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Mop@oTroinon TToAupepwY HE Eyxuon (injection)
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Ti givaun €yxuon (injection molding)?
Aouvexnc (kukAlkn), dtepyaocia

KUKAOG: TNYHEVO UALKO «yeULlely KolAoTnTa Kahourtiov (mould) =
PUYETAL =2 AMTOUAKPUVETOL

Nopaywyn SLAKPLTWY OVTIKELUEVWY UE TIOAUTIAOKO OXN MO KoL LE
TOLKIAN e€wTtepLKN emidAveLa

1/3 Twv BepponmAacTIKWY popdomoLeital e Eyxuon

'@)2014 DICKINSON PHILIPS LTD

=l

THE MOULD CLOSES




Mop@oTroinon TToAupepwy PE Eyxuon (injection)
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(B) Eyxuon g pnrivng

{0) HITOMAKPUVOT) TOU OVTIKEIMEVOU

TUTTOG TTAAIVOPOHOUVTOG
KOXAia
(reciprocating screw)

Moootnta €yxuonc
(shot size):
20 gr— 20 Kgr

O koxAlag otnv €yxuon €xel ibLa
Hopdn pe tnv ekBoAn

Tpelc {wvec: tpododoaiag,
ouumieonc/tnénc ko
dooluetplac.

Mikpotepoc Aoyocg L/D (= 15-20)
Kal ouprnieonc (2.5/1 - 3/1)

(— apa neploootepn Bep ki
EVEPYELQ 0T Olepyaoia).

MoAupepr) Ttou
HopdormololvTaLl LLE EyXUON:
PP, ABS, PS, HDPE, LDPE, PA,
PVC, PLA
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MOAN e10600u (gate)
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Sprue gate Fin gate Edge gate

Diaphragm qate Fan gate Film gate Tab gate

Main

Runner
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'‘Eyxvon - video

https://www.youtube.com/watch?v=RMjtmsr3CgA

https://www.youtube.com/watch?v=YPXCeY24Mjs

https://www.youtube.com/watch?v=b1U9W4iNDiQ
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Aywyoi d1avoung (runners)

O oxedLOONOC TWV aywywVv SLovoung s¢aptatal:

@ A0 Ta XapaKTINPLOTIKA ponc Tou thyHatoc (LEwbdec)
- Oepuokpacia THYUOTOC

@® Tnv avamtuén SLOTUNTIKWY TACEWV KOTA T pon
TOU TNYHOTOC MECOA QIO TOUC aywyouc.

@® Tov Oyko, To HEyEOOC KoL TO ITAXOC TOU
QVTLKELLLEVOU popdorolnong

XopOKTNPLOTIKA LEVEDN: UNKOC KaL n dlatoun

Aywyol SLavounG HE Mk dtatoun Kot LEYAAO UKOG
MBava n pntivn va PpuxOel pexpt va pOaoeL oto kahoumL
» OL oywyol amopakpuvovtol Holl LE TO OVTLKE(LEVO —>
Blopnxoviko UTTOAELUUO TTApaywYNG (scrap) —
TPWTOYEVNC/UNXAVIKA avaKUKAWwGoN [avaKUKAWON KAELOTOU KUKAOU
(closed loop )] : To avakukAwWUEVO Ttpoiov emLoTpEPEL otV LbLa epappoyn
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OepuaIvVOUEVOI aywYyoi O1I0VOUNG
T~ AnodeUyETAL N KOTI TOU QVTLKELUEVOU amd To Slaulo Eyxuonc,
KoL YIVETAL 0TNV TTUAN €Ll00d0U oTNV KoLAOTNTA
T AuEnuévn TopaywyKATNTA
T~ suvtopodTEpOC Xpdvoc Eyxuonc (?)
T AyOTEPEC AMWAELEC UALKOU
T Aufnuévo KOoToC KaTtaokeUnc kahouTiol (30%)

Cold Runner Hot Runner
Injection Mold Injection Mold

Runner
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KAg10TIKO ouoTtnpa (Clamping unit)

YOpQUALKO N UNXOWVIKO CUOTNLLO LLE OKOTIO VA ETILRAAAEL ApKETA
neyaAn duvopn cvoPpEnc wote va KpATNoEL TO KAAoUTIL KAELOTO
KOLL LKOVO VOL OLVTEEEL OTLC LEYAAEC TILECELC EYXUONC.

