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Accuracy Improvement in Ingection molding using a Metaélasintered mold
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Using an injection mold produced by a metal laser sinterimgliined with high-speed milling, cooling channels are
arranged at effective positions. It promotes the coolirgesipand improves the shape accuracy. In this researchilyspira
formed cooling channel was located between the ribs wheaedeeumulates and causes the temperature difference in the
work piece. The effect of the reduction of the warp has beeriimoed compared with a steel mold with conventional
cooling channels. Analyzed temperature in the resin andigmacement of the warp agreed well with the experimental

result.
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Fig. 2 Cooling channel
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(a)Sintered mold

Fig. 3 Cross section of sintered mold

Table1 Experimental and Analysis conditions

Condition  CorefC]  Cavity['C]  Cavity-Core[C]
Vi 44 38 -6
Sintered V2 36 37 1
mold V3 36 43 7
V4 37 47 10
K1 49 39 -10
K2 39 44 5
Steel K3 39 49 10
mold K4 29 49 20
K5 29 59 30
K6 25 63 38
K7 29 54 25
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