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Study on the Volumetric Shrinkage of Injection Molded Plastic Product
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Abstract

In this research, the experiment and calculation by finite

element method on the shrinkage of the injection molded plastic
product are presented. The essentiality of mold used in the
experiment is S45C material, folk in geometry and outer
dimension of 250x200x200 mm. BASELL
Polyolefins, MOPLEN HP500N
MITSUBISHI CHEMICAL, DIAREX HIPS H350 grade are used as

Polypropylene:
grade and Polystyrene:
working fluids. The injection molding machine is ARBURG model
ALLROUNDER 220S with the maximum shot capacity and
maximum clamping force of 12 grams and 150kN, respectively. In
the analysis, the packing process is considered. The test runs are
performed at holding pressure and holding time ranging between
100 and 500 bar, and between 0 and 10.5 second, respectively.
It is found that the volumetric shrinkage tends to decrease as the
holding pressure and holding time increase. This results in the
sink mark also decrease. The results obtained from the
experiment and those from the finite element method are

reasonable agreement.
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