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This research concerned with mold design for injection molding of plastic pinless butt hinge having
dimension of 100.00 mm. x 75.00 mm. x 6.25 mm based on the commercial metal butt hinge
standard. Polypropylene grade MOPLEN RP 440 N and POLENE 2300 NCA were chosen for
injection molding. Thickness of the flexible region was the main issue to be considered in which the
variable thickness of flexible parts were range from 0.5 mm., 1.0 mm. to 1.5 mm. In addition, the
designs were analyzed and simulated by Finite Element Method in order to determine the proper
gate location and the runner dimension. Injection molding tryouts were also conducted. Due to the
increase of fluidity resistance at hinges during molding, several defects such as hesitation effects,
short shot or premature failure can occur with the improper selection of gate location. The analytical
results were applied in mold fabrication and plastic injection molding. It was found that four side-
gate systems of injection mold with balanced runner were the most appropriate design and gave the
most effective processing and qualified products. Plastic pinless butt hinges obtained were found to
be resistant to bending more than 100,000 times without any change. As expected, 0.5 mm thickness
of hinges was the easiest for flexing. When compared two grades of Polypropylene crystallinity in
the flexible region of each thickness found that POLENE 2300 NCA with 0.5 mm thickness has the

highest crystallinity.





