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INEPIAHYH

2V TopovcH  HETOMTUYOKY OWMAMUOTIKY €pyocioc. mopovcldletor 1 avaAivon TG
KOTOOKEVOOTIKNG OlodIKaciog yvtevong He £yyvon pécm mpooopoimons. Evioc twv opiov
ekmoOVNoNG NG epyaciog vanpée svpeia cuvepyosio pe Propnyavikn etotpeio, yio T peEAE
TEPIMTOONG EVOG €K TV TTPolOvT®V tG. [IpdKkeital yio éva KatovoloTikd Tpoidv 10 0moio
amotelel kAALUHO doyelov ocvokevaciag TPoPinwv. X TPAOTN @Aon, HeAeTNONKE TO
OVLYKEKPIUEVO TPOidV  £yyvong oto Aoyiopkd Moldex3D, o6mov péowm &vog KOKAOL
TEWPOUATOV EYIVE piaL ETOANOELON MG TPOS TIC KOTOOKEVAGTIKES ATEAELEG TOV TOPOVCLALEL TO
TPAYUATIKO TEMKO TTPoidv. e devteEPN Ao, diepevviOnke o Pabudc emidpaong g Kabe
VTOAOYIOTIKNG KOl KOTOOKEVOOTIKNG TOPOUETPOV OTO TEAIKO amoTEAEGHO. AKOAOVOMC,
a&lomomOnke epyaieio oxedacpov mepapdtov (Design of Experiments) mov gpapuodlet
uébodo Taguchi. 'Etol, mpayuatomombnke 1 oviAvon TOV OTOTEAEGUATMOV TOL TPOEKLYOV
amo TNV €QAPLOYN TOV TOPUTAVE TEWPAUATOV TOL 6TOYO glyav TV emitevén tov embountov
Bapovg tepayiov kot v eddytot dHvoun cvoeiEng. Téhog, e&aybnkay cupmepdouaTo yio
oV BEATIGTO GLVOLOCUO TOV POCIKOV TOPAUETP®V NG KoTEPYyasiog, Aaupdvovtag vedyn
OOl TO. OTTOTEAEGHOTO OAANAETIOPOONG TOV TOPAUETPOV EAEYXOVL Yo TNV EMitELEN TOL
GT1OYOV.



ABSTRACT

In this master's thesis, the analysis of the manufacturing process of injection molding through
simulation is presented. Within the scope of the work, there was broad collaboration with a
manufacturing company, for the case study of one of its injection molded products, namely a
food packaging container cover. Firstly, the specific injection product was studied in
Moldex3D software, where through a cycle of experiments a verification was made regarding
the manufacturing defects presented by the actual final product. Secondly, the degree of
influence of each calculation and construction parameter on the final result was investigated.
Next, a design of experiments software tool, specifically applying the Taguchi method. Thus,
the analysis of the results obtained from the application of the above experiments aimed at
achieving the desired piece weight and the minimum clamping force. Finally, conclusions
were drawn on the optimal combination of the main processing parameters, taking into
account all the interaction effects of the control parameters to achieve the goal.



EYXAPIXTIEY

Me v diekmepoimaon e NITA®UATIKNS EpYaciag olokAnpaveTal To Talidl TV UETATTUYIOKDY OTODIDV
Hov. Xe ovto 1o onueio exppalw éva Pabd evyopiorw otov emflemovia kabnynth pov k. Iewpyio —
Xpiotopopo Boovidko yia tv evkoupio TOL HOD TPOCEPEPE VO, TPOYUATOTOIHGE TOV GTOYO OV WG VEO.
UNYOVIKOS KOL VO, EKTOVHO® THV EPYAOIO. U0V OE GUVEPYATio. ue fropmyoviky etoipeio. Xwpic v
omloyepn Ponbeid. kor ooteipevty emioTiuoviky kaBodnynen tov, 10 TOPOV Epyo dev Ba eiye
0AoKANpOet emitvy@q.

2Ty ovvéEla, OPEiAw Evo, ueyalo svyopiotm oty frounyoviky etaipeio. «Mmroliyogc ABEE» yio tqv
avadoyn tov Béuotog epyacios koi v gvyapioty ovvepyaocio. 1110 ovykekpuéva, EvYopIoTd TOV K.
Mavo Mraliyo yio. v Oepun vmodoyn kar v Cevaynon orov ywpo g etoipeiog. Emerta, dev Oa
UTOPODGa VO TOPOAETYW VO EVYOPLOTHEW TOVS VEOVS Uy aviKoDS TS etaupeiag, 1idavvy kot Aiva, yio tyv
rwoAvtiun Ponbeia kor vwouovi Tovg ko’ OAn TV J1GPKEIN THG OITAWUOTIKAS OV EPYACIAG.

Yotepa, svyopiotw Ospua v ovvadedpo xar pily Baoilikip HAiomoblov, 1 omoia arwotéleoe onuovtikn
otipién oe kabe 0DoKOAN TTUYH Ko EUTOL0 THS TOpELoS TS epyacias. TELOG, evyaplotw amo KopoLag
TNV OIKOYEVELG, OV 1] OTTOLO. TAV OVOTOOTAOTA OITAa 1ov kal’ 0Ao To J1GoTHUO. THS AKAONUOIKHG O
TopeELag.
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MeAétn katepyaoiag XUTEVOTG Le £YXUOT) TOAVHEPOVS V1A KAAUUUA SOXEIOL CUOKELACIAG TPOPIL®V LLE XPT0T) TIPOTOUOIDOTG

1. EIXATQI'H

H Swepyaocio ydtevong pe €yyvon moALUEPIK®OV TNYUAT®OV XPNOIULOTOLEITOL 0T Bropnyovia
TAOCTIKOV Yo TNV TOpay®Yr] Tovtdg €000¢ avTKEEvoy Hollkng Topay®yng mov
modlootepa yivoviav pe pétoida. Ilpdketton yo dadikacio pe mpoidovia vynAng axpipelag,
otabepng moldtnTag Ko mepimAokng yempetpiog. Emiong, onpovtikd yopaxtnpliotikd tov
TPOIOVTOV €lval M EAKLOTIKY EUQAVIOT €MEWN amoTteAel TN Pdon Yo TIG OATOPAGES TV
KOTOAVOA®TOV GYETIKA LE TNV TOWOTNTA KOl T1 AEITOVPYIKOTNTA TOV TPoidvtwv. Enopévag, ot
KOTOOKEVOOTIKEG OTEAELEG TOV €VTOTMILOVTOL GE TTPOIOVTO GLOKELOGING TPOPILMY TO OTOin
Tapdyovtal HEc® yVTELONG e Eyyvon (injection molding) mpémel va wpoPAémovTol Tpv TNV
KOTOGKELT] TOV KOAAOLTTLOV.

‘Etol, kpiveton avaykoio vo ypnoiponoteitor £EEO0IKELUEVO AOYIGHIKO TPOGOUOIMONG PONG
£€YYVomng To omoio £xeL TNV KOVOTNTO VO TPOPAETEL EVPV PACUA TV KOW®MV OTEAEIDV OTWG
elvar ot Ypoappég GLYKOAANGNG, Ol AepOTayides, N OTPEPA®ON K.0.K. TOV TPOKLATOVY GUYVEL
oe €010V €idovg katepyoasies. EmmAéov, dabétel vpeio YKAUO TPAYLOTIKOV TOAVUEPDV
VMK®OV, VTOAOYIGTIK®OV KOl KOTOAGKEVAGTIKOV TOPAUETPOV LE TO OTOL0 O XPNOTNG UTOPEL va
TPAYUATOTOLEL EAEYYO TOV OMOTEAECUATOV LLE TOV GLVOLOGHUO TAPAUETP®V TTov emBLpEL Va
eetdoet. Me avtdv 0V TpOTO 0 YPNoTNG EEPeDyEl amd TV Tapadoctlaky] LEB0d0 SOKIUNG-
oQAaANTOG Kot etval o B€om va TPOoPAEYEL KOl VO ATOTPEYEL COAALATOA KATO TV TOPAYOYT|
TOAVUEPIKOV TTPOIOVTOV, Ta omoin eKTOg and ypovoPopa pmopel vo amofodv kou wiaitepa
KootoBopa.

Yy mapovca gpyacio Oa agomombel o epyareio «Moldex3D», yio ™ perétn mepintwong
GLYKEKPLUEVOL  Propmyovikod mpoidvioc. o depguvnBodv  oxedlaoTIKEG TAPAUETPOL
(cbotua TpoPodociag Kol cuumieons) kabmg kol mapdueTpol mapaywyns (Beppoxpacia,
mieon, ypOVOS TV QACEMV TNG Katepyasiog) dote va Ppebel n enidpaocm Tovg oty oot TO
oV TEAMKOV Tpoidvtog. H diepehivnon tov amoteiecudtov Ba yivel alomoidvtag to epyoreio
oyedopon mEpopdtov mov owbétert to Aoywopkd (Minitab) pe v pébodo Taguchi.
Yvykekpipéva Oo yivel o Edeyyog e avoroyiog onpa-Bopvpov (Signal to Noise Ratio) kot 1
avaivon g dtakvpovong (Analysis of Variance) pe oxond v £bpeon g GLVEIGPOPAG TNG
€KAGTOTE TOPOUUETPOL EAEYYOVL.
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2.H TEXNOAOI'TA THX XYTEYXHX ME EI'XYXH (INJECTION
MOLDING)

H yotevon pe €yyvon elvar po amotelecpatikny dadikocioo VYNANG akpiPelag, KoTtooKeLNG
eEapTNUATOV HalIKNG TOPpAY®YNG LE TEPITAOKT YEOUETPia, oTaOEPT TOLOTNTA KOl EAKVOTIKT
eneavion[1]. Me mv av&avopevn e£ApPTNon TOV ATOPAGEDV TOV KOTAVOADTOV OTd TNV
a1oOnTIK Kot oxedaoTiky] EAEN TV Tpoidviwy, 1 PeATion TG TOWOTNTAG NG EMPAVELNG
NTav €vag amd TOVg KOPLOLE TOUEIS Yo EpEVVO Kot OVATTTLEN TEYVOAOYLOV XOTEVGONG LE £YYLON

[2].

H epedvion givor €vo onuovtikd YopakTtnplotikd TV Tpoidvimv eneldn anotelel T Pdon yia
TIC OTOPAGELS TMOV KATOVOADTOV GYETIKA HE TNV TOWOTNTO KOl TN AETOVPYIKOTNTA TMV
npotdvtov. Ewdikd, 1 eppdvion g em@avelag S€mel TV avTAnmty] wodtnta. Avtd odomyel
OTNV ATOPPLYT TPOTOVIWV LE OTTIKA CTUASLN EMUPAVELNG, TOPOAO TOL Ol ATEAEIEG AVTEG OEV
€XOVV QVTIKTLTTO GTNV EMOIWKOUEVT] AEITOVPYIKOTNTA TOV TPOIOVIMV.

[ToAAG e€aptipoTa OV YuTEVOVTAL e EYYLOT TPoopilovtal Yo GKOTOVS ELPAVIONG KoL Yl
eEotepikd mpotovta. o Tapddetypa, to eEMTEPIKA Kol EGMTEPIKE EEAPTALOTO AVTOKIVITOV,
To TEPIPANUATO OIKLOKMV GUGKELAOV KOl Ol KIVNTEG GLOKEVEG efvol TAAGTIKA pépn yOTevomg
pe €yyvon. Adym TtV amoIToE®V LYNANG TOWOTNTOG EMIPAVELNS KOl OTOTEAEGUOTIKNG
eneEepyociog TOAVUEPDV, TOPAYOVIOL TEPIGGOTEPU TPOIOVTO KaOapoh GYNUOTOS YOPIg
TEPULTEPM EMPAVELAKO PVipIGpa, OTwS faen 1 exicTpo.

2.1. H dwudkaoia g (OTELONS HE £YY(VOTN TOAVUEPOV

Metalh tov Seopwmv TeEYVIKOV enefepyaciog Kol  HOPEOTOINCNG TOALUEPOV  TOL
YPNCLOTOLOVVTAL Y10 TNV TOPOYWYN VAIKAOV OV £(0VV GLYKEKPLUEVA emBuunTod Héyehog Kot
GYNMO, 1 YOTEVOTN UE EYYVOT TPOTIUATOL WOLOHTEPO Y10 GLGTAUATO HOLIKNG TOPOY®YNG Kot £XEL
ypnopomomBel yio moAAG ypovio ot Propnyovia tolvpepmv [3]. Avti 1 texvoroyia givat
wwitepa wePNTNN Y10 PLOUNYOVIKEG EQOPUOYEG AOY®: TOVL YOUNAOD KOGTOVG KOTOGKELYG
TOAVUEPDOV eEapTNUATOV €OWKA Yoo peydieg mocotntes. H teyvoroyio avty efacparilet
EVEMKTO. CYNUOTO DYNANG doeTaTIKNG aKkpifelag, cUVIOHovg ¥pdvovg KOKAOV depyaciag,
amAd ALTOHOTIGUO AglTovpyiog kaBmG Kol SLVATOTNTA TAVTOYPOVNG JSUUOPPMOTG OOUMV
Oykov kot empaveiog [4].

Eni tov mapodvtog, 10 32% TV TPOTOV VADOV HETATOOVLVTIOL GE OAPOPa TPOTOVTO HECH
YOTELONG LLE EYYVOT|. TNV TEPIMTOOT TOV TPOTOVT®V YVTELONG LE EYYVOT|, 1] SOUN TOAALOTADY
KMUAK®V Kot 01 TEAMKES 1010TNTESG (UNYOVIKES 1010TNTEG Ko Oepikég 1010TNTEC) EE0PTMOVTOL GE
peyaro Babud amd 115 cvvinkeg enelepyacioc. tn PlOpnyaviKn mTopoymyn|, XPNoLoToteital
po AEITOVpYion SOKIUNG Kol GOAALOTOS Y10 TNV TPOGUPUOYY| TWV TUPAUETPOV EMEEEPYTING,
coumepAapfovoprévou tov pudpod £yyvong, g Beppokpaciog Tov KaAOLTOD Kot TG Tieong
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GLOKEVOCIOG K.AT., YOO TNV OmOKTNON TPOIOVTI®V YVTELONG UE £YYLOT UE TNV emBLuNTA
amddoon [5].

2.1.1. TloAvpep] vMKG

Ta Tolvpepn 1 TOAVUEPIKE DAIKA OTOTELOVVY i EEXYOPIOTN KATNYOPio VMK®V HE EENPETIKES
wwmtee. [pdto avakardednkav kot mopdybnkav mepimov 100 ypoévia mpv. O dpog
polymer, omw¢ kot cuvvavtdtor oty o1ebvny Biprloypapic, mpoipyetol omd TV EAANVIKY
ouvletn AEEN molvpepég (TOAAG + pEPOG) KOl TPOTOYPNCIUOTOMONKE amd TovV Zoundo
o J. J. Berzelius. To molvuep| omotelodv v Bacn yio TOAAG Kol GTUOVTIKA oryaOd.
XopakmploTikd TApAdEyLo amoTeEAOVV OAO TOL TAAGTIKG To OTOio LAPYOLY YVP® poc. Ta
moAvpEPT TOAAEG Popég AavBaouéva cuyycéovtot pe ta TAactikd. H kdpla dtapopd tov dvo
OQVTOV VMK®OV ivor 0Tl To, TOAVUEPT] ATOTEAOVV KOBOPEG YNUIKEG EVAGELS, EVD TOL TAOGTIKA
AMOTELOVV UIYLLOTO TTOAVUEPDV pE GANa VALKG [6].

