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An Application of Computer Aided Engineering in Prediction
of the Size of Gate Thickness and Injection Pressure in Injection Moulding of

Rubber Seals used in Hot and Cold Beverage Dispensers
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Abstract

Generally, injection moulding is widely used in manufacturing of complicated parts. However,
there are still some problems associated with part quality such as inaccuracy of part dimension, air
trap in part. In this work, the injection of silicone seals with 50 shore A hardness used in beverage
dispenser was investigated both numerically and empirically. The effects of thickness of gate and
injection pressure on injection process were studied. With a constant gate width of 2 mm, maximum
injection pressure of 700 bar, curing temperature of 175 degree Celsius, and film gate type, analyses of
thicknesses of gate of 0.08 and 0.12 mm as well as injection pressure of 40, 60, 80, 100 % were carried
out. The results show that the gate thickness of 0.08 mm. with an injection pressure of 100 % resulting
of pressure loss of 131.40 bar can lead to part with good quality. Therefore, this research can provide
contribution in mould design and manufacturing process of rubber products.
Keywords: Rubber, Injection Moulding, Gate, Injection Pressure, Mould
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