEIUC L DETREARELS RoTeledThLH EEZObND. 22T, Yay
NEDIESOFEEDIE D DX % 10 3 v b OEHEFZEZ AW TR L.
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Fig. 2-6 Average maximum injection pressure with respect

to the barrel temperature and metering stroke.
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Fig. 2-7 Deviation of the maximum injection molding pressure for each barrel temperature.
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Fig. 2-8 Sample of the pressure waveform in a cycle.
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Fig. 2-9 Pressure waveform in the injection section.
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Fig. 2-10 Results provided under conditions of 72 mm.
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3.2 REAFE

3.2.1 EEREE
SHEE# L (ET40-HR, HRiE#HM e RBEE) MV, 2 AAVEICEESE 5
(NP465XL-1/2-20MPa, HAZ A =2 =afffd) 20 onsd Lo Lz, arEEo
WX 2 Fig. 3-1 127 . L2 A7 U 2 3EERRTINT TA A7 Y 2 C, ZD5T
% Table 3-1 Specifications of screw.(Z/~x9.  fH L7ZBEIZAY 7rE L (W101, {E
KAbFRE, LIT PP &Fd) Thb.

Pressure sensors Hopper
Heat Cylinder

Nozzle Screw Head

/ Check-ring

Screw

Fig. 3-1 Schematic diagram of plasticization parts.

Table 3-1 Specifications of screw.

(mm)
Screw Diameter 024
Flight Pitch 24
Flight depth 2.0 (Metering), 4.9 (Feed)
Zone Length 84 (Metering), 120(Compression), 276(Feed)

3.2.2 R aREBEHOFHE
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FRRICHIE 2B Z 7o T

Table 3-2 Experimental conditions.

Screw rotation speed [rpm] 60 80 100
Cylinder temperature [°C] 170
Injection speed [mm/sec] 15
Back Pressure [MPa] 5
Measuring stroke [mm] 96
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Inflow

Around check ring Flow channel

Outflow

Fig. 3-2 Analysis model.
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= e fe ) oo
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n.T) = F@)H(T) (3-3)
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Fig. 3-3 Shear viscosity data of polypropylene.

Table 3-3 Fitting parameters for Bird-carreau model.

Noo No A n
0.0006 3990.32 0.89 0.57

F I AIENTIIIEE R, FHRICTB IR o7, FRREB IR - BB E HEAT
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BURIZ X 0 RA LB, q (Wm2IFEGRR, olda—o—DIs 7 v Vv, DIIEREE T
YINTH D, ANE SHEITEAMIERIC X D REETH B,
S DI SRIHILL T OB D & LTz,
O FERIFHEIC-EETD.
@ WHERTOHEETEr LTS,
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@ MEHOTOEDNTIEr LTS,
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Table 3-4 Volumetric flow rate.

Screw rotation speed [rpm] Flow rate Q [mm3/s]
60 656.4
80 892.6
100 1199.0
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Table 3-5 Physical properties of Fluids, Screw and Heat barrel.

Density[kg/m3] Thermal conductivity[W/mK]  Specific heat[J/kg°C]

Fluid 900 0.125 1930
Screw 7800 41.9 481
Heat barrel 7800 41.9 481
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Fig. 3-4 Moving speed of screw at each position.
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Fig. 3-5 Torque of plasticization motor at each screw.
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3.3.2 Fxwi)UUEBHOEHEKR
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Fig. 3-6 Pressure distribution around the check ring.

Table 3-6 Pressure loss around the check ring.

Screw rotation speed [rpm]  Pressure loss [MPa]

60 0.115
80 0.130
100 0.169
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32 THIM LT =y 2 U IETOENBIERE AT, FREERHEEKROT = v 7Y
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fth % Table 3-8 IZ/”T. F7o, ZOMRELFROKBHEZ RT /T 7ICHEHREZ LD
D% Fig. 3-TITRT. A7 U a[BlEEE 60rpm DAL, AL BIERIAATE #1344 1B
ERBNE OO, A7V 2 fiifE 20mm 7> 5 IEERR T LI & IREET TR O - EAF
FERICTHLZ b5, DED AT Y 2 FHAHED 60rpm ORI, BIAEEARR 72
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Table 3-7 Calculation results for shear stress, shear viscosity, and shear rate.