Ta molvpepn amoteAoOv €va GUVOAO HEYIA®V Hopimv pe TV HOpeY| aAvcidmv, ta omoio
&youv g Pdaon tov avipoka kKol TopookeLAloviol HE TNV ETAVOANYM UIKPOV SOUK®OV
povadwv. Ot SOUKES HoVAdEG evavovTol LETAE) TOVG Pe OHOLOTOMKOVG dEGHOVS. Avaloyo
HE TO av 0 aplOIOC TV SOUIKADV HOVAS®MV TTOL a0TEAOVV TO EKAGTOTE HOKPOUOPLO Eemepviet
g 10 N Oy, 1OTE TO pEYOAO aVTO HOPLO YOPOKTNPILETOL MG TOAVLUEPES 1) OALyOHEPES
avtiototya. O apBpodg Tovg TPOKHTTTEL ad TO TNAIKO TOL HOPLAKOL BAPove TOV TOAVUEPOVS
TPOc 10 poplaKO Pépog TG Odopkng povdodag tov. To amotérecpa ovopdletor Pabpog
TOAVUEPIGLOD TOL TOAVUEPOVS Kat cupPoriletan pe kepaiaio X [7], [8].

Ta moAvpepn tavopodvior ce dVO PEYAAEG OIKOYEVEIEG, TO. ULGIKO TOAVLUEPT, OTWG M
TPOTEIVES, M KuTTAPiv) K.0. Kol To ouvOeTikd mohvpepn 6mwg to moAvotvpévio (PS), to
nolvponvrévio (PP) kot moAld dAAa. Ta cuvOeTikd moAvpepy), To. omoiot amoteAovv Bdom
EVAGYOANGNG OGNV TaPoLGA £pyacia, TaEvopodvTal 6 S1UPOPES VITOKATNYOPIEG AVAAOYO LE
TV YNUIKY] TOLG OOUN, TV CLUTEPIPOPE TOVG KATA TV BEpUAVOT Kot TNV KOPLoL 1010TNTO TOV
Kuplapyel otnv ypnomn Toug.

‘Exet peketBet éva upd @aopa ToAVUEPOV VAMK®OV, GCOUTEPIAAUPOVOUEVOV BEPLOTAACTIKOV
ToAvpep®V Ommg ToAvaTVPEVIO (PS), Kukiko cuopmoivpepég orepvav (COC), pnebaxpuoikdg
moAvpebvreotépag (PMMA),  mohvmpomvrévio  (PP),  molvcoviodvn (PSU),
molvoévpuebvrévio (POM), moivarbvrévio (PE), molvauidio (PA), ketovn moAvaubépa
(PEEK), moivavOpakikd (PC), molvuepéc vypav kpvotddhov (LCP), tepepboiikd
molvPovturévio (PBT), akpviovitpilio PBovtadiévio otupdiio (ABS), molveatvoraibépag
(PPE) kot kaovtoovk vypng otlikdévns (LSR) wg modvpepés vid dtocvvoeone. Téhog, poévo
Myeg peréreg €xovv de€aybel oe eAaoTiKd LAKA.
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2.1.2. Emoyf vAkov yvtevong

H yotevon pe €yyvon etvar éva 1600 gupl medio pe moAvapifueg emA0YEG VAMKAOV, OTOL
UEPIKEG QOPEC 10MC €lvol GLVTPUITIKEG, OKOUN KOl Yo EMOYYEALOTIEG HOPQOTOINOoNMG
wpotovtewv. Qg ek T0HTOV, évag CUVTOHOS OONYOG KOATATOMIONG TOL KOTAAANAOL VAKOD
nepthapPdvet ta €Eng oTadoL:

. ZrAnpoémra vikov: H okAnpotta eivor éva onpovtikd yopakTnploTikd mov Ogv
umopel va tefel oe copPipoacpodg TG mEplocoOTEPEG TEPMTMOELS. Ta €101 vaudov
amodidovv KoAd o€ epapproyég mov oyetiloviot pe tn okAnpotnta. o moAd vynmin
anddoon, N Oeppomractikny molvovpedavn (TPU) eivonr Evog 1oyvpog vroynelog, av
Kot 1o 1010 T0 VAKS Kot 1) xOtevon pe yyvon givat damovnpn.

ii.  EveM&io: Mia 6éoun vAkodv yovtevong upe €yyxvorn eivar gokapntn. ‘Etot, to
BepromAacTikd EAOCTOUEPEG KOl TO TOAVTPOTVAEVIO €ival OpKETE KATOAANAQ Yl
epapuoyEg pe vynAég amontoelg evehMéiag. To TPE cuvnBmg mpotyudtonr 6Gov agopd
TV OovIoYn otnv KOm®mon Kot v LbymAn Oeppokpocio, oAid to PP elvan
OVOKVKAMGLIO KOl ACQAAEGTEPO GTN XPNON.

iii.  Kootog: Ocov agopd 10 k66T0C LVAK®V, T0 PP kot 10 PS givarl icwg o1 kolvtepeg
emioyéc. Kabog kot to 000 gtvar oOnva kot dpeca dtabéoia.

iv.  Avtoyn ot Bepuokpacia: To véurov kat to ABS givor e€aipetikd otn dotrpnon tov
GYNMOTOG KO T®V OI0TATOV TOL DAIKOV ToVG 6€ VWNAEC Beppokpacies. To POM eivan
oAV 6100epd o€ Bepokpacieg KAT® amd To UNdéV.

v.  Eopoppoyés: Epocov Ola kotahyouv oty TpoPAEnOUEVn €QOPUOY GTO TEAOG, TO
VAMKO ov Oa emideyel Ba Tpémetl var givorl 1GYLPO VLITOYNPLO Y10 TIG EPAPUOYES TEAKOD
xpoT.

v moapovoa epyacio, EMAEYONKE TO TOAVTPOTLAEVIO G HOVIEAO €pevvag, £va omd To
TUmKé  OepUOTAOCTIKA  TOALUEPT] EUTMOPEVUATMOV HE  ONUOVIIKEG  EQPAPUOYEG  OMMGC
GLOKEVOGIEG TPOPIUMV, AVTOALAKTIKG CLLTOKIVIITMV KOl NAEKTPOVIKAL.

2.1.3. E€omhopog pnyovig yvtevong
O efomMopdc pog povadog €yyvong meptlapPavel Tpelg kOpleg Aeltovpyiec, ot omoieg

napovoialovioar oto_Xynua 2.1 i) ™ povdada Eyyvong i) To kahovmt popeomoinong iil) to
KAEOTIKO GUOTNHO

AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



Mel&Tn KaTepyaoiag YUTEVONG UE £YXLOT) TTOAVHEPOVS Y1 KAALUA §0xelov oLOKELATIAG TPOPILWVY UE XPTOT) TTPOTOLOIWONS

a Movada »< KahoUm » < KAeloTIKO =
gyxuong ouoTa
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Zyua 2.1: Mnyovn popeomoinong pe £yyvon

1. Movaoa éyyvong

O poérog g povadag £yyvong etval vo LeTATPEYEL TO OTEPED TOAVUEPEG GE TIYUA, KOl GTY|
cuvéyela va yiver n éyyvon oto kalovnt. H moAvpepikn pntivn, e popen meAlet®v 1| okdvNG,
TPOPOJOTEITOL GTN UNYOVY £YYLONG LEG® TNG XOAVNG TPOPOSOGIaG. ATO SLOPOPETIKES XOAVES
pmopoHv va Tpopodotnfodv Tavutdypova HEGa evioyvong, ypoduata Kol dAla tpdcheta. v
wepinTOoN aVT N Unxavy Eyyxvong Asttovpyel Kot oG e£0TMGUOC avapelEns. Aoy OUmg Tov
TEPLOPIOUEVOL HeYEBOVG (kPO UKOG TOL KLAVOPOL TAAGTIKOTOINGTG) TOV TEPIGCOTEPWOV
UNYoveVY £yyoons, N wavotta avapueEng eivar mepropiopévn. I'a to Adyo avtd nAnpotikd
VMKA Kot GAAa TpdcBeta yivovron piypo oe Eexwplotr| oadikacia, pe tn ypnon expPoria
avapueEng. Avo givat To GLGTHLATO TOV YPNGUYLOTOLOVVTAL Yiol TNV THEN Kot TV £YXLoN NG
pntiviig oe povadeg éyyvons. H mo ovyvd ypnoyomoovpevn &ivor mn pnyovy TOTOL
TOAVOPOROVVTOC KoyAa, Xynua 2.2 (reciprocating screw). O GAAog TOTOG OTMS PAIVETOL GTO
Zynua 2.3, givar n unyovn £yxvong tomov guforov (rum v plunger).
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(y) OmoBoywpnon Tou KoyAia kon Wwign Tou avrikapivou
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(8) Amopdikpuvon Tou avTiKeipivou

Mo 2.2: O 10K oG £yyuong HNyoavig THTOL TAAVIPOLOVVTOG KOYALL
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Zymua 2.3: Mnyavr| éyyvong Tomov guPoiov

2vuykpivovtog ta 000 GLGTIUATO, TO TAEOVEKTNUOTO TNG UNYOVNAG TOTOV TOAVOPOUOVVTOC
KkoyAio (reciprocating screw) sivat ta axoAovda:
e w0 opodpopen TN
AmOTELECUATIKOTEPT) AVAUELEN Kol S10.6TOPA TV TPOGHETMV 6T PNTivn
YOUNAOTEPES TEGELS £YYLONG
AYOTEPEC ECMTEPIKEG TAGELS GTO LOPPOTONUEVO OVTIKEIIEVL
GLVTOUATEPOVG KOKAOVS LOPPOTOINGNG
UEYAAVTEPO EVPOG GTNV TOCOTNTA £YYVONG GE GYECT LE TN OLVOLUKOTNTO EYYVONG

2. Kohiovm popomoinong

To kaAoOm popeomroinong oto Zyfua 2.4 arotedeiton amd dvo Pacikd pépn, 1o Kvntd Kot To
aKivnto, TOve oTo omoiol Eivol AMOTVTMUEVT 1| LOPPT] TOV TPOS LOPPOTOINGT OVIIKEUEVOL
®¢ o koot (cavity). Ta pépn avtd gival otepem®pEVO. TAVEO GTNV KIVNTH Kot aKiviTn
TAGKa avtiotoyo, g pnyovig £yyvons. To péyebog tov kolovmiov dev mpémer va €xet
UEYOAVTEPT] EMPAVELD OTTO QTN TTOL EMTPETOVY 01 pafdot atnpiEng g unyoavhs. H odvdeon
™G Hovadag £yyvong HE To KaAovmt yivetor péo®w tov akpoguoiov (nozzle) to omoio
Bpioketon 610 TEAOC TNG LOVADOG £YYLONG, KOl EI0YWPEL LEG® OMNG GTNV aKiviTn TAGKO TOV
KaAovmiov. H kothodtnta Hop@omoinong tov KoAovmiol Kot To aKpo@UoLo ETKOVOVOVV HECH
Tov dtwAov (sprue). O diowrog €xel cuVNB®G LOPPY] KOLOVPOL KAOVOL HE TN HEYOADTEPN
Baon mpog to pépog tov KaAovmov. [lpocoyn mpénet va divetar Katd v tomobETnon Tov
KOAOLTLOV, MGTE VO, LITAPYEL TANPNG EVOVYPAULUCT HETAED TOV AKPOPLGIOL KOl TOV O1HAOV.
Xmv evBuypappion ooty Pondd o daxtOAOG TPOcOPHOYNG. AmO TO SlovAO TO THYUHX
OloYeTEVETOL HECH TOV Ooy®YOV oJtovoung (runners) otig kowkdttec. To  akpo@Holo
Beppaivetor amd Tov KOAVOPO Kot amoterel To onueio and 6mov 10 Ty Soywpiletan and
TO GTEPEOTOMUEVO TOAVUEPES GTO STOLAO, AOY® TG YHENS TOL KAAOLTTLOV.
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H yo&n tov kodovmov yiveton pe KukAoeopio yoypod pécov, cuvibme vepov, PEGH OO
€101KA KavaAle. To mepiypappio TV KOVOA®V auT®dVv givotl ToAD onpovtiko ylotl tpocsdiopilet
TOV TPOTO YOENG Ko KOTé GUVETELDL TN OEpUIKT] CLGTOAN KOl TO PLOUO KPLGTAAA®GNG TOV
LOPPOTOUNUEVOD AVTIKELLEVOV.

. Aiakevo pooap-
AxivnTn TAGKa Odnyoi HOYAC 0BNYGv o
Kivnth mAdka
N - Y X YmoAsippa
AakrOhiog ' T~ ' S0 diadhou
TIPOTAPOYNG ; ™ w 1 s
l
. s
. h - Aywyog
/ 4 Mok
~— £10650U
1 [ Koo

_ ‘ mia
Ajouhog [ _ " 1‘
L Q9

Aiauhog ZuvdEoEIS e TTapoxr
vepoU Yigng

Syfua 2.4: ZAMUOTIKO O10Y PO KOAOLTTIOD 000 TUNUATOV

3. Kliewotiké ocvotnpa

H Aertovpyio Tov KAetotikod cvotiuatog (clamping unit) sivar vo ackel v omapaitntn
Tieon OOTE VO AmOPEVYOVTOL Ol SOPPOEG TOV TNYUOTOS OO TNV EMUPAVELD ETOPNG TMV
EEYOPIOTOV TUNUATOV oL amapTilovy TO KaAOVTL pop@omoinong, HETG TNV £yyuomn g
pnrivng kot Katd ™ dtapken g Yoéng.

H oanottodpevn dvvaun tov kiewotkol (F) cvvoéetan pe v mieon éyyvong (P) ko v
EMPAVELD TOV KOTAOTIT®V TOL KAAOLTIOV (A) e TNV akOAovOn oyéon:

F=P x A

Avvaun khelotikov = (ITieon &yyvong ) X (ZuvoAlkY| €yKdpoio ETPAVELD TOV KOITAOTHTMV)
Ao 10V 0plopd avtd GoiveTon 6Tl OTOONTOTE AENOT GTNV Tieon £yyuong N TNV £YKApcLa
EMPAVELD TOV KOWOTNTOV poppomoinong Ba empépel avénon ot dOvoun Tov KAEIGTIKOV

wote va dttnpndel to kadodmt Khewotd. H dvvaun tov kieiotikol amotedel 1o péyebog yuo
™V KoTdToén TV unyovoy Eyyuong.
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H mieom €yyvong e€aptdton amd moAAES TapAUETPOLS OTTWG :

To 1€mdeg ¢ pnTivng mov mpoxettan va eyyvoel

Tn Beppokpacio

To péyebog, To unrog Kot to €i00g (Bepprotvopevol 1 Ox1l) TOV Ay®YDV SLOVOUNG
O 1Hmog Kot To péyebog TG THANG E1GOI0L

To BaBog TV KOLOTHTO®V LOPPOTOINGNG TOL KAAOLTLOV

2.2. L1010, KOl TOPARETPOL OLEPYOOLOS JVTEVONG HE £y von

H ybtevon pe €yyvon amoaptiletor amd O1GQopeg PAGEIS Ol OTOIEC ATOTEAOVV TOV KVUKAO
yoteons. O wkvkhog 6mov mopovotdletor oto_Xynuo 2.5 Eekwvder pe 10 KAEIGO TOL
KOAOLTTOV KO EMETAL 1 E£YYVOT] TOV TOALUEPOVG THYUATOS. OTov ohokAnpwbel mApwon g
KOWLOTNTOG, 0koAoLOEl M cvumieon Omov ackeiton yo KATO0 YPOVO Tieon pe OKOTMO TOV
TEPLOPIGUO TOV QUVOUEVOL TG CLPPIKVOCNG TOL TEUA)IOV KOTA TO GTAO0 NG WOENC.
‘Eneita, o woyAlog omcBoywpel ko mepioTpépetar Yoo vo TpoPOdOTNGEL TN Ogapevn
TIYLOTOG GTO YMPO TTov Ppicketor eUnpPOs Tov KoyAia. "Yotepa, apol yuybel to avrikeipevo,

TO KOAOVTL avoiyetl Ko yivetatl 1 EEOAEVOT TOL AVTIKEYEVOU.

O cvvokdg xpdvog Tov KUKAOL £yyvons Teptyplpetat amd T GYEoN:

tm’m}»ov = tK)\mcr(') kahovom T t\pﬁéng + tzéd)?mavcng
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TéAog KUKAoU | ‘Evapén KUkAou

Zyua 2.5: Kvihog éyyvong

Molc ta tepdyto e€oikevBovv amd to KoAOVTL, €metol emBedpnon yuwo a&loldynon g
nowotntog [9]. EmmAéov, ot dwdikacio ydtevong, dev umopei va mpoPrebei o6t1 Ol ta
KohoOmo givan amodhaypéva and ghottopoto. Ta glottdpoto 6mwg to short shot, n
otpéPrmon, N cuppikveon K.AT. £0pTOVTOL OO YOPOKTNPIOTIKE TOPAUETPOV KATEPYAGIOG,
omwg m Oeppokpacio TV Oeppovopevov otoreiov, ot ypovor Eyyuong Kol miEoNG
GLYKPATNONG, 1 Beprokpacio TV Kavailldv YHéng K.AT.

