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Fabrication of electrical heating mold core and evaluation of
injection-molded parts by various mold heating methods

Dong-Hak Kim!, Ji-Won Ryu' and Young-Gon Son’
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Abstract In this study we developed the electrical heating mold core by applying three different heating
methods. In order to find out the optimal heating method, we observed the temperature profiles with time. We
also injection-molded the parts by the heating methods and investigated the shrinkage ratio, density, surface
roughness and weld-lines. The temperature rise time and cycle time showed the promising results for
commercial applications(the rise time is 130°C/l14sec, the cycle time is 55sec). By comparing with the
conventional and gas flame heating method, the parts by this method were proven to have good qualities. The
shrinkage ratio reduced by 5.1%, the density increase by 2.66%, the smoothness increased about 3 times, and
the weld-line did not observed by naked eyes.
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