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Selection of Double Shot Moulding Conditions via Injection Moulding Analysis
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Fig. 2 Meshes to simulate double shot injection molding

Table 1 Initial condition for each moulding stage

Stage Mould Temp. Melting Temp. of Coolant Temp.
(°C) Resin (°C) (°C)
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Fig. 3 (a) Effects of injection time and maximum injection pressure
on the clamping force (1% shot)
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Fig. 3 (b) Effects of injection time and maximum injection pressure
on the clamping force (2™ shot)

Fig. 4 ©= 1,2 2k ALY AFl digd 58 4 2
Jolth. Fig. 4 oAl AFEAIZEe] Zasta Hu) AHEY ol
FhEes Ay fr%gol e, xﬂ 4 %Ol 79

o) = ST A0
= T ST

t=5sec, P=125MPa

t=4sec, P=120MPa t=bsec, P=125MPa

5004:‘7’"

t=2sec, P=125MPa t=3sec, P=130MPa l—dsen, P=135MPa

Fig. 4 Variation of volumetric shrinkage of each product according
to different injection times and maximum injection pressures
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Fig. 5 Variation of post-deformation of each product according to
different injection times and maximum injection pressures
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