[ToAAéc peréteg avagépovy OTL M €TAOYN NG TPAOTNG VANG Tailel onuovtikd poio kabmg
Bonba otov kabopiopd TV Tapapétpev unyavikng katepyosioc. Tétoleg mapapeTpor pumopel
va givar 1 Bepuokpocio Tov Papeitod, N wieon Eyyvong Kot o ypovicpdg Eyyvong [10]. Ot
TOPAUETPOL KATEPYOTTIOG, AV €V TOPLALOVY GTO VAIKO TPOG £YXLGT, 00NYOHV TEPUITEP® OE
ehattopoto 0nmg short shot, kadon kot cvppikvoon kArn. Ot mponyodueves Stobéoiueg
UEALTEG AVAPEPOLV OTL TO. EANTTMOUOTO EUEOVIGTNKOV OTO KAV e £YYLon AOY® TMV
TOPAUETPOV TTOV ¥pnoilporodnkay yio tn dadikacio yvtevong [11]. T mopaderypa, o
pikpn avénon g Beppokpaciog Eyyvong pmopel va TpokaAésel oAAAYES 0TO 1EDOES TOV
TNYUOTOG KOl TEAIKA VO TPOKOAEGEL ALY GTIV TOLOTNTA TOL TEAMKOV TTPOidVTOC. ATO TNV
GAAN, €@v 1 Beppoxpacio Yo&ng dev eivol KOTAAANAN, puropel va ennpedost T YOTELGT KO VO,
TPOKAAEGEL TO EAATTMUA TNG GVPPIKVMOOT|G.
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2.2.1. Baowkég TapapeTpol yio. Ty YOTEVGT HE £yyvon

1. Ogppokpacio Tiypatog (melt temperature): Eivow n Oeppokpacio otnv omoio ta
TOAVUEPT VAIKE THKOVTIOL MGTE VO PEEL OLLOAG TO DVAIKO KOl VO EYXEETOL GTO KOAOVTL.
H ™é&n tov vAkov yivetan péca oto Bapéit péow v nAekTpik®v Oeppaviipov. Tao
Beppoototyeio ypnoyomotovvToL Yoo Tov EAEYY0 NG cuvveyovs Bepupokpaciog T™ENGS
oto PBopéil. T va emtoyovOel 1 Astrtovpyio ™ENG, O AYOTEPES MEPIMTMGELS M
TPOOEPLOVOT TOV VAIKOD YIVETOL LE GTEYVMOTIPLAL.

2. Ogppokpacio kalovmov (mold temperature): H Oeppoxpacio tov kaAovmion
dlatnpeitan yapunAn oe cvykplon pe ™ Bepuoxpacio Tov Poperlov yia v aPnCEL TO
TAooTIKO va kKpuwaoet. Efvat amapaitnto va dtatnpnOei n katdAinin Oeppokpacio kot
va katoveun el opoldpopea HEGO 6To KAAOVTL Yol VO amo@evyBovv To. EAATTOUATO
Ommg cuppikvmon, otpéPrwon k.At. Eriong, n Beppoxpacio tov kadovmiov tpémet va
eléyyeTon Yoo T pLOUIGN TOV PLOLOL YHENS TOL TOAVEPOVS VAIKOV.

3. Iieon éyyvong (Injection pressure): H wicon mov epapudletar 610 KaAovmL Yo Vo,
mopopeivel kKAeloto péypt va eyyvbel to ypévo vAkd oto kadovmt. H micom €yyvong
elvar moOAD kpioyn yw v TANp®oN Tov KoAovmoV kot e€aptdton emiong amod
TOPAYOVTEG OGS TO LAIKO oL TPOKeELTol vo €yyLOel, 1 KATAGTAGT TOV TIYUATOG
(neydho N piKpod 1EMIEG), KOILOTNTES OV OeV TTPEMEL VoL TANPWOOHV Ge €va KOAOLTL
KA

4. Toydmnta £yyvong (Injection Speed): Eivar n taydtnta pe v omoio T0 THyuO
gYXEETAL OO TO OKPOPVSLO £YYVLONG GTNV KOWLOTNTA TOL KOAOVTIOV. To LAIKSO Tepva
TpOTO PEGA amd SiowAo (SPrue), otn cuvéyeln PES® Bepudv 1 YuxpoOV oymy®OV
dwavoprg (hot or cool runners) kot téhog pHEc® TG TOANG €1GO60V SLOYETEVETAL GTNV
Koot ta poppomoinong. Eniong, n taydtra £yyvong mailel onpaviikd poro yio v
amoevY KAaBe €ldovg eratTOUATIKNG Topaymyns. [evikd, n taydmmra £yyvong
dwtnpettar pétpia emeldn £xet v EAPTNGT TOGO OO TO YOPAKTNPIGTIKA TOV VAIKOV
000 Kot amd TIC TOPOUUETPOVS TNG HUNYavig yvtevons. H vymAdtepn todtnta £yyvong
umopet va yepiost pe mheovdlov LAKO TIG KOWMOTNTEG LOPPOTOINGNG, eV M apyNn
TaYVTNTO UTOPEl VO TPOKOAEGEL EAAMTY] TANPOOT) 6T KAAOVTTLL.

5. Tlieon ovykpatnong (Packing pressure): Awtnpeitot mepinov 6T0 NGV TNG THEONG
£€YYVONG MOTE VO TAYMGOVY Ol TOAEG 10000V TOL kalovmiov. Kavovikd, pvOuiletan
KOT® omd 5 Aentd Ko €E0PTATOL OO TIG YEWMUETPIKEG TPOOIAYPOAPES TOV KOAOLTTLOV,
omwg 10 péyebog g MOANG, TO UNKOG TOL Oywyol Olavoung, tov dlavio k.Am. O
610Y0Gg oV KabopiopoV avTg g Tieong cvyKpdtnong eivatl va dtuceaiictel 6Tl To
VMKO yepilel oTic KOWMOTNTEC Kol Ol TOAEG €lvol TAYOUEVEG Yo Vo amo@evyOel
OTOLOONTOTE EVEPYELDL AMOGVPGTG LAKOD AdY® TG avtioTpoens pong (backflow).

6. Xpovog ovykpatnong (Packing time): Eivar o ypdévog mov amorteiton omd TIG
UNYOVES YLOL TNV TANPOGCT TOL KOAOVTIOU HE MOUEVO DAIKO HEG® TNG Ttieomg £Yyvuong.
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[evikd, o€ pior LTOUATN UNYOVI YOTELGTG LE £YXLON, O SLUKOTTNG OPIOV 1) TOL GTLLOLTOL
KOTOOKELNG Ttieong divovial 6Tov KoyAlo £yyvong yio va mONcel TPog ta EUmPOg Kot
va gyx0oel T0 M®PEVO TANGTIKO € éva KAEOTO Kohoumt. O ypdvog GuyKPATNoNG
elEyyeTon amd €va ypovooloKOnTn Ko Paciletor 6€ yopaKTNPIOTIKG OTWS TO CYNILOL
Kol to péyefog Tov KaAovTov, 0 apBuds TV KOLOTHT®V TOL TPENEL V. TANP®OOVV,

TO VAIKO Ko 1) Tieom €yyvong K.AT.

7. Xpévog yoéng (Cooling time): O otdyog ¢ yoéng sivar va peuwoset ) Beppokpocio
TOV TOAVUEPOVS VAIKOL Tov BpiokeTon HEGH GTNV KOWAOTNTO LOPPOTOINoNG HEYPL T
otepeonoinon tov. O ypoOVOG TOV AMOLTEITOL Y0 TN GTEPEOTMOINGCT aVTY ovoudleTon
xPOVOG YOENG. AKOUN, OVTO TO EMTAEOV YPOVIKO OLACTNLO ETITPENEL GTO KAAOVTTLOL VOL
yivouv opkeTd Akoumto Yoo va avtééovv tn ddikacio eEdikevons. Xvvndwg,
YPNOWOTOLEITOL (ot VOPOYLKTN SITAEN EYKATEGTNUEVN WEGO GTO KOAOVTL Yo TO
okomd avtd. O ypdvog yoéng eaptdral kuplwg amd 10 LVAKO mov mpOKELTOL VoL
popeomomBei, 10 oxedlacpd kol TG TPOdlaypapic yvtevong K.Am.  Koavovikd

dwtnpeitan mepimov oto 40-60 % TOV GLVOALKOV YPOHVOL KUKAOVL.

2.3. IlpofMjpata Kot EAATTORATO YOTEVGG RE £YYVON

[Topd ™V KaAn TodTNTo TOV TPOIOVIMY TOL TPOKVITOVV OO TNV KATEPYAGIo YVTELONG LE
€yyvon, LEAPYovV TOAAG €101 EAATTOUATOV 7OV TOPATNPOVLVTOL OTO TERAYO. TToAAEG
TOPAUETPOL UTOPOVV VO GLVLTAPEOLY GV dnovpyia TpofAnudtoy, OTmg gival 1 Lopen
TOL TPOTOVTOC, M KOTOOKELY] TOL KOAOLTOV, Ot PLOUICE TG HNYOVAS OKOUN Kol TO
APNOUOTOLOVEVO VAKO. MePkd KOVA EAATTOULATO TTOV TOPOTNPOVVTOL GTO TEUAYLO Efvart TaL

egng:

1. Short-shot (EAMmig mijpoon): To short-shot eivor 10 @ouvopevo Tov MpTEAOVG
tepayiov mov mopdyeton PA._Zynua 2.6. T'evikd, €dv n KowOTTO TOL KOAOLTIOL Ogv
yepioel yuo omolovonmote Adyo ovoudletanr eAMm mAnpwon. Xvvnlwe, avt 1 EAdenym
VAKOD GUVAVTATOL LOKPLE 0O TO GNUELD TPOPOJOGING 1) GTO TOLYMUATO EKEIVO OOV TO
To(0G TOL AVTIKEWWEVOL givon TOAD Aemtd. H por| Tov vAkol oto koAovmio eival ovtn
oV TPOKAAEl TV TpokvTTovcH AT TANpwon. H pon tov vAkod elaptdton amd
TOPOUETPOVS TNG Oepyacioc, Ommg 1 Bepuokpacio THyUATOC, N TTiEon £yyvong, 0 POVog
€yyvong k.Am. Axoun, éxet avopepbel amd oyetikn Piproypapio 6t 0 pvOUOG pong oe
YounAn Bepuoxpacio ThENG Kot YOTELONG TPOKOAAEL TNV OVATTLEN TOV OEPAYOYDV Kot
odnyel og e TApwon [12]. To eldttopa avtd umopel eniong vo mapatnpndei og

KOAOVTLOL LE OTEVI/ WITAOKAPIGILEVT] TTOAT E1GOS0V.
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© O

Yynuo. 2.6: [Mepintwon eAmovg TAnpmong (short shot) oe teliko tepdyio

Mo v e€dhenym awtod Tov ElaTTOUATOC, 1| AENoM TG TTEoNG £YYLOMNG Kot TNG TAXDTNTOG
éyyoong Bo odnynoel oe mANpn mTANpwon. Akdun, or avénoelg g Beppoxpaciog tov

KOAOLTTLOU GUUPBAALOVV ETIONG GNUOVTIKG GTN HEl®ON TOV EAATTMUOTOG.

2. Sink marks (Enpadwe cvppikvoons/tpapryparoc/padovidpatog): To sink marks
eppaviCoviar ©g PabovAdpata 1 Kpathpeg OTOL TAYOEVOVIOL GTO TEMKO TPOIOV.
Evtonilovtal g kaAovmia pe peydlo mayog totydpatog PA. Zynua 2.7. Eivar anotéiecpa
SLVAHIK®V TAGE®V 01 0TOlEG TPOKAAOVV TNV GLPPIKVMGCT] GTO EGMOTEPIKO GTPMOLLATO TOV
TOAVUEPOVG. ATOTEAEL UL PUGIOAOYIKT 1O1OTNTO T®V TOAVUEP®Y OUMG 1 dpdon NG
omolag £Yel EMATAOCELS 0TV €EMTEPIKN EMPAVELD TOV TepOiov. ['evikd, dev amoteAovV
povo omtikd eAATTOMO, OAAG €TWOPOVV OPVNTIKA KOl OTNV UNXOVIKY] OVIOY] TOV
wpoiovtov €yyvoneg. Emerta, n petafardopevn micon yyvong, M HKPN GLGEIEN TOV
KOAOLTIOV KO 1] OVOUOLOHOPPIN TOV TAYOVS TWV TOYOUATWOV TOV TPOS LOPPOTOinom
QVTIKELEVOD TPOKAAOVY TNV ovARTLEN TOV GNUASIDV aVTOV 6T TEAKE Tpoidvta [13].
Etvor moAd onuovtikd vo Anedel vmoytv  cuppikveoon Tov ToOAVUEPOVS GTO GYEIOGILO
KOAOLTIOD EMEWDN GLVOEETOL e EAUTTOMOTO PoBOVAGUATOV, €WOKA OTO KOAOVTIO LE

TOYVTEPT YEOUETPIOL
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Zymua 2.7: [epintwon Babovropdtav (sink marks) ce Ao tepdyto

Mo mv e€dretyn 100 EAOTTOMOTOC TNG GLPpikvoong, eival amopaitnto vo peimbel n
Bepuokpacio karovmiod (mold temperature) ot va ovénbei ehaepd n migon ocvumicong
(packing pressure), o ypovog cvumicong (packing time) kot o ypovoc yoéng (cooling time).
Av106 Ba Bonbnoetl 610 va yivel mo emopkng Yo&n kot GKANPLVOT ToL ToAvpepovs. EmmAéov,
N avénon tov xpovov Yoéng kol 1 UEIMON TOV TAXOVG TOV TOYLTEP®V TUNUAT®V O
eEacpalicovv Tayvtepn YHén, o6mov Ba cvuPdiel ot peiwon g mBavoTTag EUPAVIOS
Baboviopdtov.

3. Weld lines (I'pappég 6vykOAANOoNG): AVOQEPETOL OTIS YPOUUUES TTOV Ep@avifovTol 6Ta

TEAMKA eE0pTAOTA AOY® TNG £VMOONS TOV MOUEVOL DAIKOV, TOL PEEL LEGH GTO KOAOVTLOL
a6 000 JPOPETIKA HEPT TOV KOAOLTOV, KATA TN Agttovpyio TNG ¥VTELONG PA. ZyNua
2.8. Xta meplocdtepa mpoiodvta, To YOUNAO onueio tENG etvan M KOpla outio yroo TNV
EUPAVIOT] OVTOV TOV YPOUUOV. AKOUN Kot 1) VYNAN TaydTNTe pONG Tieons £yyvong £xet
enmiong Gueco avtiktumo ot dnNUovpYia TETOIWV YPoUU®VY 6To Tpoidvta. EmmAiéov, avtd
TO €AATTONO TTOpATNPEITOL OTO KOAOLTIO TOV KaTookevdlovtol pe 600 N mEPLEGOTEPQ
SPOPETIKA VAIKE AOY® TG dtokOpavong Tov €0povg Beppokpaciog Hetald S0 LAMKOV.
Evod n dwdwosio Kataokevwng, onAadn n yotevon pe €yyvon, kabiotd amoapaitntn
dwmpnon g Beppokpacioc, SOPOPETIKA Kot T0. dVO UTOpPoVV vo. oTEPEOTOHOHV
UEPIKMG, YEYOVOS Tov Bo mpokaAEésel Tn obVOEoT UETOED TOVG. AVTO TO EANTTOUN
EMBEWVDOVEL TEPOLTEP® TNV AVTOYN TOL TTPoidvTog [14].
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/ NG

Zymua 2.8: [Mepintmon teAkoD mTpoidvTog Eyyvong Le ypauur ovykoAinong (weld line)

Mo va g&orerphel avtd to AdTTOUN, TPETEL TPMTO VO OVIILETOTIGTOVV Ol OTOLTHOELS TNG

Oepurokpoaciog tov vAkod. H avénuévn Bepuokpacio Tov vAkod Bonbd oty amotpomn g
LEPIKNG oTEPEOTOINONG TOV TEAMKOD TPoidvtog. EmmAéov, n ehappd adénon g ToydTTOC
&yyoong (flow rate )xon g migong éyyvong (injection pressure), umopei emiong va 0dnynoet

GTOV TTEPLOPIGUO TOV PLOUOV YOENG Kot 11{TEPA TPV TO VAIKO YEUIGEL TO KOAOVTL..

