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Abstract : Rapid Heating Cycle Molding (RHCM) is a novel plastic injection molding method. It can be used effectively to elimi-
nate the many problemson polymer molding, such asweld mark, flow mark, poor surface transcription of products which are u-

sually very difficult to solve. Inthispaper, thefront shell of alarge size plat-panel TV was taken as an example, athermal anal-

ysis mathematical model for RHCM injection mold was established. Several different kindsof layoutsof heating and cooling chan-

nelsininjection mold were presented. The temperature distributions on the mold cavity surface for different channel layouts were

analyzed. The influence of process parameters on the temperature distribution of the mold surface were discussed as well. At

last , an optimal channel layout was determined and the practical production application demonstrated its eff ectiveness.
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Fig 1 Cenera view of mold structure
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Fig 2 Smplified andysis model of RHCM mold
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Fig 4 Model for cooling phase 30W/ (m* - K) ,
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Tab 1 Four kinds of cases designed for channels
/ mm / mm
/mm| /s
D1=D2=D3=16 5 10. 7 24
D2=22 D1=D3=18] 5 10 7 25
5 D1=15,D2=D3=14 5, 2 10,7 23
D4=105
5 D1=15,D2=D3=14 5, 7 97 21
D4=105
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Fig 6 Cavity temperature distribution of different cases
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Fig 7 Temperature curvesof the part inner Fig.9 Products of the two methods
surface when gection
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Tab 2 Temperatures of the part inner surface
in different cases when gection RHCM ,
/ / / /
1 84. 7 57. 7 27. 0 73 5
2 87.1 64 2 22 9 766 ’
3 86 2 62 7 23 5 75 6 !
4 84 9 61 8 231 74 4 RHCM
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