F = PxA
F: n 80vapn tou k\ewotikov
A n 6uVOALKA eyKApOoLa ETULDAVELD TWV OVTLKELUEVWV

P: n nieon éyxuonc
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Ti givaun €yxuon (injection molding)?
Aouvexnc (kukAlkn), dtepyaocia

KUKAOG: TNYHEVO UALKO «yeULlely KolAoTnTa Kahourtiov (mould) =
PUYETAL =2 AMTOUAKPUVETOL

Nopaywyn SLAKPLTWY OVTIKELUEVWY UE TIOAUTIAOKO OXN MO KoL LE
TOLKIAN e€wTtepLKN emidAveLa

1/3 Twv BepponmAacTIKWY popdomoLeital e Eyxuon

'@)2014 DICKINSON PHILIPS LTD

=l

THE MOULD CLOSES
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Mop@oTroinon TToAupepwy PE Eyxuon (injection)




2UpPPIKVWOoN

ALOLOTAOELC TOU TEALKOU QVTLKELUEVOU
Alaotaoelc tou kKaAourov (Aoyw Bepknc cUOTOANC)

Ye uPnAec Bepuokpaoiec kal yla otaBepn Ttieon,
N TIUKVOTNTO TOU TIOAUMEPOUC Eival XapNAOTEPN Ao TNV
nukvotnta o€ cuvBnkec meptBaAilovtoc.

H mAnpwon tng uNtpac yivetot o uPnAec BepLOKPAOLEC KoL
ETIOMEVWC KaATA TNV PUEN, TO0 LOPPHOTIOLNLEVO OVTIKELMEVO
OUPPLKVWVETOAL.

Ye otaBepn Bepuokpacia n MUKVOTNTA AVEAVEL LE TNV avénon TNG

nileonc. @

AlatnpwvTac yla apketo dtaotnua vPnAn tnv mieon yxuvong,
ELOEPYETOAL OTNV KOLWAOTNTA LLEYAAVTEPN TTOCOTNTA UALKOU
LLELWVOVTOC £TOL TN oUPPLKVWON.
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2upTrieon (Packing)

Epappoletal auénUevn miieon oto KAAoUTIL KaTd TN SLAPKELA TOU

kKUkAouv Yuénc: @

Auédavel n rmukvotnta tou Puxopevou oAUEPOUC, LElwon OYKou,
TIEPLOCOTEPO THYMO PEEL LECO OTNV KOLAOTNTA YLOL VAL KPOLTH OEL
ota®epO TOV OYKO.

MpocBnKkn emuTAEoV TOCOTNTAC PNTLVNG OTNV KOW\AOTNTA Lo vVl
nepLloploBouv ol petafolec otic Slaotaoelg (cupplkvwon) Kal oTo

oxfua (okEBpwon).

TQQUUEVOVO
nieom

PlasticRanger.com
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H cuppikvwon eaptatou:
® OEePUOKPAOLEC TNYUATOC-KAAOUTILOU

® [Mapapetpol Asttoupylog (rmieon €yxuong, XpOVog AcKkNonG Tileong
ouurnieonc).

® A7 ToV TUTO TOU MOAUMEPOUC (HopLlakn Hkpodoun,
KpUOTAAALKOTNTA)

H cuppikvwon eAaxlotomoleital otav:

- Edappuolovtal peyalol xpovol oToug KUKAOUG Eyxuong

- Edoappolovtal LeyAAEC TILECELG EYXUONC

- Me tnv avénon oTic SLAOTATELC TOU OVOLYHOTOC TNC MATPOC/TTUANC
E l.O-C') 6 ouv ' Zrepeonqlnpévou

- Me tn xprion KatadAAnAwv mpocoBETWVY oTn pNTivn

20



H cuppikvwon e€aptatat oo Tov TUMOo Tou MOAUUEPOUC:

® H kpuoTaAALKOTNTA AUVEAVEL TN cUPPIKVWON

(N avénuevn cuvdeon Kot TAEN TWV LOPLWV CUYKPOTEL TOL LOPLOL TOU

TMOAULEPOUG Kal eTILEPEL LeyaAUTEPN cuppikvwaon)

® Apopda moAuvpepn (akpuAka, PVC, PS) €xouv pkpotepn
cuppikvwon amo kpuotaAAika moAvpuepn (Nylon, PP, PE)

YAIKO
Ano (°C)
AKPUAIKG 150
Nylon 6.6 285
Nylon 6 260
PE 190
PS 195

AlaoTAoELC KOAOUTILOU = ALIOTAOELC OVTLKELUEVOU X

(1+ % ouppikvwonc)

2€ (°C)

20

20

20
20
20

2.Uppikvwaon
oykou (%)

7

14

13
18
7
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1) NMoAupeBakpuAiko peBUAIo (PMMA) TTpoKeITal va JOoP@OTTOINOEi

LUE TNV TEXVIKN TNG £yXuonc.

H KolAoTnTa o@payilel e OTEPEOTTIOINCN TOU THYUATOC OTNV TTUAN
£10000uU o€ Bepuokpaaia 165°C kai trieon cuputrieong 40 MPa.
Me Tnv TTPoUTTOBEON APy KAl OJoIOPNOPPNS YuLng, va
UTTOAOYIOBEi N BEpuoKpaaia Tou TAYMATOC OTNV OTToIa N TTiEcN
oTNV KOIAOTNTA POAVEI OTNV ATUOCQPAIPIKN.

Na xpnoiuotroinBei N akoAoubn KATaoTATIKN €€icwWaON Yyid TO
PMMA, n otroia cuvdegel Tnv TTieon (o€ Pa), Tov €10IKO OYKO V (O€
m3/kg) kal TNV atréAuTn Beppokpaaia T (e€iowaon Spencer-
Gilmore):

(10°P +2.158x10°)(10°v—10.734) = 83.1T

22



Aedopeva: T:165°C

cm? r [oAuaTupévio, PS

Zntoupeva: P=1.013 e
10°P +2.158x10° [10°v—0.734 )= 83.1T

PMMA
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(P+m)(v—b) :%
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gyxuon 0/

100

150

Oepuokpaaoia




Aedopeva: T:165°C P: 40MPa,
Zntoupeva: P=1.013x10° Pa T?

10°3P +2.158x10° Y10° v—0.734 )= 83 1T

MeTa TRV YU TNG TTUANG £10000U OTNV KOIAOTNTA LJOPPOTTOINONG
N Jada Tou TTOAUPEPOUC M TTAPAUEVEI OTAOEPN

O OyKoG TNG KOIAOTNTOC pop@oTroinong V* gival otaBepog

O €101KOG OYKOG TOU TTOAUUEPOUG v, €ival aTABEPOG

107 -40x10° +2.158x10” 103V0 —0.734 )=83.1-438

83.1-438
2.558x10°

v, = 103(0.734+

j =8.763x10*m’ / kg



Aedopeva: T:165°C P: 40MPa,
Zntoupeva: P=1.013x10° Pa (atpoogaipikn nieon) T?

Katd tnv pucn Tou TRYMATOC OTNV KOIAOTNTA, EVW N TTiEon gival
TTAVW ATTO TNV ATPHOCPAIPIKK), TO TTOAUMEPEC TTIECETAI TTPOC TA
TOIXWHOTA TOU KAAOUTTIOU EVW O v, TTAPAPEVEI OTABEPOG.

[0 va avTioTaBuIoTEl N TITwon TG BEpUOKPATiag UTTO
oT0a0ePO v, CUPPAIVEI avTioToIXN TITWAN OoTNV TTieon P.

(107 -1.013x10° +2.158x10° )
(10°-8.763x107* —0.734)=83.1T
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2. lNpokeiTal va oxedlaocBei KAAOUTTI TPIWV KOIAOTATWY YIa TRV
TAUTOXPOVN TTAPAYWYI TPIWYV idIWV AVTIKEINEVWYV JE OXNUO OIOKOU JE
TNV TEXVIKA TNS £€yxuonc. O1 diokol £xouv dIdueTpo 20 cm Kail TTAX0G
1.5 mm. O1 aywyoi dIavouNAG TTPETTEI VA €XOUV TN dIATAEN TTOU PAiVETAI
OTO OXNMa TToU akoAouBEi. O KEVTPIKOC aywyog £xEl DIANETPO 8 mm
Kal uAKo¢ 22 cm. O1 TTAEUPIKOi aywyoi €Xouv To idIo urkog 38 cm Kail
TTPETTEI VA €ival ICOCUYIOUEVOI JE TOV KEVTPIKO aywyo dIaVOUNG, WOTE
Va TTOPAYOVTAI AQVTIKEIMEVA JE AKPIBWG TA idIA XAPAKTNPIOTIKA. H
TTANPWON TWV KOIAOTATWY JOPE@OTIOINONG TTPETTEI VO OAOKANPWVETAI O€
1.2 s. To IEWOEC TOU TTOAUMEPIKOU TAYMATOS va BewpnBei oTaBepo ue

Tiun 31.05 Pass.
PO
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uw=31.05Pa-s o : o

t=1.2s

20cm

AP — 8Q H4L AP=AP,=AP,
R

Q _ V(Km?»(’)mrocg) _ TCRi ) TC(’XXOC,, _
Y POVOCTIANP®OGNG t
7(0.1)2-1.5x10°3
1.2

= Q=3.927x10"m’ /s



AP = SQ“}
R
L=022m

R =4x10"m
u=31.05Pa-s

AP

38cm

22cm

20cm

<+ 8mm 1.5mm

© 8-3.927x107°-31.05-0.22

m(4x107 )’

R4

 8QuL  8-3.927x107-31.05-0.38

—> AP = 2.7MPa

— R =4.58x10"m

AP

n-2.67x10°




2XeOI00MOG DIEPYATiIiOg HOPPOTTOINONG ME EyXUuon

TUTOC TOU MTOAUMEPOUC
“F7 Apopdo, NUKPUOTOAAKO
"~ MopLakd Bapoc kat katavour MB
T 1Ewbec
T~ Alaypappata (PVT) — Zuppikvwon

Napapetpol tnc diepyaciac popdonoinong e Eyxuvon

¥~ @eppokpacio Tiypatoc
¥~ @eppokpacia kahoumLoy
“¥” Nieon éyxuonc

“¥” Nieon oupmieonc

T~ Xpovikn Sldpkela SLaddpwv ddoewv KoTd
ToV KUKAO popdormnoinong

AS



Napapetpot mov emnPeal{ouvv To cUCTNO TWV OEPLOKPACLWV
(tRypo-kotAoum):

“¥” H nooodtnTa £yXUONC

¥~ 0 puBuoC €yxuong

¥~ To péyeboc aywywv éyxuong (?)

¥~ To ndxo¢ Tou TPo¢ pHophomoincn AVILKELLEVOU

OeppoKpOOiO TAYHATOC
XapnAotepn Bepokpacio THYUOTOC

.

YPnAOTEPEC TIMEC LEWOOUC THYMOTOC

/

Av&non Twv SLATUNTIKWY TACEWV

AUENGN TOU TPOCAVATOMGHOU GTNV KATEUBUVON PONC

X

YynAn avroxr']/oe epeAKUOUO
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OeppoKpacio KaAoumiou

XapnAn Beppokpaocia

. 2

2 UVTOLLOTEPOC XPOVOC popdormoinong

H KpuoToAAKOTNTA TOU NULKPUOTOAALKOU TTOAUEPOUC ?

» Kplolpo onpeilo: To avolyuo tng nUANg eLlco0dou otnv Kowotnta

MeyeBoc avolyLaTtog TETOLO TTOU VAL ETILTPETEL TNV KAAUTEPN poN
oTnVv Kolwotnta otn xapunAotepn duvatn Bepuokpaacia.

Good Product Short Shot
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Micon £yxuong Kai rieon ZUPTTiEoNS

» H xapnAotepn duvartn nieon nov dev odnyel oe
eATn mAnpwon (short shot) tou kaAourmiov

» Apketad uPnAn yLa va teploploBel n cuppikvwaon
TOU OLVTLKELUEVOU

» Avénuevn mieon Bonba tnv MPooEyyLon Twv
LOopLaKWV aAucoldbwv Kal tnv mbavotnta yLa
avamntuén kpuotaAdiknc dounc.

[leplopioyoi:

I. H Suvaptkotnta tne povadac £€yxuonc Kol Tou
KAELOTLKOU GUOTHUOTOC TNG UNXOAVNG

Ii. H kataokeun Tou KaAouTiou

Good Product

Short Shot
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[Mieon £€yxuong Kal TTiEcCN CUUTTIECNG
P"

TAQAREVOVOX
nieom
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MetaBoAn TnG Trieong Tnv id1a XPOVIKAN OTIYMN O€
O1APOPa ONMUEIO TOU KAAOUTTIOU

Poly mer
Entrance _,.! : ' :
Pressure
; ;
' |
Ly '
; '
" '
s ' '
a : , Atmospheric
' i+ Pressure
Sprue | Runner  Gate Cavity : 1

Flow Length ———

34



Xpovog & pubuog Eyxuong
O yxpovoc mou to tTAYHA YEULlEL TO KAAOUTIL E€apTATal ATO:
“F” 1N yEWETPLOL TOU QVTIKELLEVOU
¥~ 1o péyedoc Tou avolypatoc TS LATPAS
¥~ 10 EWEEC TOU TAYMATOC
XpOvog CUuTTiEONG
O xpovocg ou edpappoleTal iieocn o0Tto KAAOUTIL LETA OTTO TNV TTANPWON TOU.

Xpovog yuing
O xpovoc armo tn oty nou dev e€aokeital
Koo tieon HEXPL TO AVOLYHOl TOU KaAouTtLloU.

E€aptatal amo To mayoc ToU OVTLKELUEVOU.
Awapkouv armo 10-100s.

{) dose mold

Xpovog eEWAKeEUONG

https://boyanmfg.com/injection-molding-process-steps/
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Mop@oAoyia ¢Aoiou- FLOW ORIENTATION
mTupnva (skin-core)

region of orientation

H Beppokpacio Tou THYHATOG
oTNV KoWotnta popdormnoinong
aUEAVEL OO0 ATOUAKPUVETAL TO _é G Ao
UALKO QTtO TO TOLXWHOTO TOU
KOAouTILOU —>

non-orientation

- ’ Eowrepikd !

10 leS €C LELWVETOAL —> ESWTEPIKGS QAOIOS ESwrepikd oTpwpa oTpWpa X}DPK:
HN-TTpoCavaToAIoPEVOS onpavrika Onuavriko '
dladopormoleital o mpooavarokiopévo \  TPo0avaToAioy6

TIPOCAVOTOALOHOC TWV
LLOLKpOLOpLlwy —>
Sdladopormolovvtal oL LOLOTNTEG

ﬂ Eigodog Koo
—> eAayI0TOg

Avicotpora npoiovia TIPOOTVaTONITHOC




rpappéC ocuykOAAnong (weld lines)

To onpeio mou ocuvavtwvtal ta StadpopeTika medio ponc
dnuLoupyeital N ypouun cuykoAAnong e miibavn epdavion
UTTOOEECTEPWV UNXAVIKWYV LOLOTNTWV.

o _ _ KolAétnta
Fpaupég pong  Mpappég CUYKOMNONGS 0500tr0inanc

S—

MOAn
£10000U
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OL YpOUMEC OUYKOAANONC €lval ypapeES aduvapiag Aoyw:
i. AteAwv N avenapkwv SLETLAVELAKWY CUVOECEWV

ii. EykAwPlopou napaAAnAa otn pon mPocavatoAloUoU TwWV Hopiwv
Aoyw puéng

iii. Emupavelakwyv ateAewwv tov oxnuoatilouv popdec tumou “V” kovia
oTnv TpleTIdAVELO HETOED TV SUO PETWTTWV

[pAUUA CUYKOAANONS

—Eykot t0mou-V

Acbevic diem@aveiakry  MapdAnAog TpocavatoAiouog
ouykOAAnon TWV JOPIOKWY 0AUCTIidwv
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Sprue gate

(1




NMAgovekTRpOTA
» Y{ynAot puBpuoti napaywync

» Emutpenel “palikn”, QUTOUOTOTIOLNEVN TIAPOYWYN UE OXETIKA ULKPN
OUMMETOXN XELPOVAKTLKNG Epyaciog

» ETUTPEMEL TNV TTOPOAY WY QVTLKELLEVWY LLE OUVOETEC YEWUETPLEC KaLl
Sladopetikad peyedn (oAl pikpd pLey€Bn nov ival aduvarto va
napoxOouv pe aAAec pebodouc)

» [Meploplopévn amwAela UALKOU oo aywyouUc Kol EAQTTWUOTIKA
QVTLKELpEVA (scrap) kaBwc pmopouv va tTepaxtofouv Kot avokukAwBouv
—> MNXOWVLKNA oVOLKUKAwON.

» OL eTLPAVELEC TWV AVTLKELLEVWV Elval LOPPOTIOLNUEVEC LE aKpLBELaL

» Xpnon gupeia KALLOKOC TTOAULEPWV KOl EVIOYUULEVWY TTOAULEP WV

MelovekTAOTO
» AKpLBO KOOTOC KATAOKEUNC KaAouTilwV (ULPNAEC TILECELG) Kal EEOTTALOLOU
» Avtlkeipeva yapaktnpilovial amnod avicotporia

» EAeyxoc cuppikvwonc LopdOTIOLNUEVWVY OVTLKELLEVWV

40



KataAAnAog tumo¢ moAvpepouc (grade)
o€ oX€on MUE tTn diepyacia popdomnoinong:
Extrusion grade and Injection grade

Extrusion grade: uvpnAo poplakd Bapoc, vPnAo Kwdec TAYMATOC
(XaunAog MFR g 00/10 min, <10), eupeia katavourn HOPLAKWY
Bapwv, vPnAn avtoxn TAYHOTOC, SLOKAASWOELG

Injection grade: yapnAo poplako Badapoc, XopunAo EwWOEC TAYMOATOC
(LUNAG MFR, 841000/ 10 Min, >6), oTeEVA KaTAVOUN HOPLAKWY Bapwy,
ypnyopn Kot opolopopdn KpUoTAAAWON
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Texvoloyiec MpoaoBetiknc kataokevnc (additive manufacturing)

Texvoloyia evanwBeonc cuvinypevou vAkou (Fused Deposition
Modeling FDM), 1 Kataokeun cuvinypéevou vipatoc (Fused Filament
Fabrication FFF) [ === 00000 0 [ty -
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Mpoteppata Aduvapiec

‘Eyxuon

TaxUTEPOC XPOVOC ava e€apTnUa
AkpiBela kal emavoAnpotnta
XapnAOTEPO KOOTOC MPWTWV UAWV
Eupeia mowkiAlal UALKWV TTPOC KOTAOKEUN
Juvexnc dtadikaoia mopaywyng

KaAUTtepN OLOTNTO TEALKWV TIPOTOVTWV

AuEnUEVOC XPOVOC KOTOLOKEUNC
KOAOUTILWV

Meploplopog apaywyng otnv tonobeaoia
TNG KUNXAVAG

ATTOULTACELC XWPWV amoBrnkeuong
KOAOUTILWV

Kootoc e€apTtwpevo amo TNV YEWUETPLA

YPnAd k6otn ayopac KAAOUTILWV

3D EKtUntwon

IxebOV amEPLOPLOTN VEWUETPLKA oxedlaon
Kootoc avetaptrtou yewpeTplog
Mnbevikn emevduon KOAOUTILWY
Kataokeur npoiovtoc peocw CAD

XapUNAOTEPO KOOTOC KATOLOKEUAG LEXPL
2000 koppatTLo

AUENUEVOC XPOVOC KATAOKEUNG yLaL KABE
KOMMATL

AVLOOTPOTILOL UALKWV
Melwpévn emavaAnpotnta
Melwpévo emidpavelako TEAELWL

Meploplopog otn SLaBeoIpoTnTA MPWTWV
VAWV
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BiBAioypagia

“2nuelwaelc Tou pabAuaroc Auvaikéc Mnyxavikeg [d10tnNTEC YAIKWV-
Peohoyia” oto HELIOS, Keg. 3

Further reading ....

1. K.TI. MNavayiwrou. “MoAupepn: Ematiun kai Texvohoyia®, Ekd. 21pwvn
2023, Keg. 21: §21.2.1, 21.2.6
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