4. Warpage (Xtpéfrowon 1 mapopdpemon): Agopd v omOKAIoN NG HOPPNG €VOG
TPOIOVTOG £YYLONG OO TNV AVTICTOYN HOPPT] TOL GTOLYEDETOVV Ol YEWUETPIES NG
KOWOTNTOG KOt TOL VPNV Tov KaAovmov PA. Zyrua 2.9. O 6pog umopet va apopd gite
mv okéfpwon, gite v Kapyn evog mpoidvtog eite v petafoin tov peyébovg tmv

yovidv tov. Ot Adyot yua tn oTpéfAmon glvar 6Tt €va LEPOS TOL AVTIKELEVOL VEIoTATOL

eEoAkevon oOtav givor moAd (e0T0, 0 GYESIGUOC TOL CLOTHHOTOG €EMAKELONG Elvarn
KOKOG, OVETOPKNG Tieon N ypdvog Eyyvons, axoatdAiniotr pvBupoi porg kot 1 yHén oto
KaAovmL dev givar opotdpopen [15]. H otpéfrlmon mpokdntel omd v adikatoAdyn
avanTuéEn mieomng ot dladKacion Kol £YEl MG AMOTELECO KAPYN/GTPEYN OT Ye®UETPiaL
Tov TEMKOV Tpoidvtoc. H ypriyopn woén ota kadovmo yie v avénon tov pubuov
TOPOYOYIKOTNTAG TOV Unyavav, givar o PacikdTePOg TaPAYOVTaS GTO EAATTOMO TNG

oTpEPALmong.
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Zynua 2.9: [epintmon 1eMkoD Tpoidvtog Eyyvong pe eldttopa otpéfroong (warpage)

Mo v e&dhenyn avToL TOV EAATTOUATOG, TPEMEL O YPOVOS YOENG Vo, eivol apKeTd HeyOrog
Kol OopKETA 0pydc ®ote va amo@evyfel 1 Ompovpyio. TOPAUEVOLC®V TACEMV TOL
Kiewovoviar oto e&dptuoa. Emerta, eivor guvoikd €va KoOAOOTL UE OUOIOMOPPO TYOG
TOYMUATOG, £TGL MOTE TO TAAGTIKO Vo péet Tpog pia povo koatevbuvon. Kabog eniong kot n
EMAOYN TAOCTIKOV VAMK®OV Tov givar Alydtepo mibavd vo  cvppikvobodv Kot va
apopopeBodv. Ta NUIKPLGTAAAKA VAIKA eivat YeEVIKA O EMppen o€ oTPEPAL®ON.

5. Flow Marks / Lines (Xnpaow / I'pappéc Pong): To onuddiae M ot ypappés pong
ATOTELOVV KO KOTOOKEVOOTIKY OTEAELD TV TPOIOVTOV yyvuong kot sivor £voeién
avopolopopeiag Tov potifov pong oto karovmt PA. Lynua 2.10. Evtonilovtal cuvnbmg
OTIG TTEPLOYES YOPW OO TIG TOAEG €16000V 1/KOL TIG TEPLOYES UE pelmpévn dwotoun. Ot
SWIKLUAVOELS oTNV ToLTNTO YHENS TOL VAKOD givor 1 KOpa avaeepdpevn attio yuo to
onuéada ponc. I'evikd Ouwmc, otiec EUPAVIONG TOL CLYKEKPIUEVOL QOVOUEVOL Eival M
YounAn Bepuokpoacio Tov typatog (melt temperature), n younAn Oeppokpocio ™G
KOWOTNTOG KOl TOV TLUpHva Tov kodovmoV (mold temperature), m younAn mieon
ocvumieong (packing pressure) kot 1 younin toyvtnto pong (flow rate). Téhog, n atéieln
aLTH UTOPEl Vo ELPAVICTEL OTAV TO TOLYDOUOTO TOV HLOPPOTOMUEVOL OVTIKEILEVOL Elval
HETAPANTOV TAYOLG.
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Yynua 2.10:  Iepintmon tehkol mpoidvtog yvtevons pe erdttopa ypaupmv pong (flow lines)

Mo mv e&dretyn tov onuadov pong, Ba mpémel va avénbodv ot tayhTNnTeg £y)YLONG KoL M
nieon 610 PEATIOTO emMinedo, OGTE TO KOAOLTL va yepicel mApwg mpwv ovpPet n yo&n. H
UIKPN oAAaYY] 6TO GYEOOGHO, EWOIKE avTi VOVYPAUU®VY (TETPAYOV®V) YOVI®DV, TPOTEIVOVTL
0l oTPOYYLAES Ywvieg mov Ba BonBncovv epattépm 6N GLVOYN TG PONG TOL LAKOD HECH
o010 kaAoVml. Emiong, mpoteivetar 1 tomobétnon g mOANG €16000V Ge €va onueio otV
KOWAOTNTO TOV OVTIKEWEVOD GTNV TTEPITTOGT TOL OVTO £XEL AETTA TOLYDLOTA.

6. Flash / Spew (IlIpoéktapa): Eivor amotélespa ¢ Tepicoslog YUTEVUEVOD TOAVUEPOVG
TAYHOTOG €VTOC TG KOIMOTNTOG LOPPOTOINGTG TOV KOAOLTTIOV 1) omoia viepPaivel Ta Opia
nmov kabopilet n yeouetpia g kootrag [16]. Zvvavidtor cvyvd pe Tt pHOpOT
wpoeLoyng N Aemtod YelAovg TPOCKOAANUEVO TEPLPEPELOKE TOV LOPPOTONUEVOD
AVTIKEILEVOV KOl GUYKEKPIUEVO GTO oNpeio. OTTOL TO KvnTd Kot T0 6Tafepd PEPOG TOV
KaAoLTov g@dmtovton PA. Lynua 2.11. Ta aitia Tov propohv vo T0 TPOKOAEGOVV Elvar 1
vynin tayvmra pong (flow rate) kot n vymAn wieon cvumicong (packing pressure) wov
odnyel og vepPorikn cvumieon Tov Tolvpepovg Tyuatog (overpacking). Onwg emiong,
N younAn ddvaun ovoeiEng tov kolovmov (clamping force), to yauniod 1Emdeg tov
YPNOUOTOLOVUEVOL TOAVUEPOVS VAIKOV KOl TO OKOTAAANAO cUGTNUO £E0EPIGUOD TOV
Kalovmo¥ (venting) pmopodv vo cuuBaAovy 6TNY ELEAVIOT TPOEKTAGLLOTOG.
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Syqua 2,11 Tlepinmtmon tedkod mpoidvtog £yyvong e npoéktacua (Flash)

Mo mv e&dhenym TOV ELOTTOUATOV TPOEKTAGHATOS, O Tpémel va pubuotel | Bepuokpacio
oV KoAovmoy kot M mieon €yyvone. ‘Emerta mpénel va avénbel n migon ocvoeiEng v va
OoQOMGTEL OTL TAL LEPT) TOL KOAOVTLOD TOPAUEVOVY KAEIGTA KOTA TN SLAPKELL TNG £YYVOTG.
Amapaitro elvar kot n eEacdiion KatdAAnAov cvotiuotog eEaepiopov. Télog, mpémetl va
BeParwbel kaveig 60TL T0 KaAoOTL cuvinpeitan Ko kKabapiletar cwotd (1 aviikadiototon 6tav
€xel ETACEL 6TO TEAOG TNG WOEMUNG O1dpKelag Long TOv).

7. Burn mark (Enpadre kavong): Ta onuadio kadong ivat amoypopotiopoi, cuvidmg o
YPOUO OKOVPLEG 1 OE LOOPO YPDOUW, TOV ERPAvIlOVTaL GTNV £EMTEPIKN EMLPAVELD TOV
wpoitovtowv pe €yyvon PA. Lypua 2.12. H ovykekpyévn atélela dev emnpedlet tnv
OKEPULOTNTOL TOV TPOIOVTOG, €KTOG €hv M kavon elvar oe Pabud orioiwong M
vroPdOpiong. Ta onuddie avtd Tpokarovvtal gite and TV VLOPEOUICT TOV TAAGTIKOV
VA0V AOY® vrepPoAtkng Béppavong gite amd vepfolikd ypryopeg TaxhTNTEG £Y)YLONC.
Mmnopel emiong va mpokAnBovv amd v vIEPOBEPULOVOT TOV TAYIOELUEVOL OEPO. GTNHV
KOWAOTNTO LOPPOTOINGTG, O 0TO10¢ AOY® TNG LVYNANG TEONG, XOPACGEL TV EXLPAVELL TOV
KOAOLTTOUEVOL TUNLLATOG.
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Zyqua 2.12:  Tlepintmon tedkod mpoidvtog £yyvong pe onuadio kavong (Burn mark)

Mo mv g&dhenyn tov ghattopudtov kovong, Oa mpémel apyikd vo pewwbei n toyvTTO
éyyvong (flow rate) kot n wieon éyyvong (injection pressure). ‘Enetta, vo Beltictorombei n
eEaEPMOT KOl OTAEPWOOT) TOL 0EPIOV, e OKOTO TNV e&AAeym TV EYKA®PBIGUEVOV LGOSV
aépog (air-traps). Télog, Oa mpémet va petwbovv ot Oeppokpacisg typatog (melt temperature)
kot kaAovmov (mold temperature), ®ote vo amo@evyBel 1 vVIEPOEPLOVOT TOV THYUOTOC Kot

TOV TVYOV TAYOEVUEVOL OEPOL.

8. Surface Delamination (Xtpopatiki) Arokériinen): H empaveioakn amokOAANon givat
L0 KATAGTOOT KOTd TV omoio epeaviovTol AETTO ETPOVELNKH CTPOUATO GTO EAPTNLLOL
AOy® pumoavtikoh VAKOD. AVTé To GTPOUATO EOIVOVTIOL GOV ETIKOADYELS LAKOD Kol
ocuovfwc pmopobv  va  amokoAAnBovv omd v vmoéAowrn empavewn  (dniodn
«EexoAnpévar) PA. Zynuo 2.13. Anotedel aitepa cofapd erdTTOUA Y100 TO AOYO OTL
vroPabuilet dpapatikd T unyavikn avtoyn tov tpoidvtov. H mo kown artia epedviong
NG AmoKOAANGNG elval 1 LOAVVOT TOV GEAPIOI®Y TOV TOAVUEPOVG THYLOATOG LE KOTOL0
EEvo VA6 ov cvvnBiletan va amokaAgital poAvopaTikdg Tapdyovtog (contaminant). Ta
EEva LMK TOV KOTOATYOUV 6TO AMmpéVo Tolvpepés dtaympilovtor amd 1o TEMKO Tpoidv
EMEWN 0 POMOG Kol TO TOALUEPEC Ogv pmopovv va ovvdebobv. To yeyovdg OtL dev
pUmopovv va cuvdeBovv emnpedlel Oyt LOVO TNV EUEAVIGT TOV TTPOTOVTOG, CAAL KoL TNV

avtoyn tov. O pumog Opo ®G TOMKO GOPAOAUO TAYIOEVUEVO WHEGO GTO TAOGTIKO.

H

vrepPoiikn e£aptnom and Tovg TAPAyoVTES AMEAELOEP®ONG LAKOD, TOV KOAOTTOULV TOGO
™V KOWOTNTO. 0G0 KOl TOV TUPNVA TOV KOAOVLTIOV, UTOpel €miong vo. TPOKOAEGEL
amokOAAnon. Emiong, m vrepfolikr| vypacioa mov evdeyopévmg emkpatel evtog g
KOWLOTNTAG HOPPOTOINGNG, AOY® OKATAAANANG TpobEépuavong mptv and v Evapén Tov

KOKALOL £€yyvong, Umopet emiong Vo TPOKOAEGEL ATOKOAANGT).
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Iynua 2.13:  Tepintmon tehMkol Tpoidvtog £yyvong pe eldttopo amokdAAnong (delamination)

Mo mv g&dhenyn tov glattopdtov amokoAinong Ba mpémel apykd va €yl yivel oo
aQLYPOVOT] TOAVUEPODS VAIKOV Kol TPOBEPUHOVOT] TOV  KOAOLTIOV, HE OKOTMO Vva
AVTILETOMGTEL 1] VYNAT VYPOUGIO OTO ECMTEPIKO TNG KOWOTNTOG. XTIV GLVEXELD, VO Yivel
avénon g Oepuokpaciog Tov Kolovmov (mold temperature) kot tng Oeppokpaciog tov
Tynatog (melt temperature). ‘Emetta, sivar onpavtikd va yiver Aglovorn tov yovVidv Kol TV
ALYUNPADOV OKUOV TOL TPOG LOPPOTOINGT| AVTIKELLEVOD Y10 VO 0moPeV)Bo0V Eapvikég aAAayEg
o1 pomn tov typatos. Téhog, va yivel eoticon 6TovV UNYavicpd ££OAKELONG GTO GYESL0 TOV
KaAOLTTIOU Yo vo petmBel | va eokelpOel n eEptnon and ToVg TaPAYOVTEG AmEAELOEPOONC
KOAOLTTLOV.

9. Voids (Keva): To keva sivar 00laxeg aépo mov maydedovtor péoa 1 KOvid otnv
EMPAVELD. €VOG OVTIKEMEVOL YLTELUEVOL HE €yyvon PA. Zynua 2.14. Ta keva
TPOKOAOVVTOL GUYVE OO OVOLLOLOLOPPT GTEPEOTOINGT UETAED TNG EMPAVELNS KOl TOV
ECMOTEPIKMOV TUNUATOV TOL OVTIKEWWEVOL. AvTOd pmopel vo emdsvwbel 6tav m mieon
ovumieong (packing pressure) givat avemTopKng Yo VoL GUUTIEGTEL TO TYIO GTO KOAOVTL
Kot vo omoPAn0el o aépac mov evoeXoUEVOC PpiokeTal TOYIOELUEVOG OTNV KOIAOTNTAL.
Mmnopovv emiong vo dnpiovpyndovv kevd dtav 10 Kivntd kot to otafepd PEPOVS TOV
KOAOLTTIOV O€V €ival GOOTA EVOVYPUUUICUEVAL.
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Yynuo 2.14:  Tlepintwon TEMKGV Tpoiovimv Eyyvong pe ehdttopa kevov (Voids)

Mo mv eEdretyn tov ghattopdtov kevav Bo mpénet apykd vo tomobetmBel n mOAN o610
TOYVTEPO UEPOG TOL KOAAOLTOV, PE GTOYO TNV EMOPKI] CUUTIEGN TOLV TOALUEPOVS TIYUATOG
OTIG TEPLOYES AVTEG TPOTOL YLYOOVV T AETTOTEPA TOLYDLOTO TOV OVTIKELEVOL Kol ppaEovy
0l TOAEG €16000V e oTEPEOTOMUEVO TOAVUEPES. Y otepa, vo avénbel n migon pe v omoia
gyyéeTol T0 LMKO 010 KaAOVTL, (ote vo apapefodv ot BOAokeg aépa (air-traps) kot vo
amo@evyfovv ta kKevd (Voids). Me Tic mAaoTIKEG pNTiveS Yo umAdTEPOL 1EMOOVS givatl AydTepo

mOovod va TPokANBoOV euoaiidec afpa OV OMUOLPYOVV EANTTOUOTO GTNV YVTELGN

ue

éyyvon eopyns. ‘Emetta, ivor onuavtikd vo yiver avénon g mieong cvumieong kabmg Kot
oV YPOVOL cuumieoTg, MOTE Vo emTpanel peyalvtepn cvumieon tov moivpepove. Télog, Ba

npénetl vo PeParmbel kavelg 6Tt o pépn Tov KaAovmol eivar TéAELR EVOVYPAUGUEVAL.

