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Direction of melt flow

Screen pack Vertical extruder barrel
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Products Made by Injection Molding
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Movable

Cavity —\ 'r platen
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(1)

Typical molding cycle:
(1) mold is closed.

Polymer melt
Nonreturn valve \

(2)

Typical molding cycle:
(2) melt is injected into cavity.
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Solidifi_cation
Fresh polymer QERIRIg
melt for next shot
Molding
(3)
Typical molding cycle: S\ Z'/'% —
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(3) screw is retracted. m\\\\\@ -

(4)

Typical molding cycle:
(4) mold opens and part is ejected.
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Compression molding for thermosetting plastics: (1) charge is loaded, (2) and
(3) charge is compressed and cured, and (4) part 1s ejected and removed.

Cavity —

~— Upper mold half

Charge

«— Lower mold half

(1)

~+—— Knock-out pin

%

Molded part

(4)
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Extrusion blow molding: (1) extrusion of parison; (2) parison is pinched at the top and
sealed at the bottom around a metal blow pin as the two halves of the mold come together;
(3) the tube is inflated so that it takes the shape of the mold cavity; and (4) mold is opened
to remove the solidified part.

Extruder barrel

Molded part
Tube die Mold (closed)
v v v \: v
: —— <

B

Parison |1l

Mold (open) —»

ag Blow pin
(1)

20

@) (3)



&

%’Jﬂgl}ag/sﬁh
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Injection blow molding: (1) parison is injected molded around a blowing rod; (2)
injection mold is opened and parison is transferred to a blow mold; (3) soft polymer
1s inflated to conform to the blow mold; and (4) blow mold is opened and blown

product is removed.

Injection moldin
Blowing rod

Injection unit

P
[
G

g prior to blowing A

irin
i 4
] Blow-molded part
|

v, F

One-way
air valve |

Injection mold ————»~

A

Blow mold

(1)

(4)
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Airin
o v l |
Blowing rod —_ :

Injection unit T‘ {‘7 L M

, L e o
Injection mold ———»-| Ca v I “ “
\___ ; One-way :

N l air valve \““%“ o

\%
(1) (2) (3)

Blow-molded part

Stretch blow molding: (1) injection molding of parison;
(2) stretching; and (3) blowing.
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b(— Clamps (closed)
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Mold cavity Plastic sheet
\‘

Mold ——» — Vacuum holes
7

NN\ 2)

g Web
(1) Clamps (open) Molded part
4 v XL
\ T IT ~ L‘\& m = §

Vacuum drawn
(3)

4)

Vacuum thermoforming: (1) a flat plastic sheet is softened by heating, (2) the
softened sheet is placed over a concave mold cavity, (3) a vacuum draws the
sheet into the cavity, (4) plastic hardens on contact with the cold mold surface,

and the part is removed and subsequently trimmed from the web. 2
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polystyrene, cellulose acetate, cellulose acetate butyrate, ABS, PVC, acrylic

(polymethylmethacrylate), polyethylene, and polypropylene .
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