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The Reduction of Plastic Loss on Feed System in Injection Moulding by

Using Finite Element Analysis
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Abstract

The problem in plastics injection moulding process has lost a
lot of plastics in feeding system. Thus, the main objective of this
research tries to reduce the plastics loss in the feeding system of
the injection moulding process by reducing the runner sizes but
fixing the position of the mould cavity. In this study, the simulation
by finite element on the plastic injection moulding and the design

technique were used to solve this problem. The results of the

injection moulding simulation showed that the new feeding design
could reduce the total weight of the plastic part and the feeding
system about 37 percent in compare with the previous feeding
system. The simulation results were agreed with the experimental
results in both before and after mould correction. Moreover, the
total weight of plastic part and feeding system can be reduced to
61 percent by changing the position of the mould cavity.

Keywords: Finite Element / Plastic Flow Analysis / Plastic Mould
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