10. Jetting (®awvopevo «Extécevongy 11 @arvopevo Ilidaxka): H extdEgvon avapépeton
G€ U0 KOTAGTOON OOV TO AM®MUEVO TAAGTIKO OTOTLYYAVEL VO KOAAGEL GTNV EMUPAVELQ
TOV KOAOLTIOH AGY® ™G VYNNG tayvtag &yyvong (flow rate) kdrtt mov odnyel oty
avantuén topPmdovg pong (turbulent flow). Ovtag pevotd, 10 MOUEVO TOALUEPES
OTEPEOMOIEITOL GE Uld KOTAGTAOT OTOL EUPOVILOVTOL KUUATIGTEG TTUXEG TOV PEVUOTOC
EKTOEEVONG OTNV EMPAVELD TOL LOPPOTOMUEVOL OVTIKEWEVOL pe Eyyvon. H extdevon
ovpPaivel kopiog 6tav 1 Beppokpacio thypatog (melt temperature) sivar ToAd younin
Kol T0 1EMOEC TOL TNYUEVOL TAOCTIKOL YiveTow TOAD LYNAO, av&dvovtog €16l TNV
avticTOon 6TV pon ToL PEGA 6T0 KaAoVUTL. ‘OTav T0 TOALUEPES EPYETOL OE EMOEN LE TO
TOLYOUOTO TOV KAAOLTTIOV, YOYETAL VPN YOpa Kol avEdveTol To 1EMOEG. To vAKo mov péet
iocw omd ovTO TO TOYVPPEVCTO TOAVUEPEG MOEL TEPUUTEP® TO TOYVPPEVGTO TOAVUEPES
aENVOVTOG onuadl omodceons, U TOYVPEVCTN «CEPTOVTIVOY, GTNV ETLPAVED TOL

TEAKOV TTPOTOVTOG PA. Lynua 2.15 (mhvw).
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yqua 2.15:  Tlepintmon tedkod mpoidvtog £yyvong pe erdttopo extdéevong (Jetting)(mavo),
oKapipnua TG avATTLENG TOV PAIVOUEVOL EKTOEEVLONG Kot ETELTO TNG EEAAEYTG TOV
(Kétw)

Mo v e&dretyn tov ghattopotog midako Oo mpémer va yiver adénon tov Beppoxkpaciodv
myunoatog (melt tempetature) kou koiovmov (mold temperature). Emiong, vo avénbei to
uéyebog g mOANG €10l wote M TovTTa £yyvong (flow rate) va yiver mo apyn. ‘Enerta va
vivel BeATioTomoinon tov oxed1GOUOD NG THANG IGO0V, Yo VO EEACPOUAGTEL EMAPKT ETOON
UETOED TOL TOAVUEPOVS KO TOV KOAOLTTIOV.

YuvonTikd, Tto cvumepdopata mov e&dyOnkav omd TO EAATTOUOTO OV  OVOPEPOVTOL
napondve, mopovotdlovtal otov Hivakac 1 mov akoAovBel. Exel mapovoidletor o tpdmog
UETOPOANG TOV TOPOUETP®OV EYYLONG HE OKOTO TNV peimomn 1 kot e€dAeyn TOV EKAGTOTE
ATELELDV EYYVOTG.

22
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



Mel&Tn KaTepyaoiag YUTEVONG UE £YXLOT) TTOAVHEPOVS Y1 KAALUA §0xelov oLOKELATIAG TPOPILWVY UE XPTOT) TTPOTOLOIWONS

ITivakag 1: Tpomog petafoing mopapéTpov yio v eEGAEYT TOV EAATTOUATOV GTNV YOTELON LE
gyxoon

ElottOpota

"Eyyvong Melt Packing  Injection Packing = Cooling = Injection Clamping E&aépwon
(material) temperature = Pressure  Pressure = Time Time Speed force VAIKOD
temperature (flow

rate)

Short-shot Avénon Avénon Avénon | AbdEnon Avénon

Sink-marks Meimon Avénon Avénon  Avénon

Weld-lines Avénon Avénon | AbdEnon

Warpage Avénon

Flow-marks Avénon | AbdEnon Avénon

Flash Meimon Meiowon  Abdénon  Bektioon

Burn-marks Meiwon Meiwon Meiwon Meioon = Bektioon

Delamination | Abénon Abvénon

Voids AbvEnon | Avénon | Avénon

Jetting Abvénon AvEnon Mzeioon

2.4. Merétn TS (UTEVONG NE £YYVOTN RECH TPOGONOIMGNG

Onwg sivar yvwotd oty KoTEPYOsio TApAy®mYNG YVTELCT UE £YXLON OTOLTEITON KATAAANAOG
oYEOGUOC KOAOLTTIOD Yo éva VEo mPoidv. Avtd mailel onuoviikd poro oty emitevén
VYNNG TOOTNTOGC €VOG TPOTOVTOG HE KOUWN EUOAVION Kot KOAEG UNYOVIKEG 1O1OTNTEG.
[Tpokewévovr va emtevyBel o PEATIOTOG OYEOOGUOG YO TO €KAGTOTE  OVTIKEILEVO
epapuolovior TeEYVIKEG OM®MG OVTN NG OOKIUNG Kot GEAANNTOS. AVLTEG Ol TEYVIKEG
y¥pNoonovvtal Yoo tn PeAtictomoinon twv cuvOnkov enefepyaciog pE oKOmO TNV
yopunAdtepn oTpéPAwon, GVPPIKVMOT), VTOAEITOUEVT TAOT], AYOTEPEG OVIGOPPOTIES, TOYIOES
aépa, YPOUUEG GUYKOAANONG K.AT. Q0TOC0, aVTEG O doKLUEG GLVHBWE AVEAVOLY TO TEMKO
KO0TOG Ko givan ypovoPopec. Avtd Bo odnynoel 6 am®AE TNG OVTOYOVIGTIKOTNTOS GE
paxpompdheoun Paocn.

Evtuymg, ta mpofAquota yotevong pe £yyvon pmopodv va mpoPrepbovv kot va emtAvBovv
npwv omd v Evapén g mapayoyne [17]. Axdéun kot Katd T0 6TAS0 TOL GYESIAGUOD TOL
KaAovmiov pe v Ponded TV Aoyicpuk®v mpocopoimong yvtevong pe Eyyvon 1N IMS
(Injection Molding Simulation) 6nwg sivar to. Autodesk Moldflow®, Moldex3D® «ou C-
MOLD™, To IMS mailet onpoavtikdé poro 61ov KoHopopd TV KatdAAniov oyediov tov
kolovmwv. Extog avtov, to IMS PBonbd emiong otov mpocdiopiopd tov PérTioTmV
TOPOUETPOV KATEPYUGIOGS.

Ot TPOGOUOIDOEL TOV  EKTEAOVVIOL O TETOWL AOYIOUIKA  TAPOLGLALOVV  OPIGUEVEG
amAOTOMGELS, Owg (1) 1 vVdBeon 6Tl TO YU TOAVUEPOVG PEEl HECH TOPAAANA®Y TAOK®DV
Yopic akpés, (2) dev vdpyel ammAela Oepudtntog 1 avtictacn otn por kot (3) n vedBeon
PONG THYLOTOG TOAVUEPOVG HEGH OYMYDV OLOVOUNG HE CUUUETPIKES GLVONKES KOTA UNKOG.
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Avtég o1 mopadoyss dev aAAAlovV TO ATOTEAECUATO KOU £TCL, Ol YPNOTEG UTOPOVV Vo
TPOCOLOIDGOLV TO HOTIO pong, To YPOVO TANP®ONG, TIG YPOUUEG CLUYKOAANONG, TO KAAGLLO
TOYOUEVOL GTPAOUOTOS, TIC OEPOTAYIOES, TN CLPPIKVMOGCT, TIS SLOOIKOGIEC GCLOKELOGING Ko
YO&NG 1e PIKPO GOAALLAL.

Qot600, a&ilel vo avapepbel Tl 01 EPAPUOYES TV TAACTIKOV £xovv enektadel TOAD mépa
and to Kadnuepwva tpoiovia. Kopaivovtor and mpocwmikn @povtida, €101 OKloKNg xpnone,
OLOKELOGIEG TPOPIL®Y Kol TOT®V, Toryvidwn, obANTIKO eEomAlopud €mg Kol MAEKTPIKA
eCaptnuato Kot wovel. Me dAla Adywn, To TAOCTIKA €lval movtoyod TopoOVIO OTNV
KaOnuepwvn {on kot mailovv (wtikd polo otn Propnyovio KOTOVOAOTIKOV TPOIOVIMV.
YVVENMMG, 01 KOTACKEVAGTES KATAVAAMTIK®OV TPOIOVTOV TPENEL va eEacPaAicovy TV emttuyio
TOVG OVTOTOKPIVOLEVOL YPYOPO GE GUVEXELG TPOKANGELS OTTMGC:

» H petagopd Beppomtog kot 1 ocvpPoatdmra vAkov givar kpicipuo {ntipato yo
TPOIOVTO. YVTELGNG TOAAATADV GLOTATIKOV VLMKOV, Onwc Evpdora 1 AaPég
000VTOPoVPTGOC, AOY® TV SAPOPDV OTIG BEPLIKES 1O1OTNTEG TOV DAIK®DV.

» H otofepdmra Tov S106TAcEMY, GUUTEPIAAUPOVOIEVOL TOV EAEYXOV OTPEPAOGEDV
elvar  TpOKANGN SPOP®V VEWV EPAPLOYADV Y10 KATOVOAMTIKA TTpoidvta, OTmS 1
TPOCMOTIKT 000VTIATPIKTY PPOVTIOAL.

» To ) polikn mopayoyn Tpoidvimv 0TS 1 GLOKELOGIN TPOCOTIKNG LYEWNS. Kabmg
ot gtaipeieg TPoomabovV Vo, GLVTOUEDGOVY TOV YPOVO TOV KOKAOL €yyuomg, LIAPYEL
Kivdvvog va TpokAnbel o awvouevo g otpéPrmong (Warpage) omd v avemopkn
yodn.

»  Ext0g amd ) otafepdtnta TV S0GTAGEMV, TO KOGTOG EVEPYELNS KOl VMK®V, Tailovv
emiong Kpioo poA0 6T ANYN amoPAcE®Y Y10, TO TPOTOV.

» Toyviow onoc ta mpoiovta «LEGO» omaitodv €reyyo S00TACEDV VLYNANG
akpifelag, yeyovog mov TEPWTAEKEL TOV GYESGUO TOL KOAOLMOV Kol KoO1oTA
OVGKOAN TNV aVATTTLEN TPOTOVT®V OTOKAEICTIKA LE BAcOT TV EUmELpioL.

» H pnyovikny avtoyn Kot 1 avOeKTIKOTNTA TOV TPOTOVTOG OV EMIGNC AMOLTEITOL O UidL
TETOL0 TTOPAY Y.
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3. HPOXOMOIQXH AIAAIKAXIAY ME XPHXH IIEITEPAXMENQN
XTOIXEIQN

3.1. BAZIGOS S.A - Igprypaon IIpoidvrog

2V mapodce LETOMTVYLOKY] EPYACio TO TPOIOV OV HeAeTdTol glval éva TAAGTIKO KUKAKO
Kamdkl 6nwg eaivetol oto ynquo 3.1, ¢ katackevaoTikng etotpeiag «Bazigos S.A». H
etopeio amotehel (o oOYxpovr OAOKANpOUEVN HOVAOX Topay®YNG HE €vpd QAcua
UNYOVNUAT®V YOTELONG HE £YYLON, KOOMDG E0IKEVETAL GE KOAOVTIO £YYVLONG, TPOOIEVTIKES
UNTPES KOMNG Kol OpOpe®MONG Kot otV HolK Topay®yn UETOAMK®OV Kol TAOCTIKOV
eCapmuatov vyning akpifelag. To mpoidv mov efetdleton mapdyetor polikd pEc® NG
teyvoloylag yvTELONG HE £YXVON OTIG €yKataoTdoelg G etarpioc. To molvpepés dopkd
VAKO Tov ypnopomoteiton givar to moivmponviévio (PP) J-590K tng etarpiag Borealis. Ev
vévn, mpounBevetan o€ deBvig yolakTokopkn eTatpeia yio TNV TEMKT Tov alomoinon Kabmg
amoteLel KOTOVOAOTIKO 0yafo.

Zymua 3.1 To e&etalouevo kamakt dStopétpov 97.6mm kon fépovg 4.2gr. Amotedel gvyevikn
yopnyia tng etoupeiog «Bazigos S.A.»

AOY® TG GLUUETPIKNG KUKAIKNG TOV YEMUETPIOG TO OVTIKEIPEVO anTO dev gppavilel kdmolo
onuavtikd elottopota. I[lépav g mopovciag aepomayidwv ot omoiec oty wPa&n
eEareipovtarl xapig ota cvotuatoe e€aepiopov, dev eaivetar vo evtomiletan kdmoo GAAN
Kowotunn atéheln, Onm¢ yioo Tapdderyua ypappués ovykoAinong (weld lines), BabovAduata
(sink marks), ypapuég poric (flow lines) kAm. Avtd amodeikvoeTol 0KOAN HETH amd TO TEPOG
EMOVOAAUBAVOLEV®OV TPOCOUOIDCEDY KOKAWMV £YYLONG.
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3.2. To Aoyopké Moldex3D

Yy emoyn poag, M unyavikn pe tn Ponbeia vmoroyoty (CAE-Computer Aided
Engineering) £yet ypnowonombel pe enttuyio 6TV TPOCOUOIMON TG KATEPYUGING YOTEVOTG
pe  €yyvomn, kaBmG TOPEYEL OTOVG  OYESIOCTEG/UNYOVIKOVS OMTIKN KOl oplOUNTIKN
aVOTPOPOJOTNON 1TNG GLUTEPLPOPAS TOL e&apTNUATOG Kol EEAAEIPEL TNV TOPASOGLOKY|
TPOGEYYIoN OOKIUNG Kol G@AApatog Yoo Pektiotomoinon. H ocwot epunveia tov
AMOTELECUAT®V OO TNV TPOGooimor umopet va fonbnocel oty €mAoynq 10V KatdAANAoL
VAKOV, otV UHelwoM Tov Y¥pOvov KOKAOL £yYLOMG Kol TOV KOGTOLG Yol TNV OAAOYN
Kolovmtov[18].

[Tavta oamotelovoe pior TPOKANGT Vo EMTELYOOVV TOCOTIKEG TOPUAAAYEG GYETIKA UE TNV
eneEepyocio eEmTEPIKAOV Tapaydviov Onwg to Tpodik Beprokpacioc, wieong kol pong Katd
™ YOTELON UE £yYLOoN OKOUN KOl UE TOVG Mo TPOoNyUEVovg aicOntipec. Tlpokepévon va
MeBodv o1 mocotikég aAlayés Tov eEmTepik®V mapayovtev enefepyaciog pEco oTnv
KOWAOTNTO TOL KOAOLTOV Katd TN Stadikacio yhtevong pe £yyvon, ot uéBodotl Tpocopoinong
TEMEPAGUEVOV GTOYKElOV TTOL €lval cLvenelc pe TIC TpaypoTikég cuvOnkeg emeEepyociog
Tpaypatotominkoy He xpNoN TOL EUTOPIKOV AOYIGHIKOV OvAALGNS PONS KAAOLTLOU
«Moldex3D» [19], [20].

