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ABSTRACT

This research studies the injection molding process and the factors causing
warpage in plastic parts, using Computer-Aided Engineering (CAE) for analysis and
simulation. It was found that warpage is caused by temperature changes after
demolding and the volumetric shrinkage of ABS plastic, an amorphous polymer.

The research began by studying real parts, using Moldex3D software to
simulate production parameters, showing displacement both in-mold and post-
demolding, and calculating optimal cooling time. It also analyzed the significant factors
affecting warpage using Taguchi's experimental design. The findings indicated that it is
possible to predict optimal parameters to significantly reduce warpage.

Using CAE to simulate and analyze various factors in the molding process
helps predict and determine optimal parameters to reduce warpage. With a mold
temperature of 40°C, melt temperature of 190°C, and cooling time of 42 seconds, the
actual test results showed a reduction in warpage from 2.710 mm to 0.974 mm. This
demonstrates the effectiveness of CAE technology in improving production processes

and reducing waste.

Keywords: Plastic injection, Warpage, CAE, Moldex3D, DOE, Taguchi’s method
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AMITRENANEANNITTE01

Tunaaauas




fguieu 2566 - Juay 2567

ANTAIUY

)]

3
e

c

6 (7|89 |10]1112 1] 2|3

A IZVNALAE A ANUEUNUSTE NI

153180998lUTHATY WAENISHANDTI

8 | asUdalauanuruaInITVnaes

9 | IvihgUenineniinug

1.4 Uslavinanainazlasu

1.4.1 el lanszuIUNITI1809NTEUIUNITAANANERANAIADUNILAD SV
193AINTSU CAE
1.4.2 WafAN®IANEUNUSTLUININTEUIUNITINa099 281U N S hAZAIS

PlUTgulun1snans



Ui 2

A5UNTTULAZITUIBNNYIVDY

uATeiEes mswensaimsdaderlutunudanaiaindremeuiiamesdienis
Aennssn CAE Anwineldunfnuasnguifeeluil

2.1 mmﬁﬁﬂmﬁ'mﬁuwmaaﬂ

2.2 ﬁugmtﬁ'mﬁumzmum'ﬁamwmaaﬂ

2.3 Mslravesnaainluauin

2.4 msuaaidulunsrulunisdananain

2.5 m3dadenvestuay

2.6 Jaymlusudananadn

2.7 MslgaulusinsuasuMmostienelainssy CAE Tusnudanaiadn

2.8 UIBNNYIVDY

2.1 auimluineafiunanain

'
% =

wanaRnAofanianansaasuguislidlasnisldmnuiou uazdsdamnudanguly
MsiasugUse wanaanduiaguedmesdndunamainnszuiunisiadinisoniwediue
S msahemanadniinannsideudons eaisluiananediuesvesansiadivdanil Fe
degnvlsdusuiielden uasidnvanduammodwesiasuuuuuiuasivan

wanafnddnvuriivainnate dsdusgfuarsiainionedinesiignlily
nSEUIUNSHAR NSIWABUIUSIeINanaina1unsasinldnae3s 19y n151Un (Blow
molding) 158 (Injection molding) #38n1358a (Extrusion) tTusiu nsad1eTannaradn
annsnUsendandsnlunszuiunsndnldunnnittagdu g Snvsdsanansoslodanazih
ndvan ety Wy mahwananadnunyidudulenanadin (plastic fiver) wiotnlul4lu
gnamnTTuAmonTen A Aer

2.1.1 Ussanvaeanandin

NswUtUTEINTBIaIaRNaINIsak U laraINTaeUsHnY agvalenay

F9lua1AT8192Na1989N1SRUIUTLAMDUADILUUAD NITHUIRILSNPAENINIEATN LAY

AFUIANUIASIAS9VDINEN



2.1.1.1 uUUTSANANANWUZNINIBATN

danalaiues (Elastomers): Inaaudftangunasdaveulan dein

antunlglun1suanens@alau (Silicone Rubber) 8145554%97% (Natural Rubber) hazea

Y

U (3

AAT1¥A (Synthetic Rubber)

waslaenis (Thermosetting Plastics): faaautafindnnisfe
dleldanudounazusesy ﬁu%shu%gumaumiﬁﬂﬁéauﬁadau%mmwa%ugﬂlﬁ N
gunnfigetu FusaUfRTenazdudunis "ua vedlndwes dudunailuanainnisden
y11auarldanunsousnosnainiuld nsldmnudeusiazyinlilndiuedidenaninyinty
Fregnswesnanainuiniiy Try (Foam) wandiu (Melamine) ugu

woslunanadn (Thermoplastics) Wunanadniilognuussy agdl

U U
[ 1l

nMaUBsuuvamanmenn uilasiiuguudalifimaudsuamiaed ddudognai
$ouazdeusasauanunsatugdiiusuineiidesnsld mevilitanduassylifanndudug
anmidniiduronds nszvaunistannsovhdldvansndmdosuninansenurenas
AnuSeuaranlnduesaulidusylevunenisldau degraduozasan (Acrylic), Iwalniu
(Polypropylene), lnato#iau (Polyethylene), toULoa (Acrylonitrile Butadiene Styrene)
Dusiu
2.1.1.2 WUUIENNVBINAERANAUIATIAT19UDIKEN

adaug1u (Amorphous) : Indluesadugiuiiluanatuudusasiu
fugamdsluanuzvasuvanduiediuluaniuzvends mnwibiflassaswdnidaiau
ieg1eveddnfiuesodugiusiuie aa3an (PMMA) Indalnsu (PS) Lotiea (ABS) Ind
msuaiun (PC) Asedn (Semi-crystalline): TndlwesAmaninsruiuvesinaedugulay
wan lutunounisvasuival lelndwesazgniniSesnuvduedidlsiniulussninsnis
mnudulslndiesundniFesinfueradusuuuui lusasilefindedinsogluaniuze
fugu Mogsesodiueiiawan dun wedlediau (PE) uagnedlnsfiau (PP) luasu (PA)

Indwwesuaniual (Liquid Crystal Polymers): Indiuosuaninan
(LCPs) flassasnefidoutnsnsiivisluanugasumaiuazanugvods lnanadisusendie
uwiswazFesfiruuiy felassadieidvinly Lops fauifmenanazymanasiildmiioulns
Tnonlualdlndiwesndnmadlunisldnuidesnsaiuuauss uazananaiosvesguse

sUnseaglusesiugs Aanni 2.1
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X Heat
Amorphous

o5

Cool %

Solid State Molten State Solid State
(Increased Free Volume)

Heat Cool / ’ \ \ Cool / ’ \
‘ s :

Solid State Crystalline Raglons Broken Down Molten State Free Volume Decreases Solid State
Some Free Volume Increase  (Increased Free Volume) Crystallization Begins

\  Heat

Semi-crystalline

1

)
I

\ Heat A=
{ N ——

—_—— T —

Liquid-crystal (LCP)

N

(|
{/

Solid State Molten State Solid State
(Increased Free Volume & (High Anisotropy)
Slightly Less Ordered)

NN 2.1 mimﬁaugﬂiﬁmqwﬁﬂwmaaﬂLﬁaw'mmm%@uuawdaﬂﬁ@uﬁa
w7 https://www.protolabs.com/resources/guides-and-trend-reports/scientific-

molding-helps-ensure-repeatable-part-function/ Euduiufi 25 s 2566)

91 md 2.1 awnsnesureldninlndiuefuvuedmusiu
(Amorphous)lifinsdsuutadiasiadmandnidlerunssurunismeauiou dmlnd
lwesuuUAaNEn (Semi-crystalline) azfinisiuasusussvondnaatedmain q Lienu
NEUIUNTTINIAINTOU wazinnsSeTlnddleviiliduds dulndwesndnman (Liquid
Crystal Polymers) azifinn1saanedaidntosiiloniunszuiunisnisnnuoulazazsiundn

wisloumuilovinliduas



M13197 2.1 Wisuguauaudivedniwes

ndiasvlinadngu

(Amorphous Polymers)

InAwasnewan

(Semi-crystalline Polymers)

AMENURA

ASARFILAYNITUAIDLBE
DOUMIAIBEIIT

ANULTaLsItiae

Janulusdla

numeansaillalls

wsaduANIUES
ASENNTBRATAITUUANNAT LA LDY
ANUFIUN LA DU
1ANUNATRINIITVIABNGS

FuUlideuaz v UUATaIRIUTING

ASEUIUAITAING

AMENURA
MIARLazN1TUngeEd
ﬁ;waammmﬁmnﬁm%’mw
AULDIUTIE
Aunaanselusalas
nuseasailamdey
anLIILEYANIU
UABNITANVTORATAIINENG
nuauToulags
Anuniindieviaounaisi
G?Tugﬂlﬁmml,amaumemaaéﬁwsmq

AFTUIUNTTLLAU

firtnavtinvaswaann
pzAslalulasa Jamladualeiu (ABS)
Indasuetun (PC)

Tndalasu (PS)

ndlhflanaslsa (PVQ)

dlosu ozaslalulynsa (SAN)
wedlefaumsvnanlnanea (PETG)
Iwadallu (PSU)
wiasluwanafnlndgsmu (TPU)
prAsan (PMMA)

firntnsrtinvaswalann
luaou (PA)

oxdda (POM)

Tndleviau (PE)

Twsiau (PP)

Indleawmes (PBT)
\@AUAINIMUILLLES (HDPE)
wodloaumLsINLan (PET)
InadmesomesAlau (PEEK)
navaaudalg (PPS)

2.1.2 NSAYRINAERNTITIUNISIYUALNAADY

910015997 2.1 azviiudwanainyda odioa (ABS) Wultagnqulndilies
yinodugiu NUsznoume aastalulasd (Acrylonitrile) Fallaauatfnisvusieaiusounay

a15.ail Uamdu (Butadiene) daaaudfnusiowsanssunniigum

!
= a wva

1

Y

11

Adlen wagalesu (Styrene)

1A1101AALANLTBIAIULILAETIAAT Il TNANNATUTIAIRITEIeAMaNTRN9Na

NUAN UALAUNU
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ABS Starex VH-8015 WWuUwUSUANAAAUaalnSuYad LOTTE Chemical &

[y

Aundansslunisfunsanszunnlad uazauausalunisulssuinanvatelneduegiiv

g
Y
AENURNAINTT Wi Tnguszasansldanunily megatugd asvialn nsnuauseu

[

waznsgu/nsniud tnedalugdannudanguwaznuninuiou Wugasiawiansaduly

Y

[ o

Ioos vlvuasadedsvudmnsunisidaulussuulniuazsidnnseiing

AN971971 2.2 autAves ABS Starex VH-0815 ixn: https://www.lottecher.com (Fufuiudi

25 A9U1AU 2566)

318119 Wuadou N8I Feuly NANTS
(Item) (Method) (Unit) (Condition) AU
(Value)
auUANIaNI8AIN (Physical)
Specific Gravity ASTM D792 g/cm3 Natural or color 1.15
Melt Flow Index ASTM D1238 g/10min 200degree C, 5kg 3.8
Mold Shrinkage (MD) ASTM D955 % Flow at 3.2mm (MD) 0.34~0.41
Mold Shrinkage (TD) ASTM D955 % X-Flow at 3.2mm (TD) 0.36~0.44
anumniena (Mechanical)
Tensile Strength at
ASTM D638 kef/cm? 5mm/min 400
Yield
Tensile Strain at ASTM D638 % 5mm/min 17
break
Tensile Modulus ASTM D638 kef/cm? 5mm/min 20400
Tensile Strength at
ASTM D638 kef/cm? 5mm/min 280
break
Flexural Strength ASTM D790 kef/cm? 2.8mm/min 600
Flexural Modulus ASTM D790 kef/cm? 2.8mm/min 22000
Izod Impact Strength 1/4 inch at 23°C
ASTM D256 kef-cm/cm 25
(notched)
Izod Impact Strength 1/8 inch at 23°C
ASTM D256 kef-cn/cm
(notched)
Rockell Hardness ASTM D785 - R-Scale 100
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18NS FPnegau NUIYIA Houly NANTS
(Item) (Method) (Unit) (Condition) NAFADU
(Value)

auifn19amnusou (Thermal)

Heat Deflection 18.56kef/cm2, 6.4mm

ASTM D648 °C 77
Temperature
VICAT Softening

ISO R 306 °C B/50 86
Temperature
auUAnisaruly (Flammability)

Flammability uL9a mm V-1 1.5
Flammability uL9a mm V-0 2
Flammability uLo4d mm 5VB 2

2.2 WUFIUAYINUNTEUUNTRANAEAN

ﬂﬁzmumﬁaﬂwmaaﬂLﬁuﬂszmumiﬁlsﬁm%aﬁmwmaaﬂLsiTﬂgjLL@Jﬁmﬁ (Mold)

a 1 P

dieadrstununarafniifisusnauazaunniuiisions nsrviunisidunddduitnisuae
wanaRnildsuanadounagldiusgrsunsvarslugnamnssunisudn soauansoly
nsuAntununaainfifienududeunareandengs fiandutnadanarafnszduendn
Itugniesviufinduagaaoninarienisiiu n1sUfod nsauay warldiaiesdn uas
unAnAudiugIuing q nsadasIAneeAn Tnslameindn vieauAnazduded
venléiyanatiuaziniluginsdeioodnldvioli 9rsdafioadnlaisnudoddinioald
06197 vidoldldedundosuadusdosiiniinnsinazuitymnlsognedidunasnauaunsa
osuneisammuasdgmléifuedned Tnetgtulanmsofnviiudeyalifainnimeasy

PUIUDII BaZNNSANYINAZULENN5INE098lUTWATUII8NIAINTTU (CAE)

2.2.1 asnausznavlunisianandiin
ASLUIUNISRANAIERNUTENBUMIEBIAUTLNBUNAIYEIUNYINIUIINAY

Wl AANTZUIUNSHANTUIIUNANERNLA 3AUsENaUNANUTENaUMY
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2.2.1.1 IngRuwanadin (Material)
nsidenianludiumiavanszuiunisosnuuuazatailuang

YpsanUaLaIlngnse asrUsynaudAylulusunsuduanunatafniusrauniudusane

a A

msdentanivnzaudmiunsidau nsvuunislumadentandudeuiesainaiuaied
Hnwedweinaneiuiin mamamé’unmaLﬂuawié’aaaaLLazaﬂimauﬁﬁa%iﬁluﬂ%mmmﬂﬁgqé’q
NANNALEHER nsrurunislumsidenanunsariivietulaenisdle anudesnislunis
YMaLeITUY WsiaUsEanian Fn1svedey

n1siiennalaineg 1l useAnSn AU TENIANAINYUNDIVDY
wanahn Femunefe nsfiarsunisafunatafinludaniety edilainisuiuusmde
USuusanszuungeng o sznalvimarafndnuandindeanisdelifesnsiuasunyas
o¢11ls uavihlugmswamunszuiunsielildnandsmanainifigaunnuas aamanzay
aainguszasdfiimunl

2.2.1.2 wiiWan@n (Mold)

nseenuuuiifuasimnzaududiuddnfivvtivaniymussay
SENININER LU N15ARUATdave sl ANRInTuLUY 2 Wil (2plate mold) 30 3 WWu
(3plate mold) $1uveIn AN (Cavity) inzaufuidmsudn ssuunsnaetdunielu
LAZABUDNKITNT SEUUNMIARIEYAATUIIY MuiesosUssnULLRLT TuIATemI e
waadn (Runner) miﬁmumgﬂwawﬁﬂwmaaﬂLﬁﬁw%umu (Gate) N135gUWRINIABDDA

PINULRLA MsidenTanldvinudiun
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1 pri @ Riser pad
Cartridge heater @ Riser pad busr':mgry sprue Plug for hot runner
i block
Fixed
installation /
plate
/ / ’ @ Riser pad
Manifold / —
Fixed die \. /
plate Nozzle gate
“\ bushing
Hydraulic cylinder @ Cavity insert for e
joint gas release Nozzle sprue
bushing
(Secondary sprue
I / DI.IShiI'IgS]
Movable die -
plate
T
Back plate Return pins for
large mold
Spacer block
Ejector plate Tapered pin /
SRRV S Wy
Movable T+ o \ Direct push
installation = [~~_ up pin
plate
‘[ / '

. Adjusting bolts
Return pin stopper plate / for direct push-up pin /

AN 2.2 NNAALAAITUAIUAN ¢ VoSLURUNDANAERN

fisn: https://th.misumi-ec.com/th/ GuduTuil 25 Fanau 2566)

NANNFATUAIUBUANNALFAITUAINT 2.2 azaSuleTatsen

Fudrluifuninldanunlivlugnavnssudanaiadin

d’ Ira 6l a
AN 2.3 NT2BNLLUULNNUNIANAEHN
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PNANT 2.3 LEAILUIAMNNANTUNITODNLUULNANWLIAY 1) Lana
ThunsiuafLiLesesUsEnuUaLlAUn (Parting line) @) anwarvouduN1vasLiu
WU (Cooling channel) ag A) A1UUU A FkrUsLnuUanTuIU (Ejector pin) @iu

ANUAIABNITNUINAERN (Gate)

b o

Sprue gate Pin gate Edge gate Ring gate
Diaphragm gate Spoke gate Film gate Tab gate

Al 2.4 Tnadmanafnuuusa 9 (Gate type)
fia: https://www.madearia.com/blog/types-of-injection-molding-gates/

@FuAuTuit 25 AenAu 2566)

NITIINFON T IUINAIARNLUAN ) LTUNAIUASNAINARININT

2.4 IN15M1aY09NANARNNAITWLANANNAUAUIRAYVDINIWTIUINAERN N9in15Laan Y

¥
a 6

FuagiumnumuizanlunseaniuUNEA Mg SINAUNTOBNLUULITLY

ANA 2.5 IUIUATIA AENIIVDIUINAERN
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1
[ o

9100 2.5 1 0uTuuiisIuIuer1Id n1siuaned i
WmaaﬂﬁmmzamLLazwhﬁu%ﬁﬂﬁlﬁﬁﬁumuﬁaugidw%’auﬁ’u Milgosfinnsanlinieis
wanadnduiian uazimurudulunsivadngtuam

2.2.1.3 w3sdananann (Machine)

Asidenauianazaiinveadesdanaaindudnudstedefitua
ﬁ’uammwmm%}umu Tngdadosing q Aidesfiansande vurnveanssUauwsifiant Usunsues
wmaanmmﬁé’mmmamLﬁml,ﬂé’hgjl,l,ajﬁuﬁ AuEmeaas oufielifisimeraUsuIunITWAR
ﬂ°’1é’qﬁmﬁiﬁﬂumiﬁﬂﬁﬁmmaaﬂmaﬂmaL%"lz;jl,mjﬁmi LazAsuLnl3aunintunuastng
UsgAvBnmueadosdananain wagmsdigasivngaudusiiieiiannsaviiliniswdnd
mmaﬁmmaﬁg@mqé’mqmmw WAE U

Tnehluiedesdananafinaiunsoutslaaesussinvmusdnvaznng

MATIETNUDUATEIENT AB LATOIRANANERNLUULUIUBY (Horizontal molding machine)

LAZLATDIRAANANERNLUULUIGT (Vertical molding machine)

> < NN -

AN 2.6 LATDIAANAARNLUUBUIUDY

711 : https://www.engelglobal.corm/ @uduufl 25 Fanay 2566)

LATRIdnunUUBUINOUANYUElATIAT19RIgndnasauulUly

LUIUBUAININT 2.6 1ABANAN 1) AB Fre8aLAsaIanaIaRnAnuLiulaY LY dunin @)

a ¢

Yaufiud Ananslmiulasadralunanuiusy

[

g ANYLNTRBNLUUYRIYARA LavyalUe-
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AN 2.7 1AIDIRANAERNLUULLIG

i - https://www.engelglobal.com/ @udutudi 25 donau 2566)

AIUTRIYARANA AR NLUULUIRIRETITIAL1NT A Ina1afnty
WWIFIRININT 2.7 fregranIes@anatainiinulanalufsnin n wagdnwarnsesniuy

YARA WAL AAAILLTNIVDAATDIEANANAANUUIRIAININ ¥

2.2.1.4 BmeFannimesiviusuaiasin (Method)
msﬂ%’uwwwﬁLma%mmLﬂéaqaﬂLﬂu%umauﬁﬁwﬁmmmiu
ﬂizmumimﬁmLLasmﬁmmuﬂmmwmawamﬁmeﬁﬁgﬂa%fw‘ﬁu maﬂ%’uwwmﬁma%ﬁmé’?&ﬁq
9EYNABIEINTNINAADUTEANTANANTNGR AN MTBIEAS A FIudemuUaendely

NITUIUNMIHARMEY UAD WiNaNnTTmeasngnasrlignasseraviiiinJaymlunisnda

iy nandueiliAuen ddeunnies visudiainaudsreauUasndeveamtinauway
AUl
Tunszurunsihlunissuduvessdadendn loun au ww3asdng

[ [y

wazingau (Man, Machine and Material) A9ty n1sUsumisdiimesinsosdadudunaud

a [

Aeadesiuanudniavesnssuiunisudniazaun nvaidndun lnaaislinnud Ayt

[

NNSILASIEMALNAABUNITI T ST N zauialinan s liasn I naswasUasnnely

9 Y

NSTUIUNTNEARININT 2.8
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Dehumidifier Type Drying Temp / Time
°c|2-3 hr

Normal Hopper Type Drving Temp / Time * Screw Rotating Speed

°C |2-4 hr 40 ~ 150 pm
Iniection Pressure Moisture Percentage After Drying Back Pressure
1000 kgflem: <0.1 % 10 "~ 29 kgf/cm2

{

1 ‘ = _‘_‘7;_-_:.'::.—
ﬂ&-g—ﬂm‘m‘mig

1 « ¥ie ’a

Cylinder Bamel Temp.

230/7(210/(210/7|210/|210/™|190/|°C

»Nozzle Temp.

°C
» Hot Runner Temp.

#1230 oC
»Mold Temp.

50 “170 °oC

ANA 2.8 WIs1TmesansSudananainuiin ABS 1nsa VHO815

fis: https://www.lottechem.com (Bufuiufl 25 wmeu 2566)

2.2.1.5 9192avvayAaINg (Man)
qﬂﬂmﬂﬁﬁﬁ%ﬂ%’uﬁqﬁwwwaﬁma%maqLﬂ%aqamwmaaﬂlé’lﬂu

agfuuIndusasnnuinerfulssivvesiagnaiain wifiun waziesesdnsfiagldluns

a

dananaindus9d msznarafnusazadaiirvnssnunadaiiunneeiuunn wugungll

Aldlunsvasuivar gungdiildlunismdedu miuduildlunisda snsnnslnaves
wanafin dnwazreanivis uazmamadienimanaiin saemautuseuuaznalnlumsUan
Fuaruoonuiiun tnedadesis 4 wanidl sAdfuiiRnudeadlassredoud ldun
gaungll ANudu Al speEng uazaen sedinmsfineusuileriusinuevesynansiiudn

[y

nilasnagiuANuiulaliugU TR warUsenaufianis
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2.2.1.6 M53ANT5IUN152A (Management)

ANSIANISIUNISAN AD NIINLNUNITHNANDENIWAUIEY LYUNNS

[ a

AMAUABINUTRAVDINANARNTLY LUAIYNISHNARN N1SL89A1RUVBIE ANAUAINUABDINITUD

a =

nin Usuaudidesnisnde nsdnnisinaniilutedeniieigieanduyunisuda anau

)

LAY TEMINATEUIUNTHLaYaALIa U SEULUA U

=N

FI9819TU NITINAIAUNISNANVDITUIUADDU wazlals e9dsy

]
v 1

ldanduninaganunsaannalunisansimnuaza1nyadanaiainla
2.3 nslvavasnarainluauida

A5 avYRINAIERNALARIUNNIUNSEUBNMaRIMA bUTAe wazluaain
WaagulininIeLsdungs druntamiseniinaadin (Runnen wagniaudin
wWanasn (Gate) ﬁ]umzﬁuamauLﬁmia\‘l’hﬂuLLﬂﬁﬂJﬁL'ﬁugUﬁ’N%u\ﬂu AstvanaduAILin

[~3 = 1 Y a (v} y 1 < [ al'
nstranvuluszideu ldliAndneaznisivawuuduliu Anusazeons N1 tuad

wizaniuluegiuiuANumNEaNINMTERNLULTUNY warslinvesingdiu

wuitunde | | ganszuenda nseiuinwanadin

AWM 2.9 M3lvavesnanainiingualiam

iy https://www.deemarkthailand.com/ (Gudutud 8 NEFINYU 2566)
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ANNAINT 2.9 Lﬁmwmaaﬂ%gmamL%ﬁzjﬂiwlﬁmﬁﬁmuwm

1 a 1

LA3099NT warlvanduanszuandanusanimdureaaiannausou nasanniuluaidng

LA Y

v '
a a

wafsinanedugusnsdiuauiifesnis

2.3.1 nMsuaauwiadnazlvalunszuania
& a Y] a 2 &
LUNTEUIUNTUAYULUAIANWZNINIYATNVRINAIAANIINVDILTI UL
vaaunadlagldauseu uagiafeuiiiiusesvesanianmsvyudeunaiadin nszuiunisil
Wunswssuiienatadnuadlrianunuindy ANusou Lasanungaudnsunssuiunis

AANANERN

Metering Zone Feed Zone I

®

AN 2.10 nMsvaeuazlravesnatafinlunssuandauunnsgIu

‘ﬁm: Suhas Kulkarni (2017)

(Y]

NN 2.10 @0 UIBEIURN 9 1aeedl

= L2

U3 1 dwutlounanadin (Feeding Zone) TngAudadianimduilinuis

[
1 = 1%

wagliiinNSUaDILUAILA NS L UIUNTOALAE TNAINS DUV L ITULART UMY

'
a I

USaul 2 daunisidsuanin (Transition Zone) nsvasualIdIulng)
Antuluusnaiindwesulsesniluaiudiuie Soaiudsdauiy Hduazaromuituin
NIEUDN Uaraauliad Wémﬁuaammm%gﬂi‘wamul,%"]mLLasmwaammmé’amﬁﬂLﬁuﬁialﬂ
Junananmsdeedidounssnatadnuistunszveniidou Wunisavanefifiuszsansam
stanafuasiaiios ieedeefumslatoutudadrdrederdosuniisou

Ul 3 Teun158a (Metering Zone) azidugaefifinnsidoutuves

WaaRNIINaALALIziNINNTUTENI N NSEUBNUaANITed L iun1sviaeuvaIvesnanadn
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vdiundanasuivadladdne Tulsutinarainilagninieunseulvimunvaudiviy

N3EUIUN1TaAR waaRniguifiuisely

2.3.2 N5 YAVRINANERNVLBBNANNALEN
nslvavesmarainiaioenainidadugidunisiuanewdissainnisiva
1‘Hﬂiz‘uaﬂamg?i\i%umauﬁwmﬁaﬂLM@’J%SQﬂﬂESVT’]ﬁ’JHLLNﬁ@%@LU%EJULﬁEJU‘lﬁﬁJUmﬁaﬂEJ’] g
Inavesmanafinumainnii@adedinisivaluguine ldivesenmauasdesinavuiululy

PANIBAYINUIIAN

O] O, ©)

3.815n¥1320U (Holding) 2. daniiuA UL IwUY (Packing) 1 Aawana@nivadiunguuiiam (Injection)

A 2.11 nmslravesmanafinesnainiain
fian; https://www.quora.com/What-is-a-transfer-position-in-injection-molding

(GuduTuil 8 woAdnieu 2566)

ANNNA 2.11 %Lﬁuiéﬁﬂmﬂwammwmaaﬂaaﬂmﬂﬁfgﬁmmmimmq A3
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11 1 6 1 (% ]

Maruduaiudieie nsiduilenarafininailt1ddesinsdundiun YrensenuniveLile

Y

wanafn wazden1sgsnwnssiulineg FenszurunsnariiluinuvendujiRnudead

Y

ANUSLaEAUUN A0 LN INEIRLEANUITAAIUANNTEUIUNSHARTIE AN LA

2.3.3 N5 avaInatdfinian luBINUNAn

n1slraveanatainmadMdrguainsituy waradnwmaiNnegiiunus
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Fuudn nanaRnmanlunssuanan

7265 4N 3D

8
8 9 9 9 10 10 10

8 1
7 6 5 4 3 2

AumisnisiavemaaRnaNnsyuendnL WNBLAYTLYILMULL 3 10
g}&aa’iwwamﬁﬁuﬁ
M9 2.12 dundanisirasuuinnvasnatanmaluwdius

f37: Suhas Kulkarni (2017)

anwagnnwmeiaustunisivaveanaadnmaiziluluaunini 2.12
fufle wanaRnwairvsnamsinanvesomtivasziinnudilunisivalofan duwanasin
wafidauwdiuiazazlnadrfandesanudsuifuiiiiusaziianisudafvasnaiadin

sUBuUNISIEufvesnatafininaInsIuTImdumiin (Front Flow) veanisivafidnway

! ! 12
=< I

willoutin naafe wanaRnilvaegasinanvesteminisivadainsivaiilisingaiuas

9

fin15vaunineonA g NHTURNMefIy ATUUNAIERNTIAI IR IUNTENZATRINIT

Inaaziiauslunisivaniwinduanunin 2.13

| - »~ L3
Hufidwvoads ;ﬂuuumwﬁ’mw'l\naummmwm
L SLTOAT \
T T
| AW
i DIBUIMU
! J e
/
X T | 2o
) 1
puvpenudinsina M3 IMaMMITINNS
VIOMAUN Fumadumheaants va

a I3 a X A v oo o ]
AN 2.13 ﬂ')']llLi'.)ﬂqi‘lﬁa‘sﬂ@ﬂwaqﬂﬁ]ﬂma@ﬂwumﬁuqﬁﬂ La@MIUNAUIVDN

nslva (Front Flow), 7 : Sl5a1 WYLy (2553)
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iesnnwanaiinuinunsinatwesdemidlnaiinislunasenlusudig
uwnuiagsisluiramiilinanianisiveanas naenszozmanisinavesmanainluusifis
gnuimnuiilunisivavesnaiafinusunsinatswestemianisinalzanasios 9
uananilelinanavessesmaraindauinniaiesd (Orientation) fusianduntiveanis

Iyafiie lngameimunidunignasiinnisisesveddluanauinian

1 < a a
2.4 mMsnasiulunszuaunIsAANaIERn

v oA

n1332UrEANNSouagsTiUsEANS AW T uFsddanielanuladnanafnazsd

o
£

anuzilurewds aunsnsnviguinuasanantinuidenisld Juauiesnunainudiu

mTveiiszAuauseuldiiuaA1ganiinislaeds (HDT, Heat Deflection Temperature) ¥4
wanamnufiafivusy oehdlsfmunsdiemanuiouvemaainuanintuaosieisd

mssdanudeussnannatain Wedanarafnwaeumand Ty ulfian 9z
firaoudnnuinnfigniisdnluluseninanszuiunisnasy museuiardasreny vin
aaﬂmﬂwmaamﬁdﬁlﬁaﬁaLLazL‘i‘JugUéNmmLmﬁuﬁ Suneuieutrsdnidesaniieades
fumsanamanufouainnelunanadnludsituinwifinedsAoafudesly

n13fdnAINTousana kUi Tuvazineliuaiusouazhegnindnean
ANURNiBE195 IS YUY Imaﬂ"’ﬂﬂLszﬁuﬁ%Qﬂszmsjmm%fauimaisﬁsdaﬁﬁﬁuaama’mda
Bulaeuninenn Alvadousiuudiiusi nsvuiumsianubuiitieirnudoussnain
Nuufil@nifinanafnasfusacesnusssunalaun donsilrufuiiduas
819590157 Trelansnsneseunsndalaesanlfidty warsuussfuiniudiunanadin
wwudelagiiriian

s aaunasEinsrUILnstdamufeuass il iudsdndylunisiniu

sUnaaRnduszAnSamuazadiane N1IAIUANYUNANTIVILNEAL N15RBNLUUYRITEUNY

Y
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AT tazn1sUsua1seulimunzay audutladeniidnsnaseuszansnaveinisiin
audulunssuiunstugd msflauganisvhanuduimunzay sstedestulgwisia 9
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2.4.1 pMsAurnanlunisuaaduy

mi*via'aLﬁmzéfaﬂ%’mmilﬁmﬁumidamumm%au (Heat Transfer)

(%

Saun1sulasnsies (Fourier Transformation) InegnsAnuiaisadldlunisnaeldutisl
2.4.1.1 SMTUTUULRULUY A5LI81ME0LEUTUIUTIRAINUNAT

g9gAnsINaIeIANUnTUIldan sl

52 4 Tmelt- Tmold
-——In(
T[]

tk (1)

T Teject - Tmold

2.4.1.2 dwsuTununsnszuen Lamaeliuiununiisunsnssuenay

Tgmsnail
dz Tmelt = Tmold
tk= In0.692 ———) (2)
23.14a Teject - Tmold
2.4.1.3 @M%5UTUIUNTINAY nmwa'aLéu%umuﬁﬁgﬂmqﬂamﬂ%’qm
A1l

DZ

Tmeu’ Tmold
tk= (n(0.608 ———) (3)

4T[2a Teject - TmoLd
AURUIYVDIAUUTANG)
tk = alunsvasidu Guln)
Trner = QUUQNNAERNVAT (B9ATALTYE)

a 1

Trnola = QUUANWINUN (BerwaLTYa)
Teject = qmwgﬁﬂam%mm (p9rlwaLPd)

