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Abstract 179050

The problem happening on plastic injection process mostly came from the cause of the
unstable temperature of the mold even though already having the temperature controller on the
mold; it was only controlling the temperature of water or cooling oil while the temperature of
mold surface could not be directly controlled. This could make the cooling rate of the plastic
become unstable; the problem of unstable temperature of the mold could be found on the semi
automatic injection as well.

As the told problem and cause the researchers then had some idea to build the tool for
direct mold surface temperature sensor using infrared; the output signals from the sensor would be
transmitted to the automatic cooling flow rate controller to maintain the defined temperature
stability of the mold surface.

It was found from the test that the surface of the mold had its low radiation property and
this would be cause of error on temperature measurement. This could be solved by applying
plastic tape or applying black color paint on the mold surface to improve the ability of surface
radiation; the radiation coefficient would be higher. The temperature controller of the mold could
be maintaining the stable temperature at the range of +/- 2 Celsius when having other new
working cycle time. This could reduce the waste product caused from unstable temperature of the
mold to be at 40 % on the testing injection. At the narrow range of controlled temperature and
slow response of the system especially when having the change of the working cycle time, it had
to either increase or reduce the cooling water temperature on the mold too to have the speedup of

the temperature stability of the mold.

The tool developed would be perfectly helpful for solving the problem on the mold having
its temperature instability while running plastic injection at normal temperature of cooling water
or running semi automatic injection; moreover, it could be helpful for monitoring the temperature

feature of the mold as well.