To Moyopkd «Moldex3D» amotehel pio EUmOPIKN TAATPOPLLO, TTOV XPTCILOTOLEITOL EVPEMG
OTOV Blopunyovikd, EpELVNTIKO aKOUN Kot EKTAOELTIKO KAAd0. ['evikd, ypnotipevetl yo v
perétn og Pabog, v oyediaom Kol TV TPOCOUOIMGT TNG KOTEPYUGINS TOV TEAMKOD TPOTOVTOG
£€yyvons. Xe avto, LTopovV vo evoBoLv Ta GYEN TOL TPOTOVTOS Kot TNG AVTIGTOYMS UNTPOG
popeomoinone. ‘Enetta, emtpénet v mopapeTponoincn 1060 NG KOTAGKEVAGTIKNG 0G0 Kot
™G VLWOAOYIOTIKNG Owdikaciag. Me dAlo Adywr mpoOKertar Yoo €vo  LTOVOHO KOl
orokAnpopévo cvotnuo CAE mov elvon €101Kd 6Yed10GHEVO MGTE VO KOADTITEL TIC OVOYKEG
TPOGOUOI®MONG NG KOTEPYUSING YVTELONG UE £YYLON, KAVOVTOG YPNON TNV TEXVOAOYiN
avalvong tov nenepacuévav otoryeiov (FEA- Finite Elements Analysis) [21].

Ev yévm, eivor apketd onuovtikd kol amopoitnto vo yivetar avaivon g dwdkaciog
YOTEVONG HE £YYLON UEG® TPOCOHOIMoNS. Mepikd amd T TAEOVEKTULATO TOV TPOGPEPEL 1
Tpocopoimon elvar ta €ENG:

Eloyiotomoinomn tov aptBpod twv dokiumv epyaieimv

Meiwon tov xpdvov mpo ayopag

Meiwomn tov ¥pdvov KOKAOL £yYVoNG Kot TOV TOGOGTOV GKPOT

Eéowovounon tov domavodv MAEKTPIKNG  evEPYELNS, YPOVOL Kol  ovOpdTIVou
duvapukol Katd tn d1dpKeLo SOKIUMV

[Mapdtaon g diapketog (NG TG WATPOG

e Anuovpyic. OVIOY®OVICTIKOD TAEOVEKTNUATOS, HE HEWWUEVO KOOTOG, ovEnuévo
nepiOPLo KEPAOLG Kot VYNAOTEPEG TWANCELG
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‘Eto, yiveton avtinmtd Ot 1 perémn tov mpoidvimv £yyuong elval mo OTOTEAEGUATIKO VO
yiveton pécm g S1a01KaGioG TPOGOUOimoNg Tapa Le TNV Tapadoctokn HEB0S0 «dOKIUNG Kot
GOAALATOGY.

To Moldex3D Studio emitpémel oTov ¥pnoTN VO TPOETOYLAGEL TO LOVTELOD, VO ONULOVPYNCEL
TAEYUa, Vo puOuicel TNV Tpocopoimon, va ekTeAécel avilvor, vo TpoPfdAiel Kot vo peTd-
eneéepyootel Ta anoteAéopata og pio eviaio mAateopuo. Me v exkivnorn tov Molde3D, n
dteman tov Ba gppaviotel Onmg paiveton Tapakdtw. O xdpog epyasiog Ppioketal 6To XAV
pépog tov mapafvpov, eppavitovtag Tig Pacikég Aettovpyiec oto Tpéyov Prina. Ilepiocodtepeg
Kaptéreg Oa eppaviotodv petd T dnuovpyia véog epyaciog (project). AxorovOdviog tnv
Aopida pevod Kol TG SPOPETIKEG KAPTELES amd aploTePd mPog To de&td, ot 0dnyol Kot Ta
gpyodreion KaBodnyohv TOVC YPNOTEC YO OAOKANPOUEVEG EPYOCIEG HOVIEAOTOINONG. XTNV
cuvéyel, Bo mopovclucTovV TO YEVIKA Prpata omwg @oiveror oto Xynquo 3.2 mov
aKoAovOMONKaY Yo TNV HEAETN KOl OVOAVOT] GUYKEKPIUEVNG YEOUETPIOG TPOTOVTOG EYYVOTG
o1o Aoywopikd Moldex3D.

B VIODEL IMPORT
& PREPARATION
PROCESS

SETTING

SETUP

Moldex3D Studio

RESULT &
REPORT SIMULATION

Yynuo 3.2 I'evikd Pripoato Tpocopoiwong oto Moldex3D

OvopoaoTtikd avtd givar ta eENg:
®  E100YMYN KOl TPOETOLLOGIO LOVTEAOL
TAEY AL KoL EAEYYOG
pOOuIon drdikaciog
pYOoN avdAivong
EKTELECT TPOGOUOIONG
QTOTEALEGLLOL KOIL OLVOLPOPEL
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3.3. Ipo- enelepyaocia

v evotta autn, elodyeton 10 3D ox€dio Tov Kamakiov, onpovpyeitor to 3D mAéyua tov,
EMEITOL ELGAYETOL TO CUOTNUO OVOUNG, WOENG KOl 1 KOAOLTIEPO OV OTOLTEITOL Yo THV
TPOCOUOIWOT).

3.3.1. Ewcoyoyn Kol TPoETON0.Gi0 LOVTELOL

Hekvaovtog pe to Moldex3D Studio, onpiovpyeitor apykd véa eKTEAEGT KAVOVTAG KAK GTO
«New Run» o10 endveo pépog tov mapabvpov. Kabopiletar to dvopa tov épyov kot 1 0éon
tov apyeiov PA. Zynua 3.3. X cvvéyela, eppavifovior mepocoTepes SLOBECIIESG AgtToVPYieg
oV Koptélo «Home» kot meplocotepes KapTEAES TOV 0KOAOVOOHV GTNV KOPLPN UETA TN
onuovpyia véag ekTéELEONC.

Moldex3D Studio

Specify File Location
w b
Ne

Open Name: |MDXProject

Location: |D:\WDX_WorkingFolder

'E E A e OK | Cancel
<y
Moldex3D &

) Command = Project New > Bl . BA-BEBro i@,

Yynuo 3.3: Anovpyia véov Project oto Moldex3D

And xoptéra «Home»

Ao v kaptého «Home» Ba mpénel mpdta va emieyel oto Module va avaivBei To poviédo
Yo oK dtadkacio yutevong pe Eyyvon (IM) 1 dAAn e dwdwacio yvtevong (Add-
ons). 'Emeto, péow tov «Import Geometryy», yivetoaw 1 €loaymyn TG TPLOOAGTOTNG
YEOUETPIOG AVTIKEWEVOV GE popen .Stl.

3.3.2. MAéypa kar Ereyyog

And xaptéha «Model»

Metd v eoaywyn g yeouetpiag, to Studio Bo aAra&er amd v Kaptéha «Home» otnv
kaptéra «Model», dote o1 ypnoteg va akolovOncovy T celpd oty kaptélo «Model» kot
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«Meshy yio va mpogtolpootel £va véo povtélo mAéypotos. Méow tov «Auto Heal» to Studio
Ba ekteléoel avtoOpT S1OPOON YEWUETPIAG Yiow KOADTEPT TOOTNTA DGTE Vo EEKIVNGEL N
dnovpyia TAéypatoc. Akorovbei o kabopiopdc Tov «Attribute» oe «party kKot n extloyn Tov
€ldovg g TOANG €16000v «Pin Gate» e ta €E\g YOPUKTNPIOTIKA OTMG PaiveTol 6T0 Lyrua
3.4. Xmv cvvéyewn yivetar M glcoyoyn Kot o éleyyxog tov «by default» kolovmiod ko
oLOTHHOTOG YHENG Héom TtV enthoymv tov «Moldbase» kat tov «Cooling system» BA. Lynqua
3.5, Zynua 3.6.

Attribute Wizard

4 Attribute
Attribute:
Hot Runner Gate

Gate:
Pin Gate

4 Parameters
Main Cross-section
D: (m2000 5 [méo0 [

L oo B

Gate Face Area
]7

p Other Parameters

No 6568

Syfua 3.4 Koabopiopog moing ei.66dov
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m Moldbase Wizard % @

®© @

Size Settings

Absolute | Relative |

~ Parting Direction

Using Z Axis -

- Size

wwms o

[v Use the original view window

Yyqua 3.5: Ewayoyn tov kakovmiol péow tov «Moldbase Wizard»

.“ Cooling Channel Layout Wizard

Basic Settings

GroupID: 1
~—Channel Direction

C X-Axds @ Y-Adis (" Z-Ax

— Channel Parameters

b [8.000 jl N:[4 ::-I
C |24.000 ﬂ H |16.000 ﬂ
Default Templates... I Guide...

[V Use the original view window

Yynuo 3.6: Elcoymyn Béltiotov cuetpatog yoéng pécm tov «Cooling Channel Wizard»

And xaptéha «Mesh»

Ed® yivetar n onpovpyio yeopetpiag tov mAéypatog emdvelog. Emiéyetar 1o avdtoto
mAéyno «mesh level 5» pe okomd v Bédtio axpifelo Tov arotelecpdtov. To Studio Oa
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Tpaypotonomoel v avdivon eDesign (*.mde) 1 ™ otabepn avaivon (*.mfe) Pdoer tov
TOTOV TAEYLOTOG IOV €164 ONKE Kot TEAOG yiveTon 1 eEaymyn NG YEMUETPIOG TAEYHOTOS OTMG
oatveton 610 Zynuo 3.7.

Zyquo 3.7: Anovpyio mAéypartog (Generated mesh)

3.4. Awepyaoia

[Mopakdtm, Bo TAPOLVGLIGTOVY 01 TAPAUETPOL TNG TPOCOUOIMONG TG dlepyaciog «injection
molding» péosm tov Aoyiopkov «Moldex3D Studio 2022». Ztnv cuvéyelo Ba avorlvbovv ta
amoteAéopato TG dladikaciag, M omoia ywpiletoar otic evomreg g mAnpwong (filing),
ovumieong (packing), yvéng (cooling) kot otpéPAmong (warpage).

To molvpepés LVAIKO emAéyetor amd TV evoopotopévn Piprobnkn mov owwbétel 10
TPOYPOULO, COUPOVO TAVIO He TIG mpodloypagés tov meAdtn. [lpoketar ywoo to
nolvmpomvriévio PP ue MFI=45 g/10min tng etoupeiog Borealis pe yopoakmmpiotikd Ommg
eaivovtol oto Lynua 3.8.
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PP Borealis PP BH345MO Borealis AG (MFI1{230,2.16)=45 g/10min)

104

10°

Viscosity [g/(cm.sec) ]

102

T[oC]
210
235
260

101 T T LI Ié T T LI Ié T T L IA T T T LU
10 10 10 10 10°
Shear Rate [1/sec]

Zyua 3.8: XopoKTNPIGTIKA TOADUEPES VAIKOV KATEPYOTTING XOTELGONG LE EYYLON

3.4.1. POOpion KoTOOKEVOOTIKIG OL00IKAGIOG

Apyicd, Topovotdloviol GUVOTTIKE Ol KOTOGKELOGTIKOL TOPAUETPOL TOV EGNYONGOY GTNV
kaptéha tov «Processy. Onwg aivetar oto Lynuo 3.9 cuvomtikd ovtol ol TapAUETPOL
aopoV TiG Beplokpacies, TIC MECELS Kol TOVG XPOVOVS Yo TV KABe @don Ommg ovtol
kaBopiomkay amd v etoupeia. Xnueudveror 0Tl emAéyeTon ot puOuicel g epyaciog N
Aertovpyian «CAE mode» @dote vo pmopei va giooyBodv yepokivnto ot emBountég
TOPAUETPOL.
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B8 Moldex3D Process Wizard ? X

Project Settings FiIIinngacking]CooIing Summary

Filling time (sec) 01 2
Melt Temperature (oC) 240
Mold Temperature (oC) 20
Maximum injection pressure (MPa) 160
Injection volume (cm*3) 4.76252
[Packing]

Packing time (sec) 0.3
Maximum packing pressure (MPa) 40
[Cooling]

Cooling Time (sec) 1.3
Mold-Open Time (sec) 34

A Eject Temperature (oC) 90
\_../“? Air Temperature (0C) 25

[Miscellaneous]

Cycle time (sec) 51

Residence time for hot runner (sec) |5.18688

Mesh file scaled_Product Lid. mde
Material file PF BorealisPPBH345MO. mtr v
Option Help Save Cancel
Zyfua 3.9: TMopaueTpotl KOTAGKEVAGTIKNG SLOSIKAGTOC

Xy ovvéyetla, and v evotnta «Analysis», cuvnbwg emiéyetar to «Transient Analysis- Ct
F P Ct W» oVtwg dote va yivel pia TApn UEAETN OTNV TANPWOGT), GTO YEUIOU, TNV YOén
Kot otnv otpéflmwon. Qot1660, otV mopovoo epyacio emidéyeton 1 avdivon «Filling-
Packing» epdcov ypnoipomoteital 1o 10016 cvotua Yoéng Tov mpoyplupatoc. Ta Tpoeid
tayOdtNTOg pong, mieong €yyvong Kol TWECNG OLUTIEONG TOL  YPMOLOTOWOnKaY
napovctalovtor 6to Zynqua 3.10, oto Lynua 3.11 kon oto Lynua 3.12 avtictoyo.
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Flow rate profile X
Type: Flow Rate (%) vs. Time (%) ~  Section No.: 3
Profile type
100.00 Stepwise
90.00 Polyline
80.00
& 71000
o 60.00
-
g 50.00
= 4000
Q
0 30.00
20.00
10.00
0.00
0.00 1000 20.00 3000 4000 50.00 60.00 70.00 80.00 90.00 100.00 : )
Profile Advisor...
T 0,
Time (A’) Capture...
Node Node-1 Node-2 Node-3 Node-4 ‘
Time (%) 0 10 30 100
Flow Rate (%) 2 50 90 40 Cancel
Zyua 3.10:  TIpoeik ToydtnTag pong TNYRaTog
Injection pressure profile X
Type: Injection Pressure (%) vs Time (%) ~| Section No.: 1
Profile type
100.00 Stepwise
@ 90.00 Polyline
2= 3000
[
S 70.00
@ 60.00
@
l:lh. 50.00
= 40.00
o
= 3000
3}
2 2000
E 10.00
0
0.00 10.00 20.00 30.00 40.00 50.00 €0.00 70.00 80.00 950.00 100.00
T 0,
Time (A) Capture. ..
Section Section-1 ‘
Time (%) 0
Injection Pressure (%) 100 100 e

Max. pressure = 200.00 MPa

Syqua 3.11:  TIpo@ik migong éyyvong
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Packing pressure profile X
Type: Packing Pressure (%) vs. Time (sec) ~ | Section No.: 3
Profile type
100.00 Stepwise
90.00 -
- Polyline
2 8000
@ 7000
a 60.00
@ .
E 50.00
g 40.00
% 30.00
g 2000
0 000
0.00
goo0 003 005 008 010 0413 015 018 020 023 025 ) )
Profile Advisor. ..
Time (sec) ——
Section Section-1 Section-2 Section-3 ‘
Time (sec) 0 0.15 0.2 0.25
Packing Pressure (%) 70.7143 70.7143 565714 45.2571 Cancel

Syqua 3.12:  [po@ik mieong cvumicong

3.4.2. PYOpmion vroroyloTiKIG O1001KAGI0GC

Ao v evomnta tov «Computation Parametery, otnv kaptéha tov «Flow/Pack» emiéyOnie
o emAvTng Enhaced-P pe v emioyn «Customize» dote va evepyomombel 1 cvpmiesty pon
omwg paiveror oto Lynuae 3.13.
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Q Computation Parameter ? X

B Flow/Pack |B Cool' m Warpl B Stress\ m VE/Optics

Solver: IEnhanced—P LI

(" Standard analysis
(" Fastanalysis

(@ Customize

[v Viscous heating [v" Non-isothermal

[v Stabilized calculation [v" Non-newtonian flow
[V Compressible flow

Gravitational force: m/sec™2

Example : (0.0, -9.8 ) for z-gravity

X |0 Y- 'Cl Z |0

- Muitiple time steps output setting : =
Setting Method: Filling Time (sec)
+ Filling: 10
+ Packing: 3

Estimate required cooling time

+ Predict gate freeze time criterion:

] Run fiber orientation analysis

- Particle Tracer

71 Darkiala temnbina fram -

>

<
Advanced... Default
Template setting... OK | Cancel |

Zyua 3.13:  TlopdueTpot VTOAOYIGTIKNG SLOOIKAGTOG

3.5. Meta-eneepyooio

Metd 10 mépag g mpocopoimong amd v eviodn «Run», oty evémta avtn akolovbel n
avéAvon TV amoteAespatev TG mpocopoimons. OAa ta amoteléopoto mapatibevtal 6to
«OévTpo gpyaciagy mov gpeoavifetar oty evomra tov «Result». Exiléyovtac v koptéloa
«Result», n omoio givar dwBécun petd v oAOKANP®ON TG EKTEAEGNG LLOG OVOAVONG,
aAraler M koptéla Tov «HOomey oe avty Tov amotelecudtov. Exel o ypriotg umopel va
YPNOLOTOMGEL SLAPOPa. EPYOLEID UETO-EMEEEPYOCIOG YO TPOCAPUOCUEVT] 1| TPONYUEVN
eppavion anotereopdrtov. [Hopakdtm, oto Lynuae 3.14 tapovcidlovtal cuVOTTIKA Ot Bacticég
TANPoQOpieg mov e£AYEL TO AOYICUIKO UETA TO TEPOS TNG EKACTOTE TPOGOUOIWONS. AVTA
aPOPOVV AEMTOUEPEIEG YIOL TO LOVTEAO, TANPOQOPIES YO TO YPNGULOTOLOVUEVO TOAVUEPES
VAIKO Ko TG GUVONKEG TNG KATEPYUTING.
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Model Details

Mesh Type eDesign <Level 5=
Solid Mesh Element Count 2,270,122
Part 2,268,330
Hot Runner 1,792
Surface Mesh Element Count 16,810
Part 16,810
Dimension (mm)
Part 99.08x99.08x8.57
Mold 199.08x199.08x199.08
Volume (ce)
Part 463
Hot Runner 0.08
Material
Part PP_BorealisPPBH345MO . mtr
Temperature °C
Freeze 121.000
Time sec
Filling 0.150
Packing 0.250
Cooling 1.300
Mold Open 3.400
Cycle 5100
Temperature °c
Melt 230.000
Mold 20.000

Syfua 3.14:  ZuvomTIKEC TANPOPOPIEG TPOGOUOIMGNC

3.5.1. Anoteréopata ITApwong

210 amoteAéoUaTo TNG TANPMONG To. omoia ep@avifovior TpdTa 6TV GEPd, 0 YPNOTNG
apyikd éyel mpdoPacn otov «ocOUPovAo omotelecudtovy (result advisor), mov mopéyet
EI00YMYN TOV OTOTEAEGUATOV, GTATIOTIKA oTot el kot 1otoypappa. [To cuykekpyéva, ivor
duVaTOV Vo YIVOUV EVEPYELEG OTTMG:

V' E&étaom tov oyediov mARpmong Tov KoAovTioh

v "Eheyyog mboavov tpofinpotog atehodg mAnpwong (short shot).
v TIpocdiopiopdg tov 0Ecemv ypapunig cuykdAinong

v TIpocdiopioudg Tonodecidv aegpomayidmv

v "EAeyy0¢ GuVEISQOPAG Kal eELGOPPOTNOT TNG TOANG

[Mapakdto Tapovcialovtol To PAciKE ATOTEAEGLATO TTOV POPOVY TNV PACT] TANPWONG.
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Xpovog perdmov pong: To «Filling Melt Front Time» mapovcidler v 0éon tov
TOAVUEPOVG TIYLOTOG Y10 TNV €KAGTOTE YPOVIKY] OTIYU TOV KOKAOL €yyvons. O GuVOAIKOG
xpovog TAnpowong avépyetan oto 0,148 sec (EOF-End of Filling) BA. Zyrjua 3.15 tov mpog
peAétn tepayiov. Me o TpdT HOTIA TOPATNPEITOL OTL VIAPYEL OLOIOHOPPY] KOTOVOUY| TOV
TYHOTOG o€ OAN TNV OldpKew G eAoNS TANpwons. Avtd onuaivel 0Tt vdpyel 16OTOoN
KATOVOUN TOV TOALUEPOVS LAKOD € OAN TNV £€KTAOM TNG KOWOTNTOG LOPPOTOINoNG Tov
kaAovmiov. ['eyovdg 10 omoio apéomg ovvemdyst Ot €xer amogevyfel m Vmapén tov
EMTTONOTOG TNG EAMIOVG TApwonc. 'Enetta, évag GAAOG TPOTOG EAEYYOG TOV LETMTOL POTG
elval HEG® TOV 1GOTOPALETPIKOV KAUTVADY, Ot omtoieg emPefarmdvovv 6Tt To potifo g porg
glvat opado, OTmG eaivetol oto Lyrnuo 3.16.

Filling_Melt Front Time
Time =0.148 sec (EOF)

[sec]

»—0.148

Histogram

‘ of

[\/] Totalis 100% after edited range

Filling_Melt Front Time [sec]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%

Il 768%

Il 678%

8.69%

I 9.88%

I 11.74%

I 1287%

14.97%

13.26%

I 9.98%

W 414%

Min = 0.000; Max=0.148; Avg=0.072; SD=0.038

0.148
0.134
0.119
0.104
0.089
0.074
0.059
0.045
0.030
0.015
0.000

Close

Yyquo 3.15:  Métomo pong moAvpepong thypatog eaong nAnpwong (Filling Melt Front Time)
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Run 68
Filling_Melt Front Time
Time = 0.148 sec (EOF)

Yyquo 3.16:  IoomopapeTpikés KAUTOAEG YPOVOV-UETOTOV POTG VAIKOD

"Yotepa, and 10 6£VIpO TOV OMOTEAEGUATOV TOPATPOVVTOL EYKAMPIGHEVES PUGaLideg aspog (Air
traps). Avtd 1o eovoueVo gival KATL TO PLGIOAOYIKO Vo cLUPEL o€ T£T0100 £160VC YeOUETPia Yo 0V TO
n etoupeio €xel pepyviost kol €10l oTEG mPoOKErton v ekAvBovv otnv atpoceapa. Levikd,
€vTOTi{OVTOL GE GUYKEKPIUEVEC TTEPLOYEG TOV TTPOTOVTOG EYYLONGC, TEPLUETPIKA GTO YEIGO TOV TEUOYIOV
KO 6T0L VEVPOL OTAPIENG OTMG QaiveTat Tapakdto oto 2yHuo 3.17: Eykhofopéveg  @uoalrideg
agpa 670 TEpdylo popeomoinong (Air traps). Eivar onpovtikd va avagepOet oti dev eviomilovton
ypoppés svykoiinong (Weld Lines) 610 cuykekpipévo tepdylo mpog HeAé.

Zyqua 3.17:  Eykhopiopévec puookideg aépa oto Tepdy1o popeoroinong (Air traps)
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ITicon "Eyyvong: v cvvéyetn, topovotdaletor n dakdpaven g tieong nAnpoong (Filling
Pressure). ITapatmpeital 6Tt 0Lt KOHOIVETOL TEPIOGOTEPO GE YAUNAG emtineda kATl TO 0TOi0
QOVEPOVEL N UTTAE KOl TPAoIvn TOAETA Ypoudtov oto Lynua 3.18. H péyiotn tiun oty onoia
etavet givon ta 157 MPa kabfdg dev minoialel kaborlov v Max Injection Pressure oto
200MPa. Xg yevikéc ypappés n katovoun g mieong givatl opoldpopen. Qotdco, Tpénet va.
ANoeBel VoYY OTL O1 TES NG TPAYLATIKNG THECNG OLOPEPOVV, EPOGOV GTNV TPOCGOUOIMGT
dgv Aappdavetor vroyn to TPAypaTikd Oiktvo Stavoung Tov LAKoL. TlpoPAiémeton 6t1 Oa
VIAPEEL PEYAAVTEPN TTAOGON Tieong omv TPAEn kabmg to kaAobm amoteleiton amd 4
KOWOTNTEG LOPPOTOINONG Kol OPKETE TOAVTAOKO GOGTNHO YOENG TO omoio cuuPdAiel otV
TTOON TECEMV. ATO TV GAAN TAELPd, o€ Tepintmon avénong g Beprokpaciog THYHATOG
TPOKOAELTAL O OPYY] GTEPEOTOINGCT GTNV TOAN €1GO00V, AP0 LUKPOTEPT TTMOOY| TiEoNS UE
QTOTELEG O, LEYOADTEPNG TTECTG GTO E0MTEPIKO TNG KOIAOTNTOS LOPPOTOINGTC.

Run 68
Filling_Pressure
Time =0.148 sec (EOF)

[MPa)
157.385

Histogram

Range \ o)

Total is 100% after edited range.

Filling_Pressure [MPa]

0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
157.385
141.647
125.908
110.170
94.431
78.693
62.954
47.216
31.477
15.739
0.000

B 254%
B 3.42%
475%
5.62%
B 623%
B 6.92%
Bl 764%
[ 8.59%
I 843%
—  Ex

Min = 0.000; Max= 157.385; Avg=42449; SD =42.699

Close

yqua 3.18:  Tlieon xatd v @don éyyvong (Filling Pressure)
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Ogppokpacia: oto onueio ovtd gppaviCeton n katovour g Oepuroxpaciog mTANp®ONG
(Filling Temperature) evtog g koomTog popeomoinons. Onwg sivar avapevopevo 1
Beppokpacio 610 TEAOG TNG PAoNg TANpwonNg aryyilel Tnv uéytot tyun tov 230°C pe 1060oTd
3% o710 onpeio ™g TOANG €160J0V. £TO VTOAOITO TUNUA TOV TEUAYIOV, TEPIUETPIKE TPOG TNV
KatehOLVON TOV TOYOUATOV VTN EYEL YUUNAES TIES KABMG EPYETAL GE EMAPT LLE TO YVYPA
TOLYMUATO TOV KOAOLTTOU Kot el EEKIVIGEL TO 6TAO10 oTEpEonoinong PA. Zynua 3.19.

Run 68
Filling_Temperature
Time = 0.148 sec (EOF)

el
230.702

Histogram

Range 070z | O -

[\/| Totalis 100% after edited range.

Filling_Temperature [°C]

0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
230.702
211.189
191.676
172.163
152.650
133.137
113.624
94111
74.598
55.085
36.572

B 297%

B2n1%

4.38%
1.47%
0.04%
0.00%
0.03%
0.04%

I 2 5o
e

Min = 35672, Max =230.702 ; Avg= 69741, SD =45.628

Close

ymua 3.19:  Ogppokpacia £yyvong (Filling Temperature)
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Oeppokpacio perd@mov pong: To «Melt Front Temperature» deiyver 10 moGd NG
OepudTrag mov peTaEEPETOL KOl Oloy€eTal OCO TO EMUEPOLS OTAOWL TNG Olepyaciog
Bpiokovtot og e&EMEN. [apatmpeiton wWiaitepa avénuévn Bepprokpacio and v TOAN 1600V
TEPETPIKA TTPog OO TO eminedo pépog tov tepayiov. H nrmdon Beppokpaciog Eekvaet kel
mov aAAAleEL M YempeTpia Tov TepHayiov KAt TO omoio cvuPaivel emewdn oe exeivo To onpeio
VILAPYEL Ay®YN LE TA YOYXPA TOLYDUOTO TNG KOWAOTNTOS LOPPOTOiNonC.

Run 68
Filling_Melt Front Temperature
Time = 0.148 sec (EOF)

rel

Min »—191.804
Histogram
Range [191.804 ' [231.999 e B
[\/] Totalis 100% after edited range.
Filling_Melt Front Temperature [°C]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
231.999
T —— ) 1
227979
B s61%
223.960
8.14%
219.940
4.55%
215.921
Bl 672%
211.901
B 442%
207.882
B 442%
203862
| 437%
199.843 x
B 281%
195.823
| 0.73%
191.804
Min = 191804 ; Max = 231999, Avg=223375; SD =10.233

Close

Yyquo 3.20:  Ogpuokpooio petdmov pong (Melt Front Temperature)

H dwrpntiki taon (Shear Stress) ywa v tpéyovoa otryur] speoviletor pe SlaPOPETIKO
YPOUO OVAAOYO LE TO SLOPOPETIKO emimedo tdong. H dwatuntikn tdon eivor pua amod T1g ontieg
VIapENG TS TOPAREVOLGOS TAONS 6TO TapayBév Tepdyto. Idavucd Ba mpénetl va KatavépeTon
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opowdpopeo kol o€ YounAég TipéS. Ev yévn, vynAd enineda StotunTikng taong £xouvv mg
amotéleopo. TPoPAnpata oto yutevpévo tunuo. I[Mopatnpeitor OTL oV GLYKEKPUEVN
nepintwon eivor apketd younin n 1aén peyébouvg kabog dmmwg eaivetal oto Lynua 3.21.

Run 68
Filling_Shear Stress
Time = 0.148 sec (EOF)

[MPa]
»—6.047

Histogram

Range [0004 | O -]

[\/] Total is 100% after edited range

Filling_Shear Stress [MPa]

0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
6.047
5.443
4838
4.234
3.630
3.025
2421
1.817
1.213
0.608
0.004

0.01%
0.02%
0.95%
1.56%
| 0.92%
| 0.60%
| 0.53%
0.63%
I 15.05%
——  ROeT

Min=0.004; Max=6.047; Avg=0.439; SD=0.723

Close

Yyquo 3.21:  Awrtuntikn téon (Shear Stress)

> X-Y Curve

2ty ovvéyela, Tapovatalovtor ta dtaypdupato tomov «XY Curve». Apywd, epeavieton m
migon 610 KAOeTO Kaval (Sprue Pressure) oe didypaupa popeng wieong-ypoévov (MPa -
sec) Zynua 3.22 n omoia dgiyvel po opaAd avodikn mopeia ayyilovtag v LEYIGTN T TOV
159,4 MPa v ypovikn otiyun 0,144 sec. ‘Eneita, avt) apyilel va méptel ehappd Kabhg amd
v xpovikn otryun 0,148 sec (Switch Point) exépyetar n edon g cvumieong (packing).
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Filling-Sprue Pressure

180.000

108.000

Run 68 : Copy of Run 66(Copy of Run 67) (MPa) ‘

0.128 0.148 0.160

Time (sec)

yqua 3.22:  Tlieon oto kdBeto kavdit (Sprue Pressure)

AxoloObwg, 1 dovapn ovepitng (Clamping force) tov kaiovmio, deiyvel T0 HETPO NG
amartobpevng dvvoung oveeiéng oe Ton(m). H xopmdin g e€elicoston opoid yopig
Kamoteg amdtopeg pnetoforéc PA. Zyrnua 3.23. H péytom tipn g woodtan pe 43 Ton(m) v
ypovikn otyun 0.144 sec. Avtd 10 yeyovog oOgiyver OtL M dvvaun ovoeiEng etvan
aAnie&optopevo péyebog pe v mieon oto kdOeTo KavdaAl (Sprue pressure) aeov ayyilovv
TIG LEYIOTEG TYEG TOVG TNV 1010 YPOVIKT GTIYUN).

Filling-Clamping Force

Run 68 : Copy of Run 66(Copy of Run 67) (Ton(m)) ‘

0.128 0.148 0.160

Time (sec)

Yyquo 3.23:  Avvoun ovoeiéng (Clamping force) tov kaAovmion
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Toydmnta poig: To didypoppa tov «Flow Rate» amewcovilel tnv katavoun g toydTNTOG
POTG TOV TOAVUEPOVG GTO KAOETO KavAAL G€ CC/SEC KOTA TNV SAPKELL TNG PACTC TANPOONG
MG KOOTNTOS LOPPOTOoinone. Xuvnlms, To TPMTO 6TAO0 TNG TANPWOONG EAEYYXETOL OO TNV
TaOTNTO PONG OV £l KOOOPIoEL O UNYOVIKOG. XVVETMG, TO OMOTEAEGUO GLUVAOEL LE TO
TPOeiA ToyLTNTOG TOL €yl emhexfel oMV MOPOUETPOTOINGON NG KOTOGKELOGTIKNG
dwdkaciog 6mwg paiveror 1o Lynqua 3.24. Te dtopopetikn nepintmon O mpémetl va eheyyOel
uMmmg n max injection pressure givot younAn.