O = NMSUKAINSeY (Thermal Diffusivity, mm?/s)
s = AITWIYEITUIY (Hadlns)

r = Saflvestuay ([adwns)

D = unuALINa19veuY Hadwns)
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A1 ol RRIVRH QeUnNHi QaunNHi RIVRH
Waamn (mm?¥/s) WLRUN Funy wanaRnwian | wiifiasiild

(°O) (°O) (°O) (°O)

ABS 0.085-0.080 20-80 60-100 200-280 40-80

PC 0.110 20-120 90-140 260-320 80-120

PA66 0.090 20-110 70-140 250-320 40-120
PMMA 0.080-0.070 10-80 110 200-280 40-80
SAN 0.085 20-80 60-110 180-260 40-80
PS 0.090-0.075 20-100 60-110 180-250 10-50

POM 0.080-0.040 20-120 90-150 170-210 60-120
PP 0.070-0.060 10-100 60-100 190-270 20-60
HDPE 0.110-0.040 10-100 60-110 240-290 10-50
LDPE 0.100-0.070 10-70 50-90 180-240 10-50

NELE) AT Ol AzARaBLBUN NNy

[ '
£

PNUAITY TU

A9 NAERNLNAIVLAIYLNAINUS DY

Iifuudiuladesasdedunisidenldan o arsA1dafsaamgiiuinasinldaiuaselag
#ITUIINATTIE 2.3 WU A1 O U909 ABS Ngauniiusdiiusi 20 °C fip 0.085 mm?/s Uagi

QUM HUINL 80 °C fig 0.080 mm?/s

2.4.2 anwaEANNFURUSYRIAY auugll uazaan PVT laazunsy

=4 d' v} Y4 1 [y} a
WulaazunsunsInNALanIANNEUNUSTENIN9AMUAUY (Pressure) USumg

a

(Volume) wazamungil (Temperature) ¥oanatainlunszuiunIsAanalasin n1sa PVT

Y

lpezunsumislunisiilanazamuaunszuunsdananafniiondntuanunatainiiinun m

LALLNBRS
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P (MPa)
0.960
0

L —50
~
S 0.920 — 100
v -—150
£
S 200
° 0.880
o
=
(")
% 0.840
(¥a)

0.800

10 50 100 150 200 250 300

Temperature (°C)

a

AN 2.14 AnuduiussEninaaaiy USues wazaamgidl (PVT)

Y

‘1'7im : Moldex3D

U 6 =

AUAU (Pressure) LAY y 9N vLanIAuAUl UL AUz AnanaRn

Y] Ao VY

gndn Anududussrddgyiduiusiunisitnlaimarainasivainguafivriednal suay
VT M T SRV BV

Usu1915 (Volume) wni x U9 LansusnInsvoanatafnlunalAuw
UhinnsienuduiusiunsmunuUinasvemanainfigndndduaifuilusdastuneumes

N3ILUIUNTT

gl (Temperature) gaungiivesnarafniinaseniuudeiuasnisiva
vaenanaanlukaliu ns1n PVT arunsauansdngamgiinisiisuudasegislsnasn

P9NTLUIUANS
A5ATIEI PVT laozknsuluussenniaAueInssulIunisaananannylely

saa

n1sAIvANANIRULazRnaTlukiarTuRauYeINTEUIUMSIE I LANAnSuginEnma 1w

wazAaNURNgnAes Msusuausuwazaumgiluvaznnaaingnaadnguufiniinaly

NMSAIVANAUNUIULTDINAERNKAZNITUTWRTETUIY {ldanunsafnnuuazysuaiy

=Y

AULALRUNATLINBAIUANNITRANANEANIAFDAAR DITUAIIUADINITHALUINTFIUYBY

v a

NANAUNNANFRNANAINA
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=

NANT 2.14 wanunuInALFURUS PVT 999 ABSINSA VHO815 &
nszUIUMIMUITUNAIERnWaNaRn Az L UINMSY M BduRITInEnnaneldgaumgs
wazaufuiinuaulnenIstugunssuiunsuarnsasunlasinaniugaommanu
anurveads lnsunAvsunssavidasulvorannuaznsiSsuiisuogishoduldlalésn
soly iioosursaiasiianufugauduiusseninednuns Usinns anudy wargungd
(PVT) QﬂﬁmuﬂLﬁaﬁﬁmmséﬁ’umiﬁué’maﬁa@iu%umaums%maamué’mwmwmﬁau,as
nsvasveamsadevestudunanaintugarinendminnisUanoenannuaifiui auns
Adfleasursanuduiusuiunns amnufu uazgungll vesTagiandn fuugziitly Moldex

3D

0(0, 0) = Oe(0) [1 — oo (1 +%)] {
05(0, 0) (3)

lagdl 0 (T, P) favSuasianie 0, A UTuasianigfianudunaagud T
g gauu il P Ao AR uag C Ae A1ASA 0.0894

A _f bis+bysT Lif TST, (@)
UO(T) o { bir +bz[_T ,ifT > T;

bsr exp(—b4LT) ,if T>T;
- b7 exp(bST = bgp) ,If T<T; (6)
”‘(T'P)‘{ 0 JfT > T,
T =T-— bs
T; = bs + bgP 7)

lagN O fAe Arvesnaradnfuanldivanngindinitaumnginig

U q Y

a

Waguuas T, loileszydnvansivisuwasnnuniinegengyiuiunedian aumgiinig

U

WagukUadl3 W1518m05 (bis, by, bss, bas, byy, Do, bst, bay, bs, bs, by, bg, be) LUUAN

wUsgAnsnnednuteyamen1siudeu PVT Waduwintu by, by wag by Asdmiuiane

UF
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2.5 N15UALUEIVDITUIIY

AN150ALTEIAINNNTNAFIAIUIN 2INATTNTLINYNTNARIAINUIUIASIRAEVB S

AIMUNAUIVUTEUTU Gl’]ﬂJEULLUU‘?JENﬂﬁ']W PVT

Zmax

Snct)= [ S (x,v,z)dz/(Zmax — Zmin) (8)

min

NAANSNNS RS UL UAIIUINTLEAS I ULAAEIANIG X, Y %98 Z 1nafansan
DINANITUARINLANANIAU ‘mé’amﬂ%umugﬂﬂamaam}mLLajﬁmﬁLLazﬁﬂﬁLﬁuawuﬁﬂ
RAUNNIYRINITUAULUAIIUINAINNAYDIUN T NANUNEIRINATUAIUYNUANBBNIN
wifiniuasiliduasauigaumgivies ansanaindruusznauianualuiieanis x, y uas z

AESTUUNNARINATUIUAIYNAAIIYDIUSUINTHALATVARIIUANNUIA T

Do 0 0(0, 0, 0) — Dave(D, D)

e S ADYUINVRITUNUNUABULUAY

2.6 Ugymnlusudawanadin

[ [
=< v A a A v a

dymiAsdufviunudanarainiinandulsudn Aetngiu wifinids
wanadn tadesing gunsaisiewds yaransal wazismsviedmsiimesfiltlunisuiudn
Wanasin %qdauiwchﬁuﬂagwwﬁLﬁw’?jyusmﬁgﬂLLUULLazLﬁmﬂé’wqﬁ’uimqmimuﬁmwmaaﬂ
il ﬂwsLLﬁlm{jmwﬂéauiuajazaiqLﬁulﬂ‘i?iﬂ'lia%ﬁqm'mwmgmlumaﬂ%’uﬁm%umu JCHR!

NTEUIUNTNAFDUNAADILURLN NULATBIINTAIUY kA lulglunsuanasa

2.6.1 sregrstlauninistinle (Warpage) ¥99%19U

[

[ Y
a 1 =

Fugrundugumgnanainideauuluaingusieiidesnis LAl

U

[ ]

@ =

113500 A15Unge NuRduedu uwazn1sidgLuuuesyy alvaunankudldun1snaeam

LANFN9Y (shrinkage potential) YBINUAAIG 9 YOIFUAIUNTUTY AIULANAIIVDINIS
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NAFILANAUIINTEAUNLANA1SUVBIN158AE (Packing, Holding) Minduldvinfuuu

FuaAnTugU waznseilufiamaiuanaafudsnIng 2.15

A9 2.15 feg1an1stallen (Warp) U993usnu

fi1n: https://plastics-rubber.basf.com/slobal/en.html @Euduiudi 5 fueieu 2566)

2.7 M5 UlUTHASUABUNLMDSUIEN193AINTSY (CAE) Tusudananadn

&

Turudanaiann TUswnsuALAIADSII8N193AINTSY 1WuLaTailenddnlu

o

NT2UIUNNTIDNMUUKALUTELTUNSNARTUIUNANERN Tad1u8TUNITONLUULLANN N1g
ATIENITINATeMAaIERn N15ATIERRATAILINAIINLTIITI N1TATIEREUUAT 113
F1809N15UANTON1SIRAIVRINAERN tazn15IAsIzvAudululeveIn1sHEn A5l

ADNNILADTVIINIIAINTTY FreanAULdsmazAlgaelunssuIun1sHan wazdalilea

a LY ¢l

HAnSuglinun MLazUTEANS g RuluuAnnatadn

a

Tudagtuasuiinmesdreniaiainssy Tudngenuisdruiauuinlunain

Y

AAYAAMINTTUNANERN Uazanamnssulaiun »wideatuilvesnimeg1alusinsy Modex

3D WNBTUNEANUAILITALUNNT AT IEVNALAEANYALNIT I IUTBILUTNTY

2.7.1 TUSHNSUANaBIALIAATIZINTT IavaInadin Moldex3D

£
3 =

Moldex3D \Jundnsdnu CAE Futihvedlandmiuanamnssunsdniugy

(% a (% 1

wanadn ldwalulagnisiesennangaluseaunediy 811150938 31a039%92901518ui
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ﬂ’?ﬁqﬁqmaqmzmumﬁamﬁuguLﬁaLﬁuﬂiz?{w%mwmiaaﬂqumamﬁmeﬁuazmmmmaa
Tunswan ansvevatiunsnngUTuIY LLazmmiamiaaﬂ;jmamlé’ﬁmL%ﬁ%u

2.7.1.1 Hefdundnlunsldon wazdasiziina
Tusunsu Moldex3D titsidunsldeuiiaseunquitanszuiuns
Frunudananain IneansatisiinssinasausnseenuuUNARSNeT (Part/Mold design)
n15gaun1eImIngsu (CAE Verification) nsuAnAIeaile (Tool Making) LaznszUIUATS

Nam (Production) Tuau MN8N UNUAIYILENFIBE1MANIEUNHINTUAINNTIN 2.4

A5199 2.4 Aegeilentun1TIAsIEiNaYes Program Moldex3D

o o “ ‘<
Wandu ANUsEnav WATIZIHA
®  WYINIAIGUNYINIIVIABY Uarn1s
Iwaniusiusinuntia (Front flow)
3 ® LuzvWIUMUIWMINIINAERNY
O o
g Wnvay
& e finsandgymitialunuan i
,_‘ -
e sauUszanu(Weld line ) sy
( \ Lﬁuﬁhjauﬂa(ﬂow imbalance)
] N s , a9t
po n1soURIMA(AIr trap) nsanl
‘ Wu(Short shot) wavdue
- = a 1
®  UszliunaIM s uMvoImnIudn
~ 2
g warann(Evaluate gate freeze
e time)
g &
g3 o o anlgymituaugu (sink mark)
g g ( ant wazdinsu ( flash)
= . B o - ¢ o wr
2 ” < . ¢ ®  LUTUNFUUUUWITNINDTAMTY
> é N581%uU (packing profile)
E -
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& o a 'S
Wangu AMUsENau AATIZHNA
o iuUszansanlunisvasidu

§ Fuu

) ®  AALIAIVDITBUNITHAN

= & a v
‘Z% ® wgINTAMANANUTBUALEL
RS (Predict hot spots)

I

«

® EINIAFUINTUNUNGIRIN

: d‘ o yqy a
% ' L4 i%uﬂ%ﬁﬂVWﬂIﬁ‘ljU\ﬁUUﬂ
ap o a L4 I a 1
AP | ® nsilAsIzsLUUlLT Y
=) 9— h‘m\mmnw e = . | i I
o . dmsunsdegUuunnlvg
a-qg =

&

(=)

e

(o

<

® ganuuuuarUsTiiuanNIY
S ﬂsgmumsﬁmmgamﬁqm LU
ALSINTTAR LIalun15on
l nanlunsauEu vse

| g IveIRUR

N17ALLUUNIINAABDN
(Expert DOE)

2.8 9udenetag

Beomkeun Kim, Juwon Min (2017) la@n¥11389 “N15052218ANULAUANAIS

[
a = a [ a

wardvEnaronndssUndnisnanestudumanaindntugy” fnsdidunuidedens
Ansigimdmnsnilaslineniiameddis (CAE) sdan1siinsednisdndugiuagns
Anszilnludiodiuud (FEA) ’Lumwﬁ’ﬂLﬁummﬁaa%mamiLﬁagﬂmﬁgé’fﬂimm%@u WA
nMsleTivadaenndesfunanisnnasuarnuianeTeaiing ennddluiueuds
Anduseninnszuiunisdatusuifuannguinueanindeglonmdminnamauiouls

ANUSDUNAINTHARN
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Du-Soon Choi, Yong-Taek Im (1999) lafinw1i3as “n1svinuignisuafitaznis

Un9lagfiansananANLAuAnAluNIT T M UURANNE14YBIN158ATUU” TunsAn

be

i mﬁms']zﬁl,%qﬁaLasusummim&hLLazm317@@@%&6’??1461”;145@%14@ Tngailsdanauiau
ANANITIART SN TUABUNSEuaY VLT finsuuuuInaesianianguniinuuy
woslusleladogrsemldifiofinnsananisieunaiemiuaien uazifioosurengingsu
FanamumaiuAsunUaswesgangll madienginnuiaunfvestudiuiidatusulngld3s
Iludledmdaudiuvudangudadu ionmaaoumsmansidsiiey nansiiansas
Qﬂﬁ'm’]Lﬂ%&J‘ULﬁEJ‘UﬁU“ﬁljaiﬂaﬂ’]‘ﬁ/lﬂaaﬂﬁﬁ@gﬂu&’]uiﬁﬂ TUNTUVDIAMULAUANAIT WUIINE
mﬁmaaqﬁuﬁwmmLﬁumﬂﬁwﬁﬁuﬁwaq%}umuﬁamsﬁugﬂﬁmmmaaﬁmmﬁulﬂ pgalsinu
wuinisuadafiaianisallidanuauivnaunaluniseSuienanIENuUveIAN1I1EN1
Uszananalad waznisitasizinisuadinaznistnsendsrauanuduialunisiily
Uspendldnusviudnidsuiddsidudeunntu

Hao-Hsuan Tsou, Chung-Ching Huang, Yi-Cheng Chen and Syu-Yang Shih
(2022) lFFnwiEes “mInsredumnndunnddlndmadniwanainuuuesulay Tnennsly
LLSﬁﬁUﬂﬁéﬁluﬂﬁaWﬁugU” Igvhnsfnwndmansenuiiinananueieanndausnalng

[ 1

MWTIUINAERN (Gate) VDITUAIUNANEANUILET WUITAIENITILLADTVBINTZUIUNITAN

[y

wanan Welfdumesiufodlunmsin wldmdulssanianuduiudsening 0.48 fv 0.59
wazilolfidugeinaed aldmdulssavinuduiussendng 0.80 81 0.92 Fausdas
Aruduiusiiudounss dadu msfiamuanuiaioandailndmadmimanain evhunld
HumelulaBnsaraeuesulaidmsunmsdstugamnsoanvesdelunsyuiunsl

K. K. Kabanemi, H. Vaillancourt, H. Wang, G. Salloum (2004) TgAnwISed
“@randunndng navad warn1sinieteskansusianiusuiifisusadudou denmsaes
Fafuavuaznsnsaaumugndondmaass” Fnstidielfausonansainaidesy
yosasnnduazaiuanAafiasduldiniiontunisiumauifosauiins luruei
Frwanduyunsiuinldegnmnn welansaiggldifenmnufunnianuanumnyes
Hansdouet dnsldseuuiawesfidviaaudd malANTUTENAHAN N kALSEUUNIIUARIYDT
wuRmmadiaiie Tansdate vhnsmeaesiulndesueiun (PO) uartudnuindiofiau
ANUNUILUUE (HDPE) HadWSIBeiavaenndoaiufiun1sdunaniIsnages Na1ee Kived
napsgndeusoufouinuniiusedn Tuvarivinaununaisegluusegn wwaliuvesldslng

ANULAUANANSYIIINNTSNAaRILas intan1sall IulndiAsiu dnsdiauediegnemng 9
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weuandliituddvinaresrnududounasviadnvegusiniisenisndesudugarmenas
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AULAUANATN uaﬂmﬂﬁé’ﬁmswﬁ%m%wamaaqmmﬁwﬁuﬁ@iammﬁumﬁmLLazmﬁﬁm
199NAY

Ming-Yu Lin, Yong-Jie Zeng, Sheng-Jye Hwang, Ming-Han Wang, Hui-Ping Liu
& Chin-Lung Fang (2022) lé@nwides “nsinsizinisindeuazaupionandnsves
A3TUINMIEUTUIUEANaNaRnsTudIY IC package” Sintsldwonduasinszinisinaves

LA Moldex 3D TolunIsWAIUNTURBUNITIASIZINANIIANTSY L aSauLNeununa

=1

mimawﬂ'aﬁmwmmmmamaﬁi’wammiﬁ@Lﬁmagjiaij 10% 919 50% WUTBRANANA

Ingygaluiienisdu TusenineseuauiouaodsauIEsnUIIALULAUEIAATDLNTURED AD

[
o I

505.7 MPa wagsuviisvesnudumaidululdegisuuudrevesusifiud uenainiidl
frrsamielifiansanmuaisaand1esiiiinainnszuauniseuldaiiudeuaaus
AULASYAIZLANFIAUNIN

Lina F. Kadhim, ALI A. A. AL-Zubiedy, Hanaa J. Kadhim (2022) l§@ns1i3a3

“N159LASIENANULAUANANLALIS NI ADa1aRN 7 TN1ShuzUnITNNTIT9IUNISILATIZAAQY

'
4 o

wadadumedafildaulaase a5 wazduyuan nMsinanudunigluyegunssviawuy

a 1

Syuekazdugou A5lnladaraRntul usgun1sInN1sSNSLausvaLalnalsd nanau

Y

12
=

Juagiuniswasunlaswasnnuiiwaziianiwasnnusinasidmudiluludiegalng
wes mnudavguvatiandumainnmmeasswuvlivharedmiunisieseianuduas
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ArnAen Juogifuanauiinisnanauasiissyindunsinumeasdemis auautRts
agludanlusdlavanevila Wi uia A3ada wavlndwesunsin

Richard Dominik Parizs, Daniel Torok, Tatyana Ageyeva and Jozsef Gobor
Kovacs (2013) ldAnwides “msfadaduiseivansdaluwifuidmiuniseuaununin
waznsrurumslun1sdntugy” nnsldnufunsnaunaussninamaianisldidumes
wardoua TianadesfuuuiAngnamnssu 4.0 vhnsAnuluwdfsiuuuratsardinui
NN wardiulszneuifeafuLTaduiingauaninsoueniea wsadauiinyia
aonadosuld wasduwesluaifviiufiamnsavsenfnauasaudulun1sdatuay
Iepgnamnyaniign

Wei Guo, Lin Hua, Huajie Mao and Zhenghua Meng (2011) lFnw3as “ms
yhunensdadealunisdatusunanainlasedeniseonkuun1smaaes” LWUUIIAemMIs

ﬂa'?mmam%é’m%’umiv‘hmstiﬁ@Lﬁmgﬂﬁmum%ummmiaaﬂLmeimaaq (DOE)
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Usznsusn Anwinnsfinesiiidnsnaniniian nadnsvesnisiiaszvinisaiinazain
gavlFas Moldflow dlifiuinwuusiassmendinansanunsolditoviunensdnd oald
ptnauiuSuRime faudeldinnseonuuundlanaziugianansasudunassdunisany
Funousriag ionmn nveswdafueinau laslifesendenisnaassaielunifinddn
waraRnlagaunsaunufisnenislduuusiasmsadinaans

Xuejuan Li, Jie Ouyang, Wen Zhou (2013) lé@nu11383 “n1331asawuuany

¥

17 1NHAYRIAIUATEARNA19AINANTEU wWazn1sUaledlunsantiugy” Anwlagende

(% = a

arveislludiofiuudiaziafa dnsmdnsnavesnisildsunlaalasogamgi n1s

e

$apuBadnlarresnuAUANA9INANLS UL NSO inTuTse uarldFnuavEwa
YBINISNELABSNITUTELIANARDAINULAUNNANINNANNTDURAZNITTAID HAGNSLTIF LAY
Hulumumadnslunssunssuiiieteuaymaliasginiamn ]

3a53Y 29519 (2565) leAnwI3es “n1581a9n1saananainetedl

Uszdnsam” meun 15 linanfmistadedludununaiainliin awniugiuveanisie

[
a S

TaLlen (warpage) Ao N15NITUAFITNILANANAUVUTUIIY WNTUNURARIDE9aLaNeTy

NARANIILAZNNATLAUIVDITUINY TUULUILIReILALAnadusazliliinn150ade

9 9

(warpage) Tunwideilld TUsunsudyiadu (Moldflow) Huuudiaean1svitung nsvias 3

¥

LUUAD ANULAUANATY (Residual Strain) ANULASEARNATY (Residual Stress) harAmINuLAIen

ANA9939lulu (Corrected Residual In-Mold Stress, CRIMS) HaawsvaIn1svnfuay
51N warpage # AudLTUSfUANNaNYsivesToyanuantRf1uing q AlFa1nnns
naasUANANuzYaImanaRnuiazingn Tugudeyavedusunsudyadudsiinmssiuunaing
auysaivdeszAugunmuesteyasenldld 3 szfu A 58y Gold, Silver,uay Bronze &4

LS HIAAUAIUTEAUAULUUENUDIVDINAANTINNUIN-LUBY

¥
=

ANTY A9NDING WAy ¥1A3A §ITTUTITA (2561) laAnwTes N15AnaTusy

U

a

FUIUNAERNEIATNIHETY CAD/CAE 1A d8 T lanAsn swanu CAD/CAE dwsunisan
GﬁugﬂwmaaﬂuﬂﬁumiaaﬂLLUULLasimiwzﬁ%umuwmaaﬂ FunanITIATIZATiaILT e
ﬁmumgﬂiwLLazamfazsumﬂ']samaqLLaJﬂuﬁﬁaaﬂLLUUlé’asmi’mL%’J AYNEINTUMUNUN
lUndnuagyinnsdamanadin vilvldnansarinarainidnaning uaziluungusiamssnia
mseenuuulududulneiimenurainndeuads 5.02%

Lin, C. M., & Chen, Y. J. (2021) ¥in1sfnu1i3es “NAgNSNITHATYMINITLAY

Auldaunaluidiun@anianuaunaniasuiais” Usingnisilasunsfinevianisdiass
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LazN15NAARIAYYTLUUSULUBSNWANAIAU AT NS 1NN D5V I AANTLAUNAINAENI

q

gumgiuazdoulunisvheusing q fnnsl38n130usevieands Ae Response Surface
Methodology (RSM), Taguchi method, Wag Artificial Neural Networks (ANN) Taavinnas
USudgmniimesesnizuiums miesunsswesszuuiuues eiansnsyaneliauga
Tunisnszyhvesliniuasnsfwesidudrinlunisusuls aguinnisnisusuugelaasa
anysallunisannisnszaeliaunalunisnszvivesudfind edrglsinin n1sld3sns
Artificial Neural Networks ag18u33#fiussan3amanndian uaztunauizasisaues (Brain
Construction Algorithm - BSM) QmLuzﬁ']Lﬁaﬂ’liLLm%ﬂagW}miﬂizm alajau@a‘lu
nszUILNTTE

My Inglvgun. (2552) “nsusulsenuninnisdanaiadin Ingidn1sves

[

nN8” udeilinertunsfnuuazTuasanisaanarainidigudiiud ieliniueives

HanSuelndAgaiuALIIMNI889gNA1 N1INARRENENN1TENKUUKATILATIENLUUEY

[y Y =

WiBR51980UYATINAIAL LASHANISANYINUINANRAYVBIAINULIIVDIDUIUTENATUAN

o
o (%

Wnnngvesgnan Aty annsadsussAnisaanaadnlivinzaulalaefiansangamgd
wazusslunsBnfinuegi

ATEE B umanidunisadrazlduuusiasdunssuaunisiase
Peyynaienssusieds CAE (Computer Aided Engineering) iitelianinsayinisiasies
nstindemestudinlunszuiunsuanldosaduszoy fomeddunmsdnuniigadiuns
UsuusauazUsudisnszuinunsiananain uasnszuiunsiiieadedielsldngn s
AuAMLazALLuS1getulaelnsAnumanaiy CAD/CAE urdaaflelunisiiasig
1978n1911999NUUUNITNARBIALTBTNITAN 9 RSM, Taguchi method, s1u84n15ANEINTS
Indervesduruianaaingevenuadudadioaty fe Moldex3D wazgenuisdu fe

Moldflow
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A5n15998
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v a

AMTveASTuN1sANENIRINITNEINTain SO T e TuT U UANaNaRne e

ABNTILADIYIENNTIAINTIN CAE nIdifinwBudiunaesniuaudiannsedind Ineldtoyanis

a

$raoamarelusunsy Moldex3D wazihmsfimesfimanzanudszandldiunisusuda
waesdnaifloandamilunisuan dwsuisnssfiunmsiseldsmuagail

3.1 SNWAIYNNTONLULTDITLNLUTIDENS

3.2 isrdimesieutiulss uaznsinenvesdunusiesn

3.3 MadiaesnaidiwedieuliuUne uasnAdadavesduauie CAE

3.4 Yadeiidmalitunuinnisinden

3.5 fuusildlunisvaaes

3.6 MawBoNLfiLazATesinsilinaaey

Tunanimaaesanunsaesuisdunsunmsvhaumuusudstanind 3.1 nuided
Sudusnensldluna 3 ffives ECU Cover (3D CAD) uagtiningnsiiasizvinase CAE
PNERaIReUNsUTUUTII I mMIuAmanseny anuldauysaluasdounnsotves
nszuauns lasiiunsfnwinadnsnsdadervesdunuiounisuiulss anueenuuy
nsnaaeslagivuafuusidrfguazsefuamuamiideanis edqeldainnsafne
ANUALTUSUANTAOUANDITRIMAREMILUIAIENITNAaBLazAINEINTal laglduaain
CAE wdsanldmisfiimesnensaiusussivngan mmadeufienszuiunisaeiaelv

SNtAarUsEUUSEANS N NYIN1591a0998 CAE
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3.1 ANWAENITOINBUUVDITUINUAIBENY

TUUAIDE19IN1T09NUUULNDUTENDUAUTUEIUDY 9 LALALNUIIDT

=

Bldnnselind waziasou ety Muniivesgausznouiususiudaiinaudidey wrds

{ A

dAnNgaA1Ase (Flatness) veatusudamndadeiuinniimnninuneiavinlviia

1
= [}

ANMULAYMEADLNIINATDLANNDSTUNALS Usenauiun1siatleniinTuazdinasa vu1nmn

A9 WALAINULIIVDITUIIUAEY AININA 3.2

i

ANA 3.2 ANWULTUULUU 3 TR

a

anwEYRUNULAiAn1N1sTAeIRnINg 3.2 sUsielaevalurisiuuen

a | =

fanwaueiisusey wagauluvesuanunigiiesesaniiuiudiudu q4 A1N15afI

vuafe 0.5% muRnauUAvesTanlagivuInmvuaRanIng 3.3

134.25

wn
I
LT I T T TITL_11

1]

o

ANN 3.3 hUUTUIY



40

LUUTRIIUT IR (XX Y x 2) Ao 134.25 x 348.94 x 9.55 fiaduns fuun
szuvestunulunuilflunsuszneuliiiu 1 Safums Fwnnfunuiinsindeiey
Tudrifaiaylidmwansznusenisldaula 9 arnamit 3.3 awnsodanaldinduemud
Fumisldnufiouseneufuiudindu q saeareluuuiniie wuien Ssussvesdu sies

ang wazandudacng o MilAnanumndsiuegetnau

Model_Thickness
[mm]

Max »gum 19.948

—14.743

—12.141

Model_Thickness [mm)]

0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
19.948
17.996
16.044
14.093
12141
10.190
8238
6.286
4335

0.01%
0.00%
0.01%
0.00%
0.05%
I 165%
B 472%
419%
I 76 0%
2363 1) 2%
0.432

Total = 100.000 % ; Min = 0.432; Max = 19.948 ; Avg=2969; SD= 1463

AN 3.4 ASITNANUNUIV9TUINUMIEIUTWATY Moldex3D

AATERATIVILITsTLIUR S Moldex3D Fannil 3.4 AusnsvesmLmun
Funuwadoyansnszaeivesaumulassiy Geantissfigauszann 043 feduns and
nugausEanu 9 Jadiuns uazAnATILIRAsTsTuud IS 2.96 fadiuns

n1seanuaifinilinidisnuuiBu (Cold runner) wagyadmiwatafnuuuida

(Pinpoint gate) A1ELYIAIINTOUDDNIINUNNLNAIEU
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A9 3.5 wuwa'alﬁuuazLﬂmm%mmmaau

NN 3.5 FUNALAIIINITIWDINAIFRNNEINEIUNEALAIz e T UaD
MAdMITUIL drussuussuieauseuldssuudnulasivuagaduasiieaniaay

U

aosgualiuviuily (Cavity) uaganusig (Core)
3.2 WisdiwasnauUiuuse uazn1sUinleavasduauiiagi

3.2.1 wsasanaraannideuase wazldlunismeaag
n1swandaguuldinTesdavuin 450 dudvie Sodick Yoyauazanauln
lag5Iuv0ATeINsHUsEANS A nagluinumnia newlinanATeuAIasdNT AL N wA1AY

2558 Yoyanunaila warUsyansn1nveunIesdnsisneazdunfinisnei 3.1
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AN5197 3.1 dUURLRNIZUDLATDITNTI LY MNISHAR LA NAAD

518113 andfaniy
Brand Sodick
Model TRA50EH2
Max. clamping force (kN) 4410
Screw diameter (mm) 50L
Max. injection pressure (MPa) 166.6
Theoretical injection volume (cm?) 621
Injection rate (cm?/s) 847
Max. injection speed mm/s 300
Max. screw revolution (rpm) 200

wsesdananainjuilineglunguinsesdinninuiigadalidnslve wazanuso

I
9 Y

Y0957 UUdn 1913197 3.1 Dudeyaiilulusunsy Moldex3D wuiu tngldilugiudeyaves

Y

CAE TunsUszunanannany

3.2.2 wisniwasnldlunisuannaudiuuse
w15 flmesnlelunisudndagdulasunisusuusslaggredruigain

Usgaunsalivelianunsetundnla wazAwuzihAeteyanssyliluenasmemeilinvesian

o w

MnRRERTaR m131991 3.2 Wudeyaniinnudidglunisivuamsdwesivangaudimniy

o

ANTHAR

M3199 3.2 W5 MesERdImMTU ABS 1n3A VHO815

W03 AU GRIVEANY
puvnivasuwEal (°C) 230 190-230
QUNRUWNNUN (°C) 90 40-70
Qmmﬁﬂam%umu qe) 75 70-80
gaungfiaulanuiu (0) 80 60-90
nanouldaruidy (Hrs) 4 2-4
navaeLiu (sec) 30 -
ALGUAA (MPa) 117 98
ANUAUAIUANS (MPa) 33 0.98-2.45
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| %

ATLUEUIAIR15197 3.2 @nansaltlaanizlunsanaulddudounasl
ABIN1IAUNEIRN TN uiazduUsilelunisuiunuase@anataindaiudAguazan

PNEAAINTNSANYIBATUSTAUNITAUIUNISHAR P9l

[

gaumniviaeuval (Melt Temperature) Wugaumaiiniaananafngnyinl

9 Y 9

9/ o a

azaguastasEunToud UM sAMguliud nsderguniivasu maiignaesinase

U

ARNNLAYANANAAVBITUNUTINGNDBNU

<

gaunQHufius (Mold Temperature) LUuguunaInlddmiuniuauns

9 U 9

wastiuvesiagnatafnlunifind n1sfsAtgamgiudiniegamuisaniinananisadng
< & = ¢
JURUUTRITUIULaENITIIUTUNANY IOl

gaunfiuanTuanu (Part Ejection Temperature) ugaumgingusuds

U

Muagniouvanaananuditud Mssimgumiivandununvingauzdigannsideaniu

VDILUNUNLBLTUIU

a

gaunnleulannudu (Dryer Temperature) Wugamginldlunszuiuns

U

aulﬁmm%uﬁuaﬁa@wmaaﬂ mié?amqmmﬁaﬂﬁmm%uﬁmmzamﬁwammmﬁumaﬁlu
Januazlostunafindmdiuanuudauss waganuaisay

nanauldanudu (Dryer Time) Wuszezanillunisevlanudures
fanmanadin nasarnateuldauduiivinzauazdielitagwarafiniauudusuas
AIVUARANINLINR DY

namaeiu (Cooling Time) Wuszezanildlunsyurunisvilidusu
LBuamMdIRINNsannaIaRNYIE afium nsmAamdelBuiiangauannaniaIng
wARLazInUsEAVE AWl unHER