Screw rotation speed [rpm] Shear stress [Pa] ~ Shear viscosity [Pa * s] Shear rate [s'l]

60 10898.4 3367.1 3.237
80 12319.9 3073.6 4.008
100 16015.9 2528.5 6.334

Table 3-8 Ideal screw moving speed.

Screw rotation speed [rpm]  Screw speed [mm/s]

60 2.577
80 3.159
100 5.008
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Table 3-9 Pressure in the nozzle during the plasticization process.

Screw rotation speed [rpm] nozzle pressure [MPa]

60 4.01
80 4.26
100 3.52
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Fig. 3-7 Screw moving speed in ideal melt condition with experimental results.
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Fig. 3-8 Resin pressure in the nozzle during injection process.
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Fig. 4-1 Schematic diagram of plasticization parts.

Table 4-1 Specifications of screw.

(mm)
Screw Diameter 024
Flight Pitch 24
Flight depth 2.0 (Metering), 4.9 (Feed)
Zone Length 84 (Metering), 120(Compression), 276(Feed)

4.2.2 FHEFE
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VaOfi@EE BRIt T 5y a—2—inbH5ES% DIA AL, 7—4% 175 —(NR-500,
¥ —z o A EZRANTT—Z 2R L. S5I, FHEWERO 2 VN TOREHZE
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P

Table 4-2 Experimental conditions for varying back pressure.

Screw rotation speed [rpm] 60 | 100
Cylinder temperature [°C] 170
Injection speed [mm/sec] 15
Back Pressure [MPa] 2.5 | 5 | 7.5
Measuring stroke [mm] 96
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STHEVEDLLRNZ EBMERINT. BRGEEIZ L5 AWIS ) O 3)L (2 10
HE DI AMREIHREE R L MEE SN2 TeH & &2 bid.
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Fig. 4-2 Backward behavior of screw due to difference in back pressure (60rpm).
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Fig. 4-3 Backward behavior of screw due to difference in back pressure (100rpm).
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Table 4-3 Experimental conditions for varying cylinder temperature.

Screw rotation speed [rpm] 60 | 100
Cylinder temperature [°C] (Heater1-3) 170
Cylinder temperature [°C] (Heater4) 170 | 200
Injection speed [mm/sec] 15
Back Pressure [MPa] 5
Measuring stroke [mm] 96

4.4.2 ZERERBLIUVER
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K9, 60rpm OELAIZEBWNT, B—F 4 OFEREDN 1T0CTho2HE101E, A7 U=
IR E DR 2 N EL DA H T2, L LD, 200CIC RS Z L2k
RIS B NTH A7 U 2 O%BIBEET LA LavwEmE 220, REZZ(LSEHA1ICHT
REELTERIBEE L > TND 2 ENbnd. ZOERIZOWTIE, F TRy SO0 s
ADXLy NOBRREN LV RS EFTH5ZLICLD, A7V 2&by NEOEET
ML, BB EMHELTODIBIEDRY HE L DENNSLS RoTeledThHhDHEEXD
N5, £, EEREHE 100rpm (2B WTIE, E—4% 4 ORTEIREN 170CTH - 12HAIC
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Fig. 4-4 Backward behavior of screw at different heater temperatures (60rpm).
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Fig. 4-5 Backward behavior of screw at different heater temperatures (100rpm).
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Fig. 4-6 Nozzle pressure at each condition (60rpm).
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Fig. 4-7 Nozzle pressure at each condition (100rpm).
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Fig. 5-1 Technologies required for injection molding machines.
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