Filling-Flow Rate

Time (sec) : 0.046
Run 68 : Copy of Run 66(Copy of Run 67) (ccisec) : 44523

~——— Run 68 : Copy of Run 66(Copy of Run 67) (ccisec) ‘

0.’:43 0.160

Time (sec)

Yynuo 3.24:  Tayvnta pong Tov TOAVUEPOVS THYHATOG 6T0 KaOeTo Kova «Flow Rate»

Ev kataxAeidl, HEAETOVTAG GMGTA TIG KAUTVAES TOV TOPATAvVE dtaypappdtov «XY Curves»
umopet va amocaenviotel N téén peyébouvg tov mopapéTpwv depyaciog g xOTELONG UE
&yyoon Kotd v edon e tAnpwong (Filling phase).

3.5.2. Amoteréopara Xopmwicong

Xmv evotmro ovt) n omola AouPdver yopo OopES®OSG UETA TNV QACGT TANPWOONG,
TOPOVSIALOVTOL TO OTOTEAEGLOTA TG Ao cvumieons. To cVYKEKPIUEVO OTOTEAEGLLATO GTO
Loyiopikod Moldex3D pmopolv vo, @@eAcovV 6 GUUTEPAGLLOTA CYETIKG ME:

v Ao TdoELg TOL TEMKOD TPOidVTOG EYXVONG
v Am6806M GLGTALOTOC TPOPOSOGING
v Yropén ateleuwv onwg 1o tpoéktapa (flash) ko ta Babovidpata (sink marks)

V' Amortovpevn dovapn obopiEng (clamping force) ot micon ocvumicong (packing
pressure)
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[Mopaxdrm, yivetor avagopd GTo. KUPLOTEPU OMOTEAEGHOTO TNG QPAOTG CLUTIEONS Yo TO
POV TPOIOV £YYLONG TOL LEAETATOL.

ITicon ovumicong (Packing Pressure): avtictorya pue v gAact TANpmone Tapovctaletat 1
KATOvoun TEONG OTO £0MTEPIKO TNG KOWAOTNTOG LOPPOTOINoNG HETd To TEPOS TNG PAoNG
ovunieong (EOP-End of Packing) PA. Zysjua 3.25. Tevikd, emdibdketal, Onmg eivor Kot oty
TPOKEWEVT TEPIMTOOT, OYETIKA MKPN TiEoN TPOKEWEVOL va amo@evyBel n vrepPoAikn
ovumieon tov molvuepovg (overpacking) mpdyupo to omoio 0dnyel oTNV EUEAVIOT ATEAELOG
tov poektaparog (flash).

Run 68
Packing_Pressure
Time = 0.417 sec (EOP)

[MPa]
43742

Histogram
Range [0.000 43742 e Bb
[\/] Total is 100% after edited range:
Packing_Pressure [MPa]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
43.742
I 1.25%
39.368
| 0.50%
34.994
0.69%
30.620
1.07%
26.245
| 1.01%
21.871
§ 203%
17.497
13.123 i
8.748 |
4374 I 567
ol — [
Min=0.000; Max=43.742; Avg=3.117; SD=7.636

Close

yqua 3.25:  Tlieon ocvumicong (Packing Pressure) kotlotntag Hop@omoinong 6to A0 TG PAcng
ovumieong
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Melt front time: givai to 1610 amotédeopo OT®G TS PASNG TANPOONG. AVTO TOV UITOPEL va
KatoldPel kovelg, oto onueio g @Aong ovumieong, €lvar to dOpolcua TOV YPOVOV
TAPOONG KOl GLUTIEONC COUPMOVO UE TNV EKACTOTE OPYIKN| TOPUUETPOTOINCT TOV EYEL
glodyet. ['a o mpoidv £yyvong mov peretdror avtdg o xpovog avépyeton ota 0,417sec.

Temperature: 6cov agopd TV Beppokpocio €vidg TG KOWOTNTOG HOPPOTOINCTG TOV
KOAOLTLOV PETA TO TEPOC TNG PAOTMG GLUTiEONS, TopaTnpEiTOL OTL Efvar yaunAlotepng tééEng o€
oxéon pHe avty TG TApwone Kabdg emiong oxedov 1o 90% g empdvelng €xet
otepeomomOet Lynuo 3.26.

Run 68
Packing_Temperature
Time = 0.417 sec (EOP)

Histogram
Range [22959 P2s9s6 | O
/| Totalis 100% after edited range

Packing_Temperature [°C]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
229.996
209.293
188.589
167.885
147.181
126.478
105.774
85.070
64.367

0.02%
0.02%
0.05%
0.03%
0.18%

B 595%

B 498%
0.23%
0.07%

43663
—————————————— R

22.959

Min = 22959 ; Max =229.996 ; Avg=40.846, SD = 23586

Close

Syqua 3.26:  Katavoun Beppoxpacioc (Temperature) oty KotloTnto. Loppomoinomg 6to TEA0g TG
@dong cvumieong
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IMocooTwio oykopeTpk ovppikvoen (Volumetric Shrinkage): deiyver 10 mocootd
aALoyNG OyKov €EQPTANOTOC AOY® OALOYNG TOV OYKOUETPIK®V 1dtottev (PVT properties)
kabdg to e€apTnua yoxetan amd v vynin Beppoxpacia, oe cuvOnKeg LYNANG Ttieong otV
Tpé€Yovca oTiyun, oe Beppokpocio dwpotiov kol e cvvOnkeg mieong mepiPaiiovrog. H
OeTikn T AVTITPOCHOTEVEL TN GLPPIKVAOGCT] TOV OYKOL EVM 1) OPVNTIKY TN AVIUTPOCOTEVEL
TNV €NEKTOCT TOL OYKOL Ady® vrepPolikng cvumieons. H pn opotdpopen oyKopeTpikn
cvppikvomon Ba odnynoet oe mapapdpemon Eekarovnopévov eEaptnudtov. O pécog 6pog
NG TOCOOTIOI0G OYKOUETPIKNAG OLPPIKvOoNS @aivetor vo givar yopo ota 6,6% oto
peyaldtepo pépPog Tov tepayiov Zynuo 3.27. I'evikd, dSoapépel amd TOV OmattoVUEVT] TIUT TOV
€xel Béoel 0 MEAATNG Kol OVTO OPEILETOL OTO YeYovoc OTL dev AdpPdvetror vaodyw To
TPAYLOTIKO GVGTNHO YOENG TTOV YPNGULOTOLEITAL GTNV GLUYKEKPLUEVT] UNTPO LOPPOTOINGNC.
To amotélecpa avTod €lval aVOUEVOLEVO GE YEVIKES YPOUUEG HIOG KOL TO HEYOUAVTEPO UEPOG
Mg ovppikveong copfaivel 610 KOAOOTL KOTA TV YO&Nn. AvTO yevwd v avaykn yu
TEPETAIP® EPEVVO OGOV APOPA TO EEWOAVIKEVUEVO GVOTNIO SLOVOUNG KOl YOENG 0VTMOG MOTE
va emtevyBovv T EMOLVUNTA ATOTEAEGLOTA.

Packing_Volumetric Shrinkage
Time =0.417 sec (EOP)

%1

Histogram

Range [2417 14.449 - B
otal is 6 after edited range.
/] Total is 100% after edited
Packing_Volumetric Shrinkage %]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%

14.449

0.00%
13.246

0.03%
12.043

0.02%
10.840

0.10%
9637
8433 R
27540 I 11.08%
oop; N 7%
P D 1921%
ki B 358%

0.04%
2417

Min=2417; Max=14.449; Avg=6606; SD =0.839

Close

yqua 3.27:  Tloocootwia oykopetpiky ovppikvoon (Volumetric Shrinkage) popgeomomuévou
TepOyiov 6TO TEAOG TNG PAOMG GLUTIESNS
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Frozen Layer Ratio: Agiyvel 10 1060610 TOV OGYKOL TOL GTEPEOMOUMUEVOD TOAVUEPOVS
TANGiov g emeavelag ¢ kKoot tag. To {ntovuevo etvar n tiun tov va etdoet oto 100%
KaOdg T0 TOALUEPES THYUA WOYETOL, HETA TO TMEPOS TNG GACNG GLUTIESNC KATL TO OMOi0
ovuPaivel oty e€etaldpuevn mepintoon PA. Zynua 3.28.

Run 68
Packing_Frozen Layer Ratio
Time = 0.417 sec (EOP)

%]
1100.000

Histogram

Range ‘

Total is 100% after edited range

Packing_Frozen Layer Ratio [%]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
100.000
I, o775

90.363
| 0.49%

80.727
0.41%

71.090
0.35%

61.454
| 0.35%

51.817
0.34%

42.180
0.15%

32.544
0.05%

22.907
0.05%

13.271
0.02%

3.634

Min = 3.634; Max = 100.000 ; Avg=99.157; SD =5.986

Close

ymua 3.28:  Oykog tov otepeomompévov morvpepovs (Frozen Layer Ratio) oto téhog g @dong
ovumieong

49
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



Mel&Tn KaTepyaoiag YUTEVONG UE £YXLOT) TTOAVHEPOVS Y1 KAALUA §0xelov oLOKELATIAG TPOPILWVY UE XPTOT) TTPOTOLOIWONS

Sink Mark Indicator: Eivaw o deiktng a&loAdynong g amdd0ooNG TNG CLUTIECNS TOV
TOAVUEPOVG EVTOG TNG KOIAOTNTOG LOPPOTOINoNg Tov KaAovmiov. ['evikd, n etk Tun tov
Oelktn VTOOMAMVEL OTL N GLUTIEST TOL THYUOTOC OEV EMOPKEL, Apa LIAPYEL N TOAVITNTO
eneaviong Paboviopdtov (Sink marks) oto telikd mpoiov éyyvong. Avtibétmg, N apvNTIKY
T Tov deiktn vmodnAmdvel TV VIEPPOAIKT ocvumicon tov TAYuHatog (overpacking).
Emopévac, éva Béltioto amotéhespo cvumieong Ba ivor 0tav o deiktng £xel TWES oyeddV
UNOEVIKES, OTMG GAAMGTE TPOKVTTEL KL GTNV TOPOVGA TEPIMTOON UEAETNG PA. Zyrua 3.29.

Run 68
Packing_Sink Mark Indicator
Time = 0.417 sec (EOP)

C]

Histogram
Range -0.000 ) W& ] L’J u
[v/| Total is 100% after edited range
Packing_Sink Mark Indicator [-]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%

0.105

0.02%
0.095

0.02%
0.084

0.10%
0.074

0.25%
0.063
sioca | 0.58%

| 1.20%
0.042 o
B 254%
0.032
Biin 7.26%
— I 12.07%
0000 RN 5 05
Min = -0.000; Max=0.105, Avg=0.007; SD=0.012

Close

Zyua 3.29:  Agiktng a&oAdynong g amddoong TNng CLUTIESNG TOV TOAVUEPOVG EVIOG NG
KOWAOTNTOG LOPPOTOINGNG

50
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



Mel&Tn KaTepyaoiag YUTEVONG UE £YXLOT) TTOAVHEPOVS Y1 KAALUA §0xelov oLOKELATIAG TPOPILWVY UE XPTOT) TTPOTOLOIWONS

> X-Y Curve

Sprue Pressure: Opowa pe v @don nAnpoong, ansikovilel To ddypappa mieong — xpovov
(MPa — sec), dnradn v mieon oto kaeto Kavail (SPrue) Tov GLoTHNATOC davoung (runner
system) tov kaAovTiov Katd TV dtdpkeLd TG Pdomng cupmieong Tov molvpepovc. H kapmoin
ALEAVETOL OHOAG PEYPL TNV TIUN TNG UEYLOTNG TTieong cvumieong 1 onoia 1oovton pe 159 MPa
v ypovikn otryun 0.145 sec. ‘Enetta, n migon akoiovbei pBivovca mopeia £mg dtov ppael n
TOAT €10000V KOl UNOEVIOTEL.

Packing-Sprue Pressure

180.000

108.000

Run 68 : Copy of Run 66(Copy of Run 67) (MPa)

Time (sec)

Yyquo 3.30:  Awdypappa tieong — ypovov (Packing-Sprue pressure) otnv ¢daomn cuumieong

Clamping Force: ITapopotwo pe v @daon aAnpmons, sueavilel to d1dypoppo 6to 0moio
amekoviletar n katavoun g dvvauns cvoeiéng (clamping force) tov kaAovmiod oe Ton(m)
Katd v @don g ovumieong. H tyn avt) etvor n vroroyldpevn amoitodpevn duvoun
oLGPIENG Kat Oyt M dvvaun mov e&dyel n unyovn Eyyvons. Eropévac, agilel va avapepbel 6Tt
elvatl oNUOvVTIKO KPUTNPL0 Y1 TV EKAOYN TNG UNYOVIG £YXVONG LE TO KOTAAANAOTEPO HEYEDOG
660 Kot Yo Tov Padud Tpomomoinong Tov KaAoLTIov.

Etvor onpaviikd va peletnBel n dvvoun cdvoeiEng oe avt v @don, kabng Aapupdvel
HEYOADTEPT TIUN TNG OTN eACN NG cvumieonc. Avtd cvpPaivetl yloti HeETd T cvumieon Tov
TAYMATOG M duvaun cOoPiEng avédvetal kabdott 1 mwieon &yyvong ovveyilel vo petadideton
OTNV KOWOTNTO. TNV CLYKEKPIUEVN UEAETN mepimtwong 1 péyot tiun tov 48 Ton v
ypovikn otiyun 0,166 sec, Eemepvdel v péytotn emtpendpevn T PA. Lynuo 3.23. Kabog
TO GLYKEKPIUEVO KAAOVTL StabéTel 4 KOILOTNTES LOPPOTTOINGNG, 1 SV cVoPEng Tov 180
Ton mov dwbéter  unyovn £yyvong Tov TEAdTN, TPETEL Vo, LopacTel 1o6moca. Apa, 1 KaOe
Koot ta Oev Ba mpémet va Eemepvdiel Ta 45 Ton kot WoviKOTEPA Y10 TV GMGTH AELTOVPYin
™G unyovng ta 40 Ton. 1o eawvopevo avtd mailelt poAo 1 younAn Bepuoxpacio TyHATOG, N
om0l KAVEL TO PEVGTO IO TOYVPEVGTO, Ol YPOVOL EYYVOTG Kot CLUTIEONS KOS Kot 1 100t
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Yyo&n mov AapPdveror veéyn oIV avaivon, N omoia deEPEL TG TPayuaTikng. TéAog,
mapotnpeital 6Tt N peiwon g EEKVA KATA TO TEAELTAIO GTASIO TNG PACNG TNG GLUTIEONC
Kat, Guykekpéva, 6tav 1 Beppokpacio Tov TOALLEPOVS TNYUATOG apyilel va LEUDVETOL.

Packing-Clamping Force

Run 68 : Copy of Run 66(Copy of Run 67) (Ton(m)) ‘

0.36 0.417 1.440 1.800

Time (sec)

Tyqua 3.31:  Awdypappo dvvaung ovopiéng — ypdvov (Packing-Clamping Force) otnv o@don
ovumieong

ZUVETMDGS, AOY® TNG ONUOVTIKOTNTOS OV TALPOVGLALEL 1| GLUYKEKPLUEVT] TOPAUETPOC, EMAEYETAL
vo pehetOel avoluTikOTEPO OC TAPGYOVTOG TOWOTNTAG GTOVG o)edloopuovg Taguchi mov
aKOAOVOOVV.
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4. XXEAIAXMOX KAI EKTEAEXH ITEIPAMATQN

4.1. H péBodog Taguchi

Ot pébooot Taguchi eivar otatiotikég pEBodol mov oToyehovy otV PeAtion e TodTNTOG
Tov Pounyovikedv mpotdvtev. Avamtdynkav omnd tov Genichi Taguchi kot cvyva
amokalovvtor péBodol ebpwotov oyedtoopov. TTAéov, epapuolovtal oTn UNYOVIKY, OTN
Bloteyvoloyia, 6To PApPKETIVYK Kol otn dwpruon. To épyo tov Taguchi mepthapPdvet Tpeig
KUPLEG GUVEIGPOPESG GTT GTUTIGTIKY:

e  Mia cvykekpuévn ocvvaptnon anