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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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ATeiRdldIMsaaeBawanaiin tilefnwBvsnavesnuuvestswnensiva daasesuiinislna
Tnenanafniildlunismaasadunaiafnuie Indleniaunuvuiuyugs (Hish density polyethylene,
HDPE) msluasiivaanaiafiniuu Spiral Test muu195§1u ASTM D 3123-94 ﬁﬁuﬁmﬁwﬁmﬁugﬂ?m?w
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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.

MmdAy  : AnunuvesevnanIsiva Anudalun1sdn wssduda HDPE
Keywords : flow channel thickness, injection speed, injection pressure, HDPE
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3‘1]‘17'; 7 sstin1stua (Flow Path Ratio L/T)
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JUN 9 Furudaneaeu IWuuuuiunes

2.1 wanadniil¥lunmeass

Junanafinafialndionsauaumvuiuiiugs (High density polyethylene, HDPE) wasu3sn loans
7% 1 (W) S99 1SR GABOO 1avTiNGm (0110408109 HautRuandlunisied 1 wavauURvonasos
Bauandlunsnsd 2

A15199 1 auURnanafnnedensau(HDPE)

WoRALeNAU(HDPE) dauufneil

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

3. 8951NIUAF :0.5%

4. goungRuaifiun : Min 60- Max 80°C

5. qumgiiveeuazaty  : Min220 - Max260°C

6. prungiivantuay 1 80 -120°C

7. amhanudouiady £ 0.082 mm?/s

A15197 2 auURveATRIAN

%’aﬁgjam%imﬁﬂ‘mﬁ (Technical data) Boy 22 M
1. uaduuAugNaNwesEn3@n : 18 mm
2. ANUFITOUVBEAN AN : 185 rpm
3.#n3 L/D ratio :22:1

4. AMUAUAAT N : 2587 bar
5. aAnuiqlunisida 115 g/s
6. thwinanainsodnle 180 ¢

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

9. ANUYANUTBUVDINTEUBNARN  : 2.835 KW
10. wsslunsUndonuaifiun 122t

11. szeglunsUauifing 400 mm
12. LLsasuaqsquam%uwu S18t

13. sggzifowreauantuay 180 mm
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2.2 N5DDNUUULLUNUNEA

NSAIUMNVUIAYDITI V89 HDPE Td3idiuui@nvuiamadnduiiiale 3.5uu.0ugunuls 6
unwanafn wodonsawduuuu Semi Crytalline Usuiaun1sdn = 19 ¢ 5 (Gate) insauiieu v
il vestunulvinganvwIngidldensiiiuuusan

2.2.1 M3IumLsUaudiniussUaudianinldagdeanniiieane Nagsnwniiiulvegly

AvuaUnafyn Tuseninaunaunsirasiveanandfinasy wazonsvadsonarainlalesaaiinig
A AsksWaklRuAlgAwInmidnA1nusuvesian

[ AXxP
1,000
e F = wssUaualiun ()

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

(1)

_ 18x400
~ 1,000
wsslafidosns = 7.2t
ussausfurimsifinAnulasnsiEaniudn 10 %

= 7.2 X1.1 =8 t

A5 09N R pIndwsasulanlAutlitasndn 8 Ton - dulUdsasldanuls Tunisveassasstiionly
LAS09aA Boy 22 R um 22 Ton

2.2.2 msmnanidlunisuasidu ( Cooling time )

=l ()]

TO\ zemtw )
TI2Xay2/s

T, = naildluniswdewdu ( Cooling time )

2 =Y oA
(s)” = ANUnuIYeITUNY EUNNUIEA = 2 mm

a a ° o a 2
A = UTEANTNIMNNTUIAMUTEURAY = 0.08 mm /s
{ = oumgiinaewveswanafin - =240 °C
? = gamgilumsvanTuau =95 °C
0 = quvpfifiufausifu =70°C
_ (2mm P [4 240°C-70°C ]
T T(2X0.08mm 2/s " Tr( 95°C-70°C )

= 5.070 In 8.636
= 5070x2.15 = 10935

" anildlunsvdeidiu HOPE =~ 11 s
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2.3 nAuUsnviun
Unnesnuuuwifinidanarafniielddatunaasalunuuiuves (Spiral) wansluzud 10

JUN 10 wuuusdiusinldlunisneaesda

2.4 SunpuMIESUsRIInaNaRN
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Fruvmasgtmaedusefietesiunianessuiuidy sihlfnsad el
N1IANTUUY

1. T8lUsunsn UNIGRAPHICS NX6 vilusunsuiniivaaudiian Juguiunes(Spirallvlsduunany
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JUN 11 uwanan nnsTuguTunaaey

2. iipTugUnazuSuusaudiuilanuuuuiinvuaud huifiuriuseneudiiuesesdaiionaaes
USumsfiweseneg anuduusiiivuauandlugui 12
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JUN 12 uansn ndndunaaey

2.5 Arvasiauvslined

fliluniseassiio aruvuidesnalunadilld 05,1.0,1.5 uay 2.0 Taduins D uihimdusy
Amdsuiuinlfnudugufues  (Spiral) ilevszudaifefilunisin  aranirswesdeansluawiafy
6 fndiuns Tszezdin 6 Taduns Anuenvestamlnawindy 300 wWufuinsdeuleiildlunisneassda

IGIENSSRERR
ﬁl']i'N‘ﬁ 3
wsfiwmeslunmaassina
1. gaumgfinaondld 240 °C
2. goumlusium 70 °C
3. anuidalunisan 210 mm/s
4. AMUVUNTBITDINIINTT LR 0.5,1.0,4.5;20 mm
5. usUAULALN 80 kn

2.6 YSunrsfiimesiunisin

MnnsUiudatueu | Fsainnsmasssanldanlunisdauandusuil 13 Faduiidgelunisde
Fuaulnefsunudsllfiaasundisudngidn 10 addlnsususnadesdndunuusaludd (Auto)
Werfiusetessesmdlna  antutiAvesssosmsluaumeads vnnisaassnedsusiulsnis
VnaaIiagiauATLYINAY Faazlddoulalunsveassiovun anudeuly

100 1.0 120

JUN 13 wsdimeildlunsie
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2.7 THnastasaumszezmansiva  (ig-Check —Flow) vasnataiinanusiudsimuauanslugun 14

JUN 14 nmn1sTaTunu

a 4
3. NAN1INAADILLASIITUNA
AUFILUSTARINUARDUUINAIIUNUNTDITUNAGDU 0.5,1.01.5 Lay 2.0 Jadiuns  A1u&Isu
Iunaaounandluguil 15

JUN 15 ansunsaeuninainnsina
3.1 HavRINTIAMsEEENeNsiva vesmaadnlaAn e IvesszaEnslun1slvadanised 4

= - '
13799 4 i%EJSVlNﬂWi‘lVIaVlﬂ’J’mVIU’W]N‘]

o ANURU/U.U.
A0
' 20 15 10 0.5
A 225 127 54 14
AMAgaU 299 238 116 52

ANUANTUSTENIIAMUNIIvRTUNadauiussegnansinalduanddusun 16 Taealy
agld#n Flow Parth Ratio 80-150 484 HDPE
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So‘ixsxmi"ma ——fveaes
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szdiuldemnumuveemensiva  avdwmadonsiintuvesiuinisliaededaeu ield
Beulslunmsveasaiientiu Fsanmsmeasamuin msifisausuveemainisialiianumuanniy
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wanaRniiusnantivesemiinisivads audldnsnslusiiindinadfinasuiefnsinalunisivas
Y Aeufidureinisudinannimewemnimsirarsudidagafaununats aunsyiamatadnvans
wfashauldanunsalwassoldly esaniiszozvhaannadsiiununatmesdomanisinaminiy 91nnns
VA LiNALUIYeeIInsinaan 0.5 fadwns Wi 10 dadwesssesmalvafiutulssunn 123
% dwanoszeznansaninnn meiiuauusesnenislaatn 1.0 Sadwes Ju 1.5 fedwns

svozvalnafindulssunas 105 % Sastfiumunuwesdomienisivasnn 1.5 Jadwns
Hu 2.0 fedns svosmslvaiutulsynal 25% fugmugivaeuvematain Sidmanessgnianis
Iyatfosnieumnvesomanisiug szezvnenmsivaauiutuuifitesindduagifunumnvesos
yansiie Funnanuuvestemasnsivauin ﬂmﬁu@mmﬁwaammawmaaﬂﬁ%éwafﬂ'aiz&Jz‘mqmi
Tvaunisuiu Tasnisifigungiivesuvesaaiiniinaviliinnisairsvesing seuirsluana Tawidle
tosiunelulianatifivuialigiu Tuanaftansafiazlvaiueenluldietu vilinedies waoumand
mumilnanasiues uaztheanmessadousywinstunislvashfusundhvemanadn vilswanadin
svaymalwannniu

4. a3

NHANIINAaRIMIAsinITlnaveInatafnwedlendauHDPEWUUAUReY (Spiral  Test)
PUINATEIUL ASTM : D 3123-94 ¥ilsmmuiilunsdinsdntunu fsliaunsosfiusiuuvemady
(Gate) g mnﬁummuuwamﬁ'ﬁm’m ﬁ]zﬁ’;&lLLﬁ'ﬂﬁgmﬂ’liam%umuhiLﬁu (Short  Shot) ladnan
naiisgaumglusifuriuasgamgivasuinseduatuszesmlvation Snisnsfingungiligedudsdnade
nadenanmeaananaiin uazshliinanvesiginslunsdndunu (Cycle Timekduannduwhlsduyuns
wARTuUgsunUF e

a a
5. naan3sudsznIe
AeiilasunisatuayuiulssniunnumIngrdemnalulagsguananssuns anunnaaes
AEIAINTIUANENT d1vnaluladnisnanasoslisuasialiuniswavaunnun o Nl
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