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Investigations on Influence of Core Block Driving Method in In-Mold Pressing Molding
on Characteristics of Thick Wall Injection Molded Products

Atsushi MOTEGI, Tomohiro HISHIDA and Yasuhiko MURATA

In polymier injection molding, injection compression molding is applied to actively control the melt pressure in the mold

cavity during molding process. The authors have developed an in-mold pressing molding method based on thick wall

injection molding to prevent voids inside molded products. In this paper, we investigated the influence of the core block

driving method during in-mold pressing molding on the flow behavior of glass fiber reinforced polyamide 66, on the

following; generation of voids inside molded products, glass fiber orientation, appearance and surface roughness of molded

products, and tensile strength. The results show that the core back using core block is effective for improving the

appearance and surface properties of molded products, and that the compressive force generated by the core block improves

the strength of molded products.

Key words: injection molding, [n-Mold Pressing molding, thick wall injection molded product, void
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Table 1 Molding conditions
Heating cylinder temperature °C | 260-275-275-265-265"
Mold temperature o 45
Injection rate cm’/s 50.4
Holding pressure MPa 80
Cooling time H] 60
Core back start time S 0.3
Injection period ty-t2 s 0.5
Holding pressure period (a-1y s 14.5
Compression start time ts s 23
Compression period ts-ts 3 42

*) Nozzle-Metering-Compression-Feed-Hopper zone
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Fig.9 Measurement results of melt pressure inside cavity
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Fig.10 Observation results of glass fibers by x-ray CT scanner (METROTOMS00)
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