AuFUaA (Injection Pressure) WWupusudilélunszuiunisannaiain
Lg el mié’iy’qmmmﬁuamﬁmmzaummmmuqumimzm gYDINANARNLAD WAy
AAMYDITUITL

AUFUAUEANS (Screw Resistance Pressure) WuANGUNRLT a1 s uing

o '
|

anslunszuIuNIsAanaIain N1sAAIAURUA AN NIMENTaNa1nsaYelrin1s@aung

Y

wiRidulusgaialanasiUsuInT A
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FUNURIUNTEUILAAMENI I TwesUagdudesdinisidaunsaldntuay

wasananuduneen md 3.6 endtymnistadenfiufumnasniunudafiug,

A9 3.6 gUNTAIRATUI

v '
v aa v A

agalsinutunauilfdidunuuiiindmsne hdademnniimnunly
TUABUNIIATIVADUAMNINT IR DIMAADUUTENOUAUUNEINATBIANMTOTNALUY 100% Lite

Jesiunmsvgasenlumgndn

3.2.3 N5UAALASUAIEIVDITUIIUDSY

LY

NFINRIUNTEUIUNTAALT LAz ki Tunud dalaegunsaidudn

i
Y

fr3uauaztinn1sUae luluen1ananiuning wazaiuenn vinlwliaiuisausznaunu

]
I A

Fuarduls lnedununtndenninnin 1 Jaawns azlianunsaeausulalunszulunisuan
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X

NN 3.7 NSAAFILAETALUYIVDITUIIUDS

(%
a

FuUluNTZUIUNSHARAETNSTAL DI VAN MUNANIIPINING 3.7 @119

PIAINITNRRT LazUalennsaunisaalull

AX = X—(X1+X2) (10)
AY = Y-y +y,) (11)
AZ = Z'(Zl+22) (12)

e X,Y,Z Ao YUIATIDNLUUWAY Xi, Xo, Vi, Yo, Z1, Zp AD YUIATUIIUIT
RRINNARIN UV

nansenuanFuaudaderfeldaiunsaussnauiuliuaiudu 9 3

1
v A

Teundaymuduinasdidnnseiindldauisannswuvaidnduiuiafidvun wasdiunisg

finsiesyhlldlanunsaduansdalananing 3.8

it

-
=l

—i

AN 3.8 mi@awaqggmﬂaﬂgﬁwdwLwimaa]i%l,ﬁﬂmaﬁﬂé INTUINUTAUL
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nsfigangresuiuIsasBidnnsefinduasdunulinsaiuianing 3.8 mnd
nsiutuanjBaliwuuagyiliiinnisdendvesangiuunuisesdidnvsedndvinliinainy
Souludunudemels wenaniuarfuiadeymsnilanaraindsluausaUnlaain

AININT 3.9

GAP 111171 2.5341.

AN 3.9 NsUAllalnLasiinY99319 (GAP) 91nTUIUTAD Y

9971958 NINTUUAIANA 3.9 1uannalingssnIuaIunulees

a

duannselindlidufieonsuiliodnininissidu wazduainnieuenasid1TuAuAILKY
wHW9sBianvselind Javhliinandasiiiaaaudenis
Anudndervesdunuasaildldgunsalivaaiinistnded asus 2.42

Tadwns gean 2.71 Tadwes wazlianunsagensulalunisuds

4.00

W_.—W

2.00

s &
URLUY

0.00
1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25

oo ANYDUTULIEN

AN 3.10 AU UL URIRUINUNINLATEIINNER

v
[ 1 [ Y 1 a

ASINAININ 3.10 A1UALDEINAUTAAINGIDE19TUIIU 25 T sUnU

9

' v
a a Aa

YOULUAAIEBNTY a3dnTl 1 Tafiuns 5 wandliiulntunuiniunsdnegiaiedliaunse
mvaun1stndeivestunulniuluaiudedmuanisesnuuuladninlyminisviieu

TIFOUTNDAIUANANNINYBIFUINY
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3.3 M33180IWIARNBSNBUUTUUTRIY wazmA1UnleIvastusufag CAE

al

L19U1AINIS N BSTLTNAS VDILATBITNTUIINNISANBINITUAL L 8IVBITUIU

[

melUswnsu Moldex3D lonanatiae

AN 3.11 mMavesauazUnleavesduanunaaauniy CAE nouusuuss

AN 3.11 wundunuldiianistaderlusuiwnu X, Y nnssldsuwiag
FurantAnduluian1elaoud1sau1nsidunisuadllvdus uiivuintanau ity Lile
A150U1N15UABULUAITULUILAY Z WUIT TUUTNITNNSHAAILaL O Je1081990 LU

Han1siURsuLUasagURan1sad 3.3

M15°991 3.3 NMsAguMAaLIAALLLILN YRS TN S AeuUSUUT

NANIY Min (131) Max (1131) WasuwUassan (Max-Min)
X -0.779 0.783 1.562
Y -1.856 1.832 3.688
Z -1.742 1.362 3.104

2.104 TadLUMT TIDNIITUILUY 3

WU Az Lld

srgrnslasunladsiy X

=)

30)

aa o 1

15 dadrunirsusdrisaiuianisliidulunuinig

AUNLANANAUBY 9T ALIU

1.562 Jadluns Y Ao 3.688 NaawUAT way Z A
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o '
0% IS a

LN TUNAN1T DAL T875UTITNAINITUARIT dDAAADINUNAYDITUIY

S WBUNTULAYNANITINADIIATILINIE CAE WAAIFININA 3.12

I2.528

2. 2.087

1.646

1.205

0.874

AN 3.12 NN5TAULLABSIULUY 3 DRNAdausie CAE

(%

INAINA 3.12 ANAEHINNNITINABILUUAINITINM DS LU To9PUTA19T A1Ng

Ualedsinasan 2.528 Jadiuns
3.4 Uadendenalizuaunanistnien

nsiindadenluguanunalaindvaiganys wazwuanianiswitadyniinis

nAaBINNGHAnLaran TuNds v uudananafiniendiegsluidedaly

3.4.1 duuRAgIuNII v uIutalen

L)

nsiinn1siaderludununaradnidudymnnuedraunsrae il

anvsmangUsenisuaziiviamalunisuileuandraiuld madesendymidasudune

]
a U a

nsasvauyigruietvanmueinistadedluduny Fuwidelaunsoudsosndunany

£
v A

ANVARINNTTI9 3.3 Al
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M1579% 3.4 auyigIuveIn st leluguausiieeng

sunvasn1sinden AUADARETDY Fuusiiina Aaudsnan
Anuseesdnsmaeiy | funuianuund | nawidedy 9oUNNA
wanseiuluvany
QIIRVIN
FLAUYDIVBIUTITUANA VUIA WAZANUVUT | ANUALAA UWagAIIN | AU
uaznssudlivmngay | vedunilingd g
ANULATYANNAIIIN Funudegudedes | mavdeiu arwdudn | gungd
NILUIUNINGR nasUaneanain LazAUAUET WAZAUA
TERTE
nsvadailiaunasly | Sunuduiinungsd Qmmﬁﬂam%umu WAY | NTUARILTY
wing ST mMsvadsieLiles QUNNITDN U3uns

a 1

AVNANeURIInIIvaeLdy auyfgnuinistadeaininaruniiswesniny

9

wunvastuuluswlsing o fdwaliussavsnmnisndeiduanas waziieadoddnonsaiu
QUNNNVDINTTUIUNS

SyfuvemeILsITUnLazLsuE Ll gay MswasunUasmuiauas
ANUALNTBITUNULUUN ST T A LT UE aLaz AT ud livansay Ssdanaste
USUIRNSUATNISHAG

AALASEARNANIINNSEUIUANSHER ANALASERRaraLluTLIIUngI91n
n55UUN5ane1v 1T AR IR sandiannnisUaneenanuliind TnemnuaIends

AnuwenlesivgamiinazanuiulunsEuIuNITHER

¥
a o

n1suadnldanuinslundasszuiu auyfignuinduauddnisvasn

v [%
S a

Aol llaunInslusEININISANEAINNSDUY FedINanan1sUATe1U0ITUINUY TAgN1SHAGT
Ullanundenlesivgamivantunuuargamiiviosunsyina

a ¥ ¥ a

nauyfgiudrsduaiuisamivitlade wazaruduiusseningumngl

£ Y

ANAY BazUSunsiianudrflunisivua kuIn1ansuntatdynin1soadenluduanu

o o

AR Feaennaedfiuiunge wagnsinanuduius PVT
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3.4.2 Msladsannnisiiemeidae CAE
31NN15I1809ANINNTHAAITINIEYONUIT Moldex3D wuinITIATIEN
awnvesmstnderlutunuseniduassdue
nsdiadsrnnmanamfiuanainnisnssatentsesauiinmsiais
yosAamuIuuszUy Tagldndnmsmendnmansdsaunisi 8 uaznisiasuuUasuin
Mnuavesguugifidetundsaniisudugnuansenainusifinsivazvinlfifuasauds
gaunndivies Tngldudnnmsmsadneansdsaunisii 9 wansaosdadoannsodmaliiin

MsUAsuLUaIkasOAleIRInIng 3.13

Warpage_Total Differential Temperature Effect D
[mm]

Warpage_Total Di ge Effect D
[mm]

Moldex3l

il 3.13 nsUadenmiinnnuavesgaumgiivaeunlas (41e) LazaInHaveINIg

UAALTIUSUIRT (1731)

1INANT 3.13 NAVDIANUUANANYDIRUNYI LaEN1TNAMILTIUTUINT
Ju 2 Yadenanivinliifnssernisinfeouivemdniusiuazdsmanenistaden @1unse

7UFUWAINSHURIULUAIVUIALAZNISUAUEIRIAISI9N 3.4

M1379% 3.5 nansenuviidaenainn1sinsnsiaae CAE neudiulss
HANTENY Min Max WaguuUassin (Max-Min)

a

gunnilUduwUag (1) 0.001 0.509 0.508

ANSHARWTIUSUIHS ( (W) 0.730 2.122 1.392
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NARINASHUASULUAIAINIGIE 3.5 LA AN URULUAITUINTIULAY
Tontodu 2.528 fadiuns FuAna1INNIsUARLTIUSUIassdy 1.392 Taduns waziia

Pngauniiiuisunyas 0.508 Nadiuns

NARINAISIN 3.5 LARILALIUDg19TALaUINNITUARILTIUS RS dena

a

nsgmuInnIIMsasuLasgamnil afiansananszeznsvndilanfidadiuainnis
WasuuUasgamaiiensnadildeuiunng fdndau 0.508 : 1.392 viedufesas 27 : 73
AR LLazam13@1ﬁﬁ11§ﬂwﬁﬂﬁ’g’1uﬁ’1ﬁ@Lﬁaﬁmumu’jmmaﬁqﬁ

oumgidsuuvas = Yevay 27

ANSUARITUSUING = SeeaY 73
3.5 AUSNIFIUN15NAAaD4

NMTIATIwFLLRFIUNYI I AANsUadevedunuiteg1aasnuitlaly

9

o A

nandmwaliinlympegamgll Usuinsuazanuanudu (PVT) luswideaduiifaesuie
A15LEINNIFITLADT AL AILUT AMPUARILUTVDUINVDIAILUST WALISNITN1Y CAE 99998

soluil

3.5.1 N15LENWITNB5IUNITNARDS

TunseenuuunsmAaeUUNING (Taguchi Method) LiteAnwHavesng
Fadenvestunulunssuiumsdamanaiin madenmadwesfiinansenuddydudunou
fifinnudrdyesneds sddetazeueiavenalunadenwiniwes 3 & Téun QIR
waoua (Melt Temperature), aaungusius (Mold Temperature) Lazlianaetfuy
(Cooling Time) sdansivuamasug (Holding Pressure) Tun1sneaestl

1. gaungiivaeumad (Melt Temperature) gaungiinaouinaiiludiuys
34 (Temperature) A1uAINFURUSvee PVT lnozunsy Gefinadonisivdsuulaiaas
USunsuagmsdaiienvestuaulagnss MseuRugaIaTivasumalogasnzanIaduds
ﬁwﬁmiuﬂ13amﬂ13ﬁmLf’jwuaﬂ%umu

2. grumiuaifia (Mold Temperature) gausniusifiuriidusuusidsa
foNIMARILeUSIIRTURIT L (Volume) aneukazndan1suandusiu n1sauns

gaunilualiuililvanzauazigann1sUadetnaz nsnafivesduay
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I < . . 1 I3 1< (- a A A (Y]
3. iamaeidu (Cooling Time) LiawaedulluaAdunssiineliilasiy
gaungiivasuirainazauniuifiud navasduimuizauszhsligunuiianuaies

wazann1suadeala

[

4. W53 UAA (Injection Pressure) WIIAUAANNAINUA LY @DAAADIAU

Y

AuautRvesaIesdnIuazAwuziiain CAE lngldaimrududai 117 MPa Fadumf
wgadkavanusasessulalaeinIesdananadin (AAududnaaniiinIesdnaunsaiila
Mg 167 MPa) lagn1siaony1amsilaeunai 98% vesU3u1nsnisan

5. W396UEN (Holding Pressure)dnsumiainusug (Holding Pressure) on

Y

A19ualdN 5 MPa 1i9991nU NN U0 UIUTA1AIILEDY LAY 9ATDITUINUTINTLD 96
WWUALEY TS IsugwAUAMUTITustvdnalraulUdsandsutaznsnensiagly

30u wazdlnuddevaneanuissyinnsiuwssiugilduansauaziiirunuiadeues

[

WAeauaseaanA1dluguauls (Hakimian & Sulong, 2012) ety ¢uildedlsldideniuaey

AIAUAUELaEAIUANTAAINT 5 MPa

3.5.2 Y2ULIAYBINITENBTIUNTNAGDY
NFRINLAeNNIELAaslUNITNARRIELAT takd aaumgiviasuinan

AUVNTILUALN taziiamasdu iesnnidutladeniinansznuden1s0aLle1 U9 UL

Y

Y

WodAgy duwusineriugun)iiiaesdiu Ao gaumiludiuiiazgun)inasunaIves
b
U

o 9 Y
v

wanadn meautAvesianlagduin waz Moldex3D aaumgiuanduaueen LN

WUzl A 75 M ealied Ya9unnludiuiuuginf 40-70 23 LwAGEd wagi1nu

o

paunnivasuinallurdlf 190-230 peAgalded @1unsanIaIvanduluauainnis

9 Y

' v
o v ) v A

ANUIUAIVEUNITN 1 AU

AN599 3.6 LIAEBLEU (tk) INNTAIUIN

4

uvgivantuny | eaumgiudiud | eumgiivaeumad navaeLi
Q) Q) o) (sec)
75 40 190 19
75 55 210 26
75 70 230 a2
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AT 0L =0.08 (§1579 2.6)
s = 2.96 UAALUNT

Teject = 75 DIPNTALTYA

WomuliMuwuUazidgalazAMvuaa1 g dudiuiLuukUsduaIunse

1 1 [ [ PN dy a 1 [
wanurldnveIaInaaldufnIng 3.14 lngnnidazuaninisilasullasvesiaivasiiu

P
[y & &

Tuagiuagumnguiiuiniuanduiuluganavasdu Inedagumgiuifiuriduwnu X
waznamaeliuduuny Y nsvidiwiaiuuazideanaznisivunalgumg Tudiniuuy
wUsurrelildidusuainislunisnensalysuuganazysuwnanszuaunisiiteli

AN TLH DS NMLNZ AL

Tmelt =190 ——Tmelt =210 —Tmelt =230

45
40
35
30
25
20
15
10

aasLey

40 45 50 55 60 65 70

QUUNTILUAUN

AN 3.14 navastdud msutunudiegng

Vaastiu (tk) m15199 3.6 WunadnsainnisAuriiadanldan

s luifinsivazgaunivaoumadluaiudndl fie AWga A1Nane warAlEsan adu

a o

g
Toyaonedanlannautivesianiulusunsy Moldex3D dunsdimesildlunismaaes

a

A15199 3.7 oA 1uuUaLNe Ly CAE NAADINANTENULALAISABUAUDIADNISNITUALT YR

FaganwisazUszuranaminis dmasnuunzauialilaainensaldndernan an taedl

q

NI5LNDIAIL

|
| o

1. gaumgiivaasvan (°C): A1WNgA 190, ANNaNe 210, ANgeER 230

1 a 6

gaunnualiiu (°C): A1wingm 40, ANANY 55, Agegn 70

9

[ '
a

urnivanduau CC): 75 (AR

9 U

VamaeLdu (sec): AIRIEA 20, AINAN 26, AIGIER 42

e
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1 LY d‘

nsdenAdngn Anane wazAIgegaluntsnaasndusesdfey weovinld

o9 o

NTITLAINNTONAFOUKALIATIEINANTENUVRIRILUTAN ) sianadnslaveensaunqy uas

YV Vi

FUA A1saenA1RRNeRUYeINIsITnastvel RN YuausaneasInIsitaulukseulan

Y

wANEaTULe BRI D9ANUFURUSTEMININS1TwashasNaa NS LauNTU nasnautely

n1suIvauLYAkazitlangInUNgANTINVeINITTUIUNITI N UluY s INIS M e3aNIS

¥
=3

WasukUad NMstaennisilnestlsnglrnanisnaassdanuvunetaziinda lauingadu

AN 3.7 WISIADSA LG IUNITNAAD

W5n % AAERA AINANS AEaEN
gaunivaauvial (°C) 190 210 230
QN RuIUA (°C) 40 55 70
yaunniivandueu (°C) 75 75 75
namdeLdy (sec) 20 26 a2
ANAIUANAMAN W ANUEARY
NARIINQUNNH Uoeiian 27%
NARLTIUTUINT Woeiian 73%

mslimfimeimnasavaniifuduneufidfylunisusuusuasuuuss
nzUILNSHEY CAE @131309N15UsEUnaNaRALNAAOUNANTENUTEINTS TR fing 9
Tagannsausuamsiines elsildamensaifiaenndosiuitmunenisruauaunind
fvuald desznevlssnismuaunsmafiangamail warnsveddeUinms udaann
fugenuai CAE asvhmsUssananaiiemmnafimesiungauiiandieldldamennsnion
Seaiindiaaidululy wemadininiwesdagiuldgumgluifiuiaed 90°C Faunnnineh
wurth wsgdesnslitunuiifim uidefinsanmsldnuwdmudt funulisndusosd
Aanndsanansaldgamapiiuuziiluniveasels drunamaeiduild 30 sec iosain
finsmtunundinintaneonuiifiuinuinitusnunieueninindadudiuseneuiu

nsrulunsundlidasaueadiunsidudinelunnunanstuaula
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3.5.3 n1snvunai luluswnsy Moldex3D

o Y

933ul4TUsn T Moldex3D Liion1331aoemsonnuuuiuumansfuys
(DOE) 1ngl438 Taguchi Method FuifutaIesilefifiuszansawlunsvaasuazuivuge
nszvIuMIKAneEnaiiusEAVE N muaziiTea Bendsil

1. JULUUT8IN13NAG83 (DOE Method) n151438 Taguchi Method 1733
Afuszansaimlunismeassuaruiuusanszviuniswan Iagliauddgiudadedd

HANTENUNINTIAAFDNEN TN

1 a

2. Ya3uaunu (Control factor) I 3 YadenilnasonunInuaswdnsiniae

QNI gaunglinanafnival uasiianae.dy

3. YadAnnn (Quality factor) i1 2 Uade Ao nsiUdguLUavWIAINKA

v
o Y

vasgaunillvid i winidmunenfesay 27 wazmsvadudauTuastvaiminiesas 73

o w a1

= & Y Y a a dy
Faduladvarryindwalimianisiaden

o

4. n1snnuaatlun1snaass (Experimental setup) N15lg#eATUnS
29NLUUNITNAADY (DOE Wizard) 989 Moldex3D e nuaaflshun1snaasy natandy
fJagrelraunsadenmfiwmunsaudinsunisnanasdlnog19iuseansnw

PAI9INNITUIAINISITLABSLSUAUINNATILATIENN28 Moldex3D a¢il

JunausolUngsiunTirs1sidadeniidygiunaznisnavaussnen1sdaden e

el InesnmInzaielalardadeinidnga nisldinatinuaziaiadioning

PelrnszviunatedulusgraiiuseansnmuaziiuszansualuniswauinssuIuns

Setting  Summary

DOE Information
Name DOE &6
Base Run Run01
Analysis Sequence DOE (Run cooling for mold temperature)
DOE Method Taguchi Method
Method
Levels 3 - (2~5 or mi
3 B 2-1:

Taguchi Array L9(3%4) - 9 Runs, 4 Factors with
Factors

Level 1 Level 2 Level 3
190 210 230
40 56 70

42

" Control F
1 Melt Ter
Mold Te

Weighting Property
ilobal € e 0.27 27.0% &F
Global Smaller 073 73.0% &F

AN 3.15 MsivuaAlUsLATY Moldex3D
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n1sususadeulasenind 3.15 wazn1sldnigilunisvaaeniu
nszUUMsITANLdAYdmTUNMSTaUT wagUfuuRun e maAnSasinaain Geided
vianeUsensesl

1. ANULFImarANEzaIn NsldnInTeieaniallun1seass waznis
ﬂ%uﬂqa%umaumawﬁm ilvinaMuasnINLazUsEndansneNslun1smnaes

2. Auiug MnTHglisaunsamuauLazn I URaN1IAaBle
agauiug viiisaunsauuugmasunlalgmlaegaiiiadesnm

3. MINARRLIINMUANTT N15lEMNIYIelunmsnaaesdlelvsiaiunse
sununaztuaatlunisneaassldegramuizan wisldnisnaasnduliog19dl
Useansanuavidusudeu

nseenuuy L9 WiAsnsildlunisinmnmsdndeiasmeamsinesi

ety Toelaseilo CAE LANWILASAIUINATNISIILADSNBANANAY SEUNINNTLAUAILDY

o

AINANN WAEAEIER JearuTaainauunIndnisnnassiaziandnalieg1edaiaunasd

Uszaninmlunisveassiazysuussnuninvendnsdueinarain
3.6 N15ASEULANUNLALLATDIINTN LINAGFDU

nsawIkarUSulTInTEuIunsAanatainasosllendnilldfeiniesdn uay

1 a

LUALN TIdINAlAUATINDAUNINUDINA AN LAZAIINFNTAVDINTLUIUNIT ABUNST

q

nageulAdesing uazusifiuinadldduludoundouorammzaniaunienodsauysal
Lﬁ'aﬁaqﬁ’uﬂagmﬁmaLﬁmﬁﬁuswdwmimaau Funouissed

1. A529@0UANUNSDNVOIMURNN NsATIvdeuNTinaisuresssuura oLy
AUISEUS 08BN wazANAreInvewIfinlae T Welwifinidianundenly

NNINAEU

[
U

2. NMIAAAILUNUN NAIINANLUNUNTAIUNSDULAD L ULUNUNRARIUY

1 [ Qy

LATDITNT LDADTEUUUAATUNIY S3UUNEBLEU LazliDuAITINUAULTUNALN 01N TUUY

De

2ONINLATDIINT
3. NSNAADUKLAENISABULILULATDIINT bATDIINTNLTLUNISNAFDUILADINIY
nsaeuisuInguandusiel wazdanuudugilunsauanmsndwesnng q weiiagld

nanlnegsilitbegdRmnou
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Fnwazuduanlf duszuuniadu madrdmatafinidy wazdnisssune

AUSDUMEUIRININT 3.16

AN 3.16 WURUNN L GNaeaaU

ASe9aanaNafnMlvlunIsnaasulusruuNalszuIsliiazlensedn Tnakls
d‘a gj 1a 66) ¥ Y] d' v n:l' =l % d{' 1 o v YV
s unuilgszuudunfounsinagliin Tuvaenyndaduinfoulazdsnndsniessuy

lons0an aNPULLATRIINSNLTAINING 3.17

A 3.17 1desdnsilavaaeu (Sodick TRA50EH2)
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nsuauszuulniueslensednlunIasdanarafindumalulagnundiunldlu
nszUIUMIKARLaLUTEAVEA LAz ANLEangulun1TYI TawuRe ANuwiugLas

157 Anudangulunisuiumnunsuaznsguasnw Ussndandsnuuazaonsiess
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unil 4

NAN158azaNUsI8Na

A1931809ANNN5ITMDIA8 CAE LagN1SUINISIELNBSNEINTUNINAZDURARS
iedudunanariinszinusiwenisoneluduny Wweiuanusidalgiinisnaves
CAE@DRAdDITUNSHARTSIEINsauUIN T nduanudiusisd

4.1 M15730L90531a09warNeINTIne CAE

4.2 NMSNAFDUAILATEUIUAITISY

4.3 9AUI19Na

4.1 W1s13MasINasIkazneInsaine CAE

514 CAE WieAnwnstadeiuazmamisiwesnennsallneldsuysile
MnMsfuIMLazALLzuedlUTIN Ty Moldex3D Fsuvaduautisaindriiosan Ainans
LATANGIEA A1U7150AI1UUNINDN1TNARRNIEITNIAT WUy 3 fAuUs 3 sedu (L9) dmsu
nsnaassiiiiesanidoldiusundluiewesnnuazden muaunsalunsasIaEey

AMUAUNUSTEWINIIUT hazUTENIANSNEINTIUNISNAADY @1UNTOMEAINARNIAISIN 4.1

A15199 4.1 N1591899N151TLa5A28 CAE

pssi PN gamall | Lamdedu | e RRIEY Saiden

NA0ILYR? TR (Sec) USuns Wasuuvag (uw)

(0 (0 (1) (u)

1 190 40 20 0.980 0.178 1.163
2 190 55 26 1.057 0.126 1.17
3 190 70 42 0.955 0.073 1.057

4 210 40 26 0.990 0.113 1.141
5 210 55 42 0.967 0.062 1.024

6 210 70 20 1.432 0.525 2.639

7 230 40 a2 0.970 0.054 1.012

8 230 55 20 1.186 0.408 1.871

9 230 70 26 1.345 0.432 2.250
Wensal 190 40 42 0.934 0.054 0.960
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Wv3ngmsfmesnisned 4.1 ﬁ’]ﬂJ’]ﬁﬂaLﬂﬁ’wﬁ‘ﬁa%aﬁ]’]ﬂmiﬁ/lﬂaaﬂﬁa@ﬂLLUUﬁ’JEJ
15n1599aM1AT (Taguchi Methods) lagas1an1519meuauad (Response Table) 113U
Snsnaudunusiedyanasuniu (Signal-to-Noise Ratio, S/N Ratio) kazAnade (Means)
iioaslunissytadoiiinansemusienmnnueInssuIuNTVIoNaR T ReUAUD LAY
nansTnuTeskaraseasnes AL eslunT e

Level Ao szivvastlady

S/N Ao Andevesdnsaiu SN udarseduvasiade

Delta Ao Fr9vesAszminssyiugsanuazsign dstresvydadofitianssyuann
figm (A1vaiigegn)

Rank fio suiurestladedifinansenusenismaass

Response Table for Signal-to-Noise Ratios (S/N Ratios) A9 #1519 UAUDY

v v 1 [

wivdnsdudyyraredyyiasuniuliinemdadonasseauvesladenlvrinunin

[z} No

180 (AununIuioAuRuwls) Inednsndi S/N fMmuauszinndu the smaller the
better
Response Table for Means m1snovauaddmsuaadeldineiinsizviaadey

VBIHANINARDTARE SEAUveIlTe Lilavuwiliuuazseudadeninaded1iaisves

[y

NAGNS

a

M7 4.2 TATIERNANTARL B USIRsIllalUTe U uAua U IvauLYa) Qungll

Y

WANN waznailunisvastiu

Response Table for Signal to
Response Table for Means
Noise Ratios (Smaller is better)

Melt Temp | Mold Temp Cooling Melt Temp | Mold Temp Cooling
Level Time Time
1 0.0313 0.17578 -1.47503 0.9973 0.98 1.1993
2 -0.91336 -0.55724 -0.98955 1.1297 1.07 1.1307
3 -1.26386 -1.76446 0.31866 1.167 1.244 0.964
Delta 1.29516 1.94024 1.79368 0.1697 0.264 0.2353
Rank 3 1 2 3 1 2

9115199 4.2 anansoaguladn gaumgiuddiud (Mold Temp) dxansgnuuin

Nansan15nAfITIIUTUINTVRITUIU (Delta = 1.9402 dm3u Signal to Noise Ratios way
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0.2640 115U Means) Lia1tun1suasidu (Cooling Time) iinansznusodadu (Delta =

1.7937 d1m13u Signal to Noise Ratios ag 0.2353 d@1115U Means) gaunginass (Melt

Temp) dnansgnuAanIsnafIBausuInsesiianluriaeinisne (Delta = 1.2952 sy

Signal to Noise Ratios &y 0.1697 d1%5U Means) &13150UaAIANNEUNUSAININAB T

Main Effects Plot for Means
Data Means

Main Effects Plot for SN ratios
Data Means
Melt Temp Mold Temp Cooling Time

A 125 ,

Melt Temp Mold Temp Cooling Time

115
-0.5 .

110

Mean of SN ratios
Mean of Means

190 210 230 40 55 70 20 26 4 095

190 210 230 40 55 70 20 26 42

Signal-to-noise: Smaller is better

mwﬁ 4.1 NANTSIATIZI Main Effects Plot of SN ratios wag Main Effects Plot of mean

ANSHARTIUSUING

AN59R9UAU (Rank) 1NN 4.1 999033 899@NUNAINAFDNITUARATIUSUINT

fidnduaudidganuinltuiesdil gaumgiivifiun viarlunisvaeidu wazaungd

naglLnan

M15°97 4.3 Ainszvinasieamgidsunlaiiaissuiisuivaamgivasuival aumgl

WUANN waziailunisvastiu

a

Y

Response Table for Signal to
Response Table for Means

Level Noise Ratios (Smaller is better)
Melt Temp Mold Temp Cooling Time Melt Temp | Mold Temp | Cooling Time
1 18.573 19.761 9.458 0.12567 0.115 0.37033
2 16.229 16.644 14.74 0.23333 0.19867 0.22367
3 13.476 11.874 24.079 0.298 0.34333 0.063
Delta 5.096 7.887 14.621 0.17233 0.22833 0.30733
Rank 3 2 1 3 2 1

91NMFNATIBRAT9 4.3 ansaagulean nadlunisuaeidiu (Cooling Time)

fnansgnuannfigasienisiudsuulasvesaam il (Delta = 14.6210 §msu Signal to Noise
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Ratios wa¥ 0.3073 dw5U Means) @aungilwsifiusi (Mold Temp) dinansenusedadun (Delta
= 7.8870 d@193U Signal to Noise Ratios kag 0.2283 d193U Means) auungilviasy (Melt

Temp) dnansenudanisivigunlaivesgungiidosgaluniasinise (Delta = 5.0960

v s

d1113U Signal to Noise Ratios waz 0.1723 d115U Means) @1U17LAAIANNEUNUSAININ

[
a

Aol

Main Effects Plot for Means
Data Means

Main Effects Plot for SN ratios
Data Means

Melt Temp Mold Temp Cooling Time Melt Temp Mold Temp Cooling Time

Mean of SN ratios
@
Mean of Means

Signal-to-noise: Smaller is better

mwﬁ 4.2 NANTSATIZI Main Effects Plot of SN ratios wag Main Effects Plot of mean

a

gauunniluAsuLUag

N139ndUY (Rank) 31nn1n# 4.2 vosdadeisaundinasiansiudauauind
daavnaunglidsuulasdafidduainudrfgainuinludesdsil viatlunisvaedu

gauVHLAuN uazaumgiviaey

M13199 4.4 JieseinisiadediewSeuiisuiugamgiviaouivad aamgludfian uag

nantunsvasiiu
Response Table for Signal to
Response Table for Means

Level Noise Ratios (Smaller is better)
Melt Temp Mold Temp | Cooling Time | Melt Temp Mold Temp | Cooling Time
1 -1.0523 -0.8536 -5.0606 1.13 1.105 1.891
2 -3.2602 -2.3371 -3.1844 1.601 1.355 1.52
3 -4.1962 -5.318 -0.2637 1.711 1.982 1.031
Delta 3.144 4.4643 4.7969 0.581 0.877 0.86
Rank 3 2 1 3 1 2
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PNNMFUATIAAT197 4.0 amsaaguliin narlunswaedu (Cooling Time)
Huthdeitnadensindsunniiaadefinnsananamss S/N Ratios Insaglududu 1 de
A1 Delta g9an A9 4.7969 warlumi1319 Means aglududu 2 a1 Delta Aa 0.8600
QU IULANN (Mold Temp) Lﬁuﬂa%’aﬁﬁma&iaﬂ'ﬁﬁmﬁmmﬂﬁq@Lﬁaﬁﬁmmfmﬂmﬁw
Means lngagludunu 1 mer1 Delta ganfe 0.8770 wazlum1se S/N Ratios aglududiu 2
A18e1 Delta A 4.4643 uavauniivaaiival (Melt Temp) Juthdeiifnasonisinden
fesfigniioiuisuiisuiudnassdlady Tnsegludusdy 3 filun1sa S/N Ratios (A1 Delta

A9 3.1440) hazlum1519 Means (A1 Delta A 0.5810)

Main Effects Plot for Means
Data Means

Melt Temp Mold Temp Cooling Time

Main Effects Plot for SN ratios
Data Means

Melt Temp Mold Temp Cooling Time

Mean of SN ratios
-
Mean of Means
L

& IS
/

'\

N

190 210 230 40 55 70 20 26 42
210 230 40 55 70 20 26 42

Signal-to-noise: Smaller is better

mwﬁ 4.3 Han15IAIIEI Main Effects Plot of SN ratios kag Main Effects Plot of mean

A150ALDEN

Al @31308FUIEANNNNILIINAINT 4.3 AenTUTuunTiuaifiuiuazLIa
Tunrsuaeiduludadendrdyiigalunisannistndervewdndud luvazigungl

waauwaIdnansenutsendtunisaiununstaled

a 1

diefiansanauduiusvesgunivasumad sumgluifiun wasiaivaeldy

AN1N9005UNYANWAULNSUABULUAY LazN1SABUAUDIABNISUALLEIAININT 4.4
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3.00 i m——— Tmelt =190
R 250 Tmelt =210
g /' S eessneee Tmelt =230
© 2.00 S/ &
L= . 4
G . ,
“ﬂ% < /I' s "
2 1.50 Sy o
R ’1’ /’
1.00 — oS
Tk 20 sec Tk 26 sec Tk 42 sec
0.50
40 55 70 40 55 70 40 55 70 Trnola

AN 4.4 NNSABUAUDIRENITUALYIIAIIZNAY CAE

[

ANl 4.4 uansliiuingaumgiviaeuvan wagonmgiuifiuinasuinali

U
AnnsTadeanniu lusazidardunamasBuiindugisannisiadeias wsfiwes
nensaluun guuniivaaumial (Tmelt) 190 °C gaumngiluaifias (Tmold) 40 °C uagiian
1 I3 A & o A
nanLau (tk) 42 sec aunsauansendnleitosnian
N13UsENIaNanIg CAE LagN15e8NkUUNITNARBIYRINIAT A1uNTaneINTal
ndwesnannistalen lneanunsawaninadinaesdaduaivauaunInae n1swasy

waukazUaleIninanaumgliuasuwlas wagn1suafigdausunng fannsei 4.5

M50 4.5 wansenuilinlidaidenainnnsiemeniaig CAE wensaiuiuuss

WasuuUassu
NANIZNU Min Max
(Max-Min)
qmmﬁmﬁauwaq (13) 0.000 0.054 0.054
ANSUAAITIUSUING (W) 0.008 0.942 0.934

HAIINANTIN 4.5 aaumigilivdeuulas Inasiensildguruinse 0.054 TadiunT
(foudsuU§en13199 3.4 Ao 0.508 Tadluns) d1unaveInIsnAfLTIlTuINT Nensal
USuUsefe 0.934 Tafwns (eudsuliemsned 3.4 Ao 1.392 fadwns) Anwisdines

YTl N T899 15 WA ULUAIUUIATIILARZ LUILN UILAS WUURATINANAY #1150

a

wanan13NsUadeIiAnINKATeIgM T UAEULUAY LArAINKAYRINITNARILTIUAS

aa o

AENITUTEUIARUU 3 TRAFININA 4.5
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Warpage_Total Differential Shrinkage Effect Displacement Warpage_Total T Effect D)
[mm) [mm]
Max 0942 Max

0.880
0818

0.766

A 4.5 nensaluulsanisiadenmiinanuavesgumgiiudeundas (1)

LAZANNHNAVDINITAAATIUSUINS (F18)

NavoIITmesneInsainmil 4.5 ansauanslédiinsiasuuUaseumag il
danalsiunaddsunlasiosasnn luvasfinsadidwsinnsiainaiaTueg1adaLauuLs
fidndruanasdidosnia Imaﬁy’mwaﬂiwué’qdwaﬁﬂﬁ%umué’ﬁmﬁmagj pgalsiny
NILUIUNSRAMILNISITMDINEINTAIAE CAE g1unsanandluslnanising seauvasusanu

20 159AUE TUTIAIAN 9 4NN 4.6

4
vanIl (Cycle time) ‘
” -~ .
an (Fil) wanidu (Cooling) .1
. - » - = -
g 120 & ] 12|
3 B ° unn (Pack) ﬂ 2
L o v - ¥
c = R/ @
= 3 L v
T & 804 = . 2
E P ——————— " W3y o
w =2 .2 1 » =
‘g . (Pressure) ¥
1 & 2 ntlva \ L
1 B | :
“ (Fill rate) ‘
| |
0 Ll 1 l\ /;/ >
0 25 48 7.8 468 523

a1 (Time, sec)

A 4.6 Tslndnsan
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WaRANTUININT 4.6 95 luadimnuadausinnu 68.7 co/mm Tugianisan
19181 2.3 sec (310 2.5 89 4.8) TuvueNLswuinsILTUg195I9152 210 0-70 MPa Tuad
a v oa | ~ X P ¢ P ia ¢ 1Y) &
SUAUDEA LarARYIANTUAN 70-117 MPa warduileFunulndifutiiiun vasaintuanas
Wide 5 MPa Tutaniswiia Ingldaiwia 3 sec (310 4.8 94 7.8) kaziiansid 52.3 sec

defiansantadeiugaumgiseninanssuiuns neuvadudiinisda waznae

[ [ A
BUANHITOLAAINGNIN NN 4.4

177

157 §

143

v
a 1 @ A

AN 4.7 gaumginarafniiaivaizde (418) uazaungivaaiudunu (1)

U

gauMInaaRnaIvMEansgn 192 °C adan 213 °C Lagauuilaiy 209 °C

q U Y

¥ 1
a ! 8 a o

é’ﬂwmzmmLLmﬂeiNmaﬂqquﬁﬂ"a%umuﬁqmwﬁ 4.4 (918) gunniviaeduduaudian
45 °C gaumgiilady 54 °C uazgean 153 °C Lﬁ@L?;Jua;mmm%fauu%nmﬁ%umuﬁmmwmmﬂ
F9edufannd 4.7 (¥7)

navassinesnensaldontamasilusuannusie 9 dwaliruiavesduaiud

ANSVARD FUTOLARIVUIATIUREULUAIRININA 4.8
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134.25

AN 4.8 VUIANAF LN X

AMINAFIAATUFINN 4.8 FA1LNTAFUINAN (AX, AY, AZ) $redunisii 10,
11, 12 698 19ATUILASLIUAIANANTAINS ULAY X Faii
AX = X - (X+X,)
= 134.25 - (68.802+64.710)
=0.738

A15918049028 CAE @10150uARNANTISIUAsULUAINED AAADINUANNITAINET?

TA8AIUITOLNUAIIINATNG 4.9 PI8NAFI9YDILAU X (Max-Min) Falinaivindu A 0.738

LARLUNT

0.064

-0.025 -0.029

-0.058

-0.370 -0.916 -0.109

A7 4.9 nmsuamuazlnilivesnsidwesneinsal CAE
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HanbAInwIsITmesneInsain1sasukUasvuIawny X Ae 0.738 dadiuns
neudiuUse Ao 1.542 fadluns wnu Y Ao 1.839 dadwns neudsulse Ao 3.688 Lanluns
WazwNY Z Ae 0.173 Tadiwuns Aeudiuuse Ae 3.104 dadiuns nMsivfiguulasueazuingin

MUSUUTINN 9B U505 IUTUNAAINTT 4.6

A13N 4.6 MIURBUMUAIIUIAMUKLILN YIS TMET NN TIUTUUSS

AN Min (1) Max (331) \WasuuUad5 (Max-Min)
X -0.370 0.368 0.738
Y -0.916 0.923 1.839
Z -0.109 0.064 0.173

HaUINTSUABULUAVUIAAINLUILAY WAL N1TUARITDITU U laNunsly

=< o 1

AMTIUUUY 3 37 FJeddanalviiinnistnilenvesiuaiu Ardaldedgegaves CAE nou

'
1Al

UFUUse Am 2.52 Taduns (1519 3.4) ALANYImedeUAs 1.012-2.444 Tadiuns uay

W5 fiwesUTulTansane1nsaldnledn 0.96 TaGlUAT NAINANGINTANIIITNBST

WILNEENAY CAE @u150971889lumanisoatdentananinaaluil

0.450

0.196

AWM 4.10 Msdaderanmisfiwesusuuse CAE

0.005

A INsadUTuUTINlAININAINT 4.10 anunsaaluauadadenlviegly
YAUWATBENIN 1 UAAWAT FaUTaeausSulunN1SHANTSY
gedadeNdanalminnistaleraninainanudunusvealnezwnsy PVT

b4

wagiilodudumananauniinmnualvldiinisidsusdasanudugdsladinisimes
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NYINTUNAADULALLTIAUGT LUV 5 MPa WU 10 MPa aunsauananasielusing

ANSAANARDIRNININA 4.11

Time (sec) : 5.96

160 v Run1: Holding Pressure (MPa) : 5
—— Run1: Clamping Force (Ton) : 39.7
—— Run1: Total Weight (g) : 176.5
—— Runl: Weight (g) : 165.7

120

80 Run2: Holding Pressure (MPa) : 10
—— Run2: Clamping Force (Ton) : 50.5

a0 —— Bun2: Total Weight (g) : 176.9
\ — Run2: Weight (g) : 166.0
\ ‘ \ -

0+ T T >
0 25 48 78

a1 (Time, sec)

A 4.11 TUsInddaneaauiiiusisuen

INAINA 4.11 WUS8UTEUNAYRINITRAANILNISITLADINEINT Al (Runl) kasns

NAADUMILLTISUE (Run2) wuiioldswnaainnisaatdunisg1vsauwin A1uintnves

Tu9U (Part Weight) wagiutinsau (Total Weight) luifinsivfeunuas wsenugniivuuy

211 5 MPa 1Ju 10 MPa lifinaseununtiniiosninniedaiinsidenuazudesuailaeUsuing

1w

YDANANERNMAIN T ANTUIUY A 158.06 TF 1vinu wazni1simlediavinnulifiadesy

¥ (%
Y1 A U

anfnydunuansliiulainfau uenanfifioanussudidmwalidusnudaluiduiuunaning
4.12

)

= Qy [~ = LY %’
A9 4.12 Funulifusuuilioanisiugn
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AINNATNAUFINIT001989 1A usIsun LT nnIs Tmasnensaliduseaun

winnzaunazilunaasulunszulunsanasaaly
4.2 N1SNAFAUABNIZUIUNITIS

1NNaNIINEINTalAE CAE Tusiade 4.1 a1u1saviunenisnimesusuusanas
Iinan15Ualeaegluinugin1580nLUUIIYINNTNAFBUMENTEUIUAITIE N1TARALININ

fulAeedns fanmd 4.13 ndntusessuunaeldumeIA3oIAIUAND UMW RLN LY

szuuihguiieinsraeliuiiuau wagamuaneugilindaaeaineaeuss

AN 4.13 ANSAARILURUNUULATDIINS

Wetmnsilmesuiuusdlae CAE lunaaaunseuiunsase nAamungiivaey
nagaumendoaneluawny ARAIng 4.14 wifiurivisasils (Core, Cavity) Jaumgil

39.6 kay 40.3 °C m1Ua1AU



Cavity

AN 4.14 QUNONVENAABUITS

Eject

RUMITUNUVNLUaNBBNIINUITLN Fip 59.2 °C FellpuninAiug

WARIIITUINULTG

Y

dasy Wieumnivies HaraIN15ARITIaRdlUAIT1N 4.7

A397 4.7 NANTVARBIRATIIINNITIELRBSNENTE

71

o I

U1 A 75 °C

flamnaznisrastiuluszansainia nasanituvasslidusiasuuy

f9819 AX (3131) AY (113) AZ (3131) Warpage (1)
1 0.745 1.779 0.101 0.845
2 0.736 1.828 0.121 0.929
3 0.756 1.827 0.109 0.786
4 0.787 1.832 0.099 0.965
5 0.739 1.800 0.092 0.820
6 0.787 1.895 0.102 0.935
7 0.740 1.777 0.118 0.915
8 0.776 1.767 0.125 0.790
9 0.766 1.742 0.087 0.760
10 0.761 1.851 0.102 0.750
11 0.717 1.711 0.079 0.845
12 0.759 1.730 0.095 0.849
13 0.746 1.854 0.119 0.964
14 0.755 1.805 0.108 0.945
15 0.733 1.928 0.089 0.749
16 0.745 1.774 0.082 0.765
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f9819 AX (131) AY (313) AZ (131) Warpage (111)
17 0.770 1.845 0.118 0.894
18 0.736 1.788 0.090 0.971
19 0.770 1.754 0.127 0.931
20 0.768 1.798 0.095 0.974

PRINNAFDUAIYNITRANAIARNDIITIUIU 20 ASILAINUINA1TALT 87

(Warpage) Milavisnanaglugaeaimuaiiainit 1.00 Tadwns Fawandiimuiminuduly

° saa

1A71A1 Warpage 3gdlA11n31 1.00 fadwas lun1s@anatainase q dadunadnsianiu

AN

'
1 o

A1 Warpage MIlaannn1snaas@anaa@nass § das1an (Min) 989 0.749

9 Y

fiaduns uazArgegn (Max) agil 0.974 Tadiuns %qﬁ’jamgqqﬂLLazﬁwqma&ﬂmmﬁhﬁmuﬂﬁ
N 1.00 fadns dadunadnsianmianems

Aade (Mean) 84 Warpage flda1nnisdananaingds o Ae 0.869 fadiuns
Bsdsmsaglutasnrimundisinia 1.00 Sadiuns

?i’lLﬁEJﬂLuuiJ'lmg’m (Standard Deviation) 489 Warpage filfannsaanaiadin
934 9 fe 0.082 Tadns FuuansdsanuuusUnuvesieys Warpage Jedsasagluiinni
el

nan1snaassiuluauaianisasduduanyfgiuiinisusunisiiweslu

o
(% YY) a

NszUIUNITRANAIaANTNaYINlAAT Warpage anasag19liud1Ay AU nseUIUn1sa

o

panaRnassdsansaname lUluRan1sinvusuNanIsSNAaell
4.3 anusnena

W13 fiweianaseneulTulssarUSuualvinanuinelalagden1siadena
Junazanusaeausulaluni1sudn N5 Ue1U0ITUIIUITIBNa9910 2.572 Haduns 1y
0.974 faduns Ua98karNansenunasnanuni1siuaguwlasuus wagn1sunUe@1unse

SAUTIUAINT N 4.8



AN51997 4.8 HANISNAADIVBINITIAMDIINN CAE LAZNISNAFDURAIS

Ny CAE 20339
WELAD3
neuyiulse | USuuse | neudiudse | USuuss

gauniivanumal (°C) 230 190 230 190
QNN (°C) 90 40 90 39.6/40.3
wavaeLiu (sec) 30 42 30 42
LIA199U (seq) 40.3 52.3 45 57
AX (33) 1.562 0.738 1.63 0.79
AY (13) 3.688 1.839 3.74 1.97
AZ (1) 3.104 0.173 3.05 0.12
ﬁm‘ﬁm (1) 2528 0.96 2.710 0.97

NI TLADSANNDUUSU

[
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Usalumdildlunisndndiu CAE neudsuugadunisun

PI51TLADSHNANDTINNLATIEVIN8TUTWATH Moldex3D waldnedulunisnennsainn

W15 1masNwanzaN wavtlununiumen1s3nasanaelsul enig CAE Wiodudunanis

Y]

7AaBY @1UITNTIVTINNFITABSNLTIUNTIFYA I

AN599 4.9 WISITNBSNIINNITIVY

Y CAE N34

TR neuUiulse | YSudse | newdduuse | USuuw
ANUAUAA (MPa) 117 117 117.9 117.9
11a"an (sec) 2.3 2.3 3 3
FraUBeua (%) 98 98 98 98
AUsTuE (MPa) 5 5 5 5
nanen (sec) 3 3 3 3
gauniviaavad (°C) 230 190 230 190
QAUNORUINUN (°C) 90 40 90 39.6/40.3
naviasLdu (sec) 30 42 30 42
L3193 (sec) 40.3 52.3 45 57
taminduey (n$w) 165.71 162.28 170.96 166.85
vhuiineaa () 10.68 10.90 11.21 10.96
daden ) 2.52 0.96 2.71 0.974
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W51 0057 liTn1sAsULUaRB

Fansasua = 98%

Ausugh = 5 MPa

AIUAURN = 117 MPa

a1an = CAE 2.3 (39343) sec
L’ngﬂ = 3 sec

AINAABUNITILABTAN  dnalit WrninTueu Unian1e@e wagliansiu

WAYULUAIAINNTIN 4.9 FUANIINNANTENUNINDDUVDINIT TN DSTUEN

AN 4.15 UUTLNOUNEIINNAADURADI

saa A

MEN15UTUUTINTRIN Fugu mumaﬂ%’uﬂqﬂﬁﬁmmaﬁﬂLama‘Lumﬁ
HART3S 9 LazanusaUsyneuAuLHIL9aTBlanNTednd wazrhaseuldlnglifosiutunoy
AsFeLRAug i 4.15 i ldnszuruniswaniinnuSoudionnniy wazauisoan
Arldasnarnalunisnanasldiuiu Mhswlsiuusyansnwlunssuiunisnanuazan

ANURANaIn NN RTulun1sNARDnaele
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uni 5

d3UNan1sIeuasvatauauuL

5918098 CAE figatlliifiufeuszansnmlunisaianisalamisifinesi
wangauiioann1stailvestunu nanmaaevaiauanddifiuindrdndeivoduauy
vasiudgsegmeluinasineeniudmiunisndn deaeandesiunanisainnisaiain CAE
Amsimesivanzay fildainnisdianssing CAE Uszneudne guvgiivasuimad 190°C,
QaUnILLLN 40°C, namastiu 42 Jund

msthmnsfwesmaniluiuldesdmalriendadevediunuanasann 2.710
fiafuns widie 0.974 fiadiuns wandliiufiaussangninues CAE Tunsauauwazysuuss
nsgvIuMsBanaainifieannisdaiden

TunszuunN1Wana3Inavesladauindauny o dwaliinAuLanaI9InNa

'
1A

W94 CAE wagAmms1iimesnvuisaudmsunanmisiduarfdiunisnageuasedi q fnns
USuusaazimuieg1siailauiiaualrsAun1sanNnIe wagAUEaNaN1INAILBIY VDY

wIesdnshavaunsal



76

S18N1591994

U | v
nilsdauazunanuluviiede

A5 v dyaysssu. (2553). IMNTIUNTAANAARAN. NTANNUYIUAS. A.8.7. aUIAY
duasumalulaglne-guu.
Suhas Kulkarni. (2017). Robust Process Development and Scientific Molding.

Germany Hanser.

UNAIUIIETT

'
v o

ARSI 35519, (2565). USEM Wguount 911in. Byatuinasenisdananainegaiiusednsnim
: %’amﬁtﬁa%wa%’u Warpage.2158736AUN MOULD & DIE JOURNAL. 34(1),
56-62.

57U 3uUTHLEI AU, (2565). ﬁugmﬁﬁmmmmsmuv-qm-qmmw%umuamwmaﬁﬂ.
NFANNUMIUAT. 215ATUUTAN MOULD & DIE JOURNAL. 34(1), 12-20.

Aty Mo WAy ¥IATA gasTudda. (2561). MIdatuguiununataingieIsns
N@Y CAD/CAEAAINTSNE15aUUIRLLas WL, 29(4), 65-75.

Choi, D. S., & Im, Y. T. (1999). Prediction of shrinkage and warpage in consideration of
residual stress in integrated simulation of injection molding. Composite
Structures. 47(1-4), 655-665.

Guo, W., Hua, L., Mao, H., & Meng, Z. (2012). Prediction of warpage in plastic injection
molding based on design of experiments. Journal of Mechanical Science and
Technology. 26, 1133-1139.

KADHIM, L. F., AL-ZUBIEDY, A. L. I. A. A., & KADHIM, H. J. The Analysis of Residual
Stresses by Photoelastic Method. International Polymer Processing 18(1),
95-106

Kim, B., & Min, J. (2017). Residual stress distributions and their influence on post-
manufacturing deformation of injection-molded plastic parts. Journal of

Materials Processing Technology. 245, 215-226.



7l

Lin, M. Y., Zeng, Y. J.,, Hwang, S. J., Wang, M. H., Liu, H. P., & Fang, C. L. (2023).
Warpage and residual stress analyses of post-mold cure process of IC
packages. The International Journal of Advanced Manufacturing Technology.
124(4), 1017-1039.

Li, X., Ouyang, J., & Zhou, W. (2013). Simulations of Three-dimensional Thermal
Residual Stress and Warpage in Injection Molding. Computer Modeling in
Engineering and Sciences. 96(6).379-407

Parizs, R. D., Torok, D., Ageyeva, T., & Kovacs, J. G. (2023). Multiple In-Mold Sensors for
Quality and Process Control in Injection Molding. Sensors. 23(3), 1735.

Tsou, H. H., Huang, C. C., Chen, Y. C,, & Shih, S. Y. (2023). Online detection of residual
stress near the gate using cavity pressure for injection molding. Journal of
Polymer Engineering, 43(1), 89-99.

Zhou, H. M.; Wang, Z. Y.; Li, J. H.; Li, D. Q. (2011): A Surface Model-Based
Simulation for Warpage of Injection-Molded Parts. Polymer Engineering and
Sci-ence. 51, 785-794.

Lin, C. M., & Chen, V. J. (2021). Taguchi Optimization of Roundness and Concentricity
of a Plastic Injection Molded Barrel of a Telecentric Lens. Polymers, 13(19),
3419.

Wilczynski, K., & Narowski, P. (2020). A Strategy for Problem Solving of Filling
Imbalance in Geometrically Balanced Injection Molds. Polymers, 12(4), 805.

Gao, Y. and Wang, X. (2009). Surrogate-based process optimization for reducing
warpage in injection molding. Journal of Materials Processing Technology,
209(3), 1302-1309. https://doi.org/10.1016/j.jmatprotec.2008.03.048

Li J, Bei J, Liu W, Xia X, Zhou B, Peng X, Jiang S. Warpage Prediction of RHCM
Crystalline Parts Based on Multi-Layers. Polymers. 2021; 13(11):1814.
https://doi.org/10.3390/polym13111814

Hakimian, E. and Sulong, A. (2012). Analysis of warpage and shrinkage properties of
injection-molded micro gears polymer composites using numerical
simulations assisted by the taguchi method. Materials & Design (1980-2015),
42, 62-71. https://doi.org/10.1016/j.matdes.2012.04.058



78

Anardnus

Fogn guany. (2552). nseonuuunIaaeiladymnsintununaranlunundn
Fudusadnseueus. USQEYIFINTIUAARTUNI TS @191 IN1FIANTITIU
IFNTIU: WMINPIReAaUINS.

U3y gqmzqa. (2556). nM3UszaIanNUslun IaaeliuilasuInwadulanis
wATYIUAANANERAN. VTN IFNTTUAIERTUMT NS @1U1ITINITIANTITINU
IFINTIU: WNINFuFaUINg.

ANLYA LEMUDULUL. (2560). N1331ATIiUszansnmdeiuyulunisangadilugnaimnssy
N1sAANAERN. USuay1iennssuaansumUaidin a1v13un3enssugnannng:
PHAINTAUUNINIFY.

v a a

e Inelveus. (2552). MsUsudiaunInns@ananadin Ine3snsuesmnd. YSayan

AMNTTUAAATUMN TR A1V TARUIN UGN NNTTH

UNINYIAYSIIUANERNS.
A a s a 4
dediannsoiind

Fimm Tech Resources for Scientific Molding and Scientific Processing. (2023). N5
WaunsmanuviinfieSesdananadin. ufuann https:/fimmtech.com/

an1tumanadin. (2565). eauanzgREvnITINanaAnine lasunavils T 2565, Audy
70 http://ptastic.oie.go.th/Artides/ZOZZ/Oé/Um%Lmﬂzﬁﬁmqmammﬁmwmaaﬂ
V03lM8%20(518 10 T118)%20(43)/22225/WanaRnsnelasuna1-65.pdf

North America Performance Polymers. (2023). Injection Molding Troubleshooter.
dUAUAIN https://plastics-rubber.basf.com/northamerica/en/performance
polymers/services/product_support_troubleshooting/injection_moulding
troubleshooter.html

ENGEL AUSTRIA GmbH. (2023). Injection moulding machines. &UAUAIN
https://www.engelglobal.com

Moldex3D. (2023). Moldex3D 2023 Software. #UALIN

https://www.moldex3d.com



AMANUIN



& av v ° a PN Y a
L'Ja'ﬁ/iaaLEJTJV]I@Q']ﬂﬂ'ﬁﬂ']u’)miﬂﬂaBLaﬂﬂﬂqﬂaﬂJﬂqiw 1 Iﬂﬂﬂ’w\l 3.14 9983

iauanslugunsvlidu

AMANUIN N

1aIvasLsuy

Teject (°C) Tmelt (°C) Tmold (°C) Tk 9sec)
75 190 40 19
75 190 45 20
i 190 50 22
75 190 55 24
75 190 60 27
75 190 65 31
75 190 70 38
75 210 40 20
75 210 a5 22
75 210 50 23
75 210 55 26
75 210 60 28
75 210 65 33
75 210 70 40
75 230 40 22
75 230 45 23
75 230 50 25
75 230 55 27
75 230 60 30
75 230 65 34
75 230 70 41
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nuideildyaaudfivesTanmugiudeyavaswaniuas Moldex3D Bardmunlidy

AND19B9IUATEBNLUUNIAABS

Material

Material

Item Name
Polymer
Grade Name
Producer
Ejection Temperature

Freeze Temperature

Glass Transition
Temperature

Item Name

Melt Temperature
(minimum)

Melt Temperature (normal)

Melt Temperature
(maximum)

Melt Temperature Range

Mold Temperature
(minimum)

Mold Temperature (normal)

Mold Temperature
(maximum)

Mold Temperature Range

Item Data
ABS
STAREX VH-0815
LOTTE Chemical
75
83

83.4

Item Data

190

210

230

190~230

40

55

70

40~70

Moldex3D

Unit

Moldex3D
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AANUIN A

HaN15NAARINUTUUTIRIY Moldex3D

N13NAa0INYNUTENIANANIE Moldex3D #11130LAAIANYLYBINTEUIUNTT

wazHamuauAnIulugEg ¢ Al

Moldex3D '

DOE - Optimized Run

Moldex3D Studio 2023R20R
Sun, 10-03-2024

Summary - Mesh

Item Name Item Data
Mesh Type Solid
Solid Mesh Element Count 3,566,937
Part Elements 983,710
Cold Runner Elements 187,535
Nozzle Zone Elements 0
Surface Mesh Element Count 208,456
Part Dimension 134.25x349.07x9.59
Mold Dimension 350.00x550.00x759.44
Part Volume 148.368
Cold Runner Volume 9.69161

Moldex:D



Summary - Process Condition

Filling

Filling Time
Meit Temperature
Mold Temperature
Max Injection Pressure
Injection Volume

Packing
Packing Time
Max Packing Pressure

Summary - Process Condition

Cooling
Cooling Time
Mold Open Time
Ejection Temperature
Air Temperature
Cycle Time

Item Data

23 =ec

190
40

167 »
158.06 <=

167

Item Data

MPa

42 sec

75

523 sec

Moldex:D

Moldex3D

83



Summary - Filling
item Name

Actual Filling Time

Average Melt Front
Temperature

Max. Melt Front
Temperature

Max. Sprue Pressure
Max. Clamp Force

Summary - Packing
Item Name
Max. Sprue Pressure
Max. Clamp Force

Gate Freeze Time

84

Item Data

2334 =ec

208.515

212576 C

117.000 MPa
125.494 Ton(m)

Moldex3D

117.000 wPa
125.494 Tonim)
2423, 2423 =ec

Moldex:D



Process
Item Name Item Data
VP Switch By Volume Filled
Packing Pressure Profile

Packing pressure refers to machine pressure

Section
Time

Pressure

Material - MFI/MVR

Item Name
Melt Flow Index
Temperature
Load
Meit Volume-Flow Rate
Temperature
Load

Moldex3D

Item Data Unit
4.5 g/10min
200 c
5 kg
3.81356 cm*/10min
200 C
5 kg

Moldex3D
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Material - Viscosity

Viscosity [gNom.sed)

Material - PVT

Specitc Volume [coig)

0400
1

ABS STAREX VH-0813 LOTTE Chemical (MFI[290, 5) = 4.5 g/10min)

» ~ > »

- -~ - -

Shear Rate [1/sac]

Moldex:D

ADS STAREX VH-0F13 LOTTE Chemical (Tg = 83.40 °()

P [NPa)

50 100 160 200 260 300

Tempearatuee ['C]

Moldex3D
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Material - Specific Heat

ABS STAREX VH4815 LOTTE Chemica

150047

1.90e+7

150047
50 100 150 200 250 00

Tamparatre [1)

Moldex:D

Material - Thermal Conductivity

ABS STAREX VH4815 LOTTE Chemica
1 00a+4

1 5Be+d

158e+4

1 6Bar4

2

[
Oha+d
BBe+d4
Bl

Tamperanre ')

Moldex:D



Material - Viscoelasticity

ABS STAREX WH-0313 LOTTE Chemical (Temperature = 249 °C)

o7
ool
T
048 9
=L
R
e
3
1
e+l
1040
1o
> hl » -~ v . >
¥ ¢ < K & - &

Fraquency [rad's]

Material - Mechanical Properties

Type ABS
Grade Name STAREX V0815
Producer LOTTE Chermicad
Machancyl Sropertes Isoiropic Pure Polymes
Bastic Modulss 2 240470 (dynesom®)
Foissor's Ratio 0320

CUE 8e5(1%)

Moldex:D



Material - Structure VE
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Material - Content
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Fowece ToTgerim

ABS STAREX VMAS15 LOTTE Chemicat
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Thickness

P —

.
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«<iililt

Filling_Melt Front Time

Mt frost asvwncemand s @ postion ndeaior as mel ionl Soundery movemen n Siffesernt me duralion n e

filing procums From [e et ot wheancerman| one can Avg sD
Exarrine e Sieg pafiee of the rmokdeg

Chuwck ptental nccrrgiets g (sherl shol] problem

ety wek e Doatons 1228 0.625
cdertfy s ap bocatoes

Lhck

gale confribution for et bekencs s
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Filling_Air Trap

Moldex 3D

Filling_Weld Line Meeting Angle
—— Histogram

Vo L 0
~ P, ot e gy g Dol
- PRI BA A W A A

91



Filling_Gate Contribution

B
Towas 17 bae FOT

€ o
Gute Contributon
Moldex |
Filling_Pressure
T Histogram

Vg v Bte

Max Min
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Chack flow e 21800 13.096
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Filling_Temperature

Patic radt lerrpertuse datrbuton w carmnl natart. For 30 the

il e foo thue fbly cavity.

Filling_Melt Front Temperature

R el
-
™

Mt e of U plaatic et as £ seachas e geen pornt.
Tha value ndiceies how hast is comarped end chapaied during the mokdeg phases.

181 853

208515

Moldex 3D
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Filling_Shear Rate

Histogram
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Filling_Viscosity

Histogram

Sy —

Viacoety i s impofiant property n fuids which can be conasdened as the resatunce of flow.

In pobymen both lergerstre and shew tde el nfUusecs Be vata of viscosty Avg sD
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Filling_Total Velocity

R Histogram

e L
———y

L

Max Min

a79.681 0.000

(e ahit i el ol e et 2 ———— Avg sD
4288 6.206

Moldex !

Filling_X-Velocity

PEOC R Histogram
i

g 3w

Max Min
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Avg sD
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Filling_Y-Velocity
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Filling_Z-Velocity
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Filling_Velocity Vector

Velocly vecior is the vecior plod of e velooty vecior al cument inatent

Filling_Density

Thas shows the denaty dalsbuton o coment natart in gesecsl, frozen segon will show & grester vidos of
dunsty and mofien segon wil have @ ewr densly viloe. Nos-unformily in deroaly i o sowrcs of part warpege.
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Filling_Molten Core

Histogram
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Filling_Average Temperature

s Histogram
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Packing_Melt Front Time

Histogram
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Packing_Temperature

Histogram
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Packing_Shear Stress

Histogram
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Packing_Sink Mark Indicator

Histogram
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Cooling_Temperature

- Histogram
1 7 .
Ry wy I o
=
- .
- ~ -
- ., .
e Max Min
5
o 51.640 41.459
Tumperature seaid! shows e 50 lemperstuse dalrbuon throoghou! B tisl dopley doman ol cumend ima
s, Avg sb
From T rasit one cen el ot e partor
cocknghealeg periomunce meets the design nd seibng. 24615 2047

Mot For Temperataos nesull in Cooling stage. the Maz/Mn vitoes on The cokor bar seler 1o (e ressd! on suriace
anty, rodesd of cormdenng the whals model (beck o Be naguler doghey when ung impect ol)

Moldex |

Cooling_Time to Reach Ejection Temperature

Histogram
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Cooling_Cooling Efficiency

Tha resull shows the cocling effciency of sach cooling chasnel. it shows the percentage of beal sitharean by
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Cooling_Coolant Temperature

Shows the coclant tesperaiure dhiribution inede the cooling chasnebe

Cooling_Molten Core

Histogram
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Cooling_Frozen Layer Ratio
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Cooling_Center Temperature
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Cooling_Average Temperature
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Cooling_Mold Temperature Difference

Shorws the emperstoe diferencs Setween e Upper coely wal and lowet
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Cooling_Max. Time to Reach Ejection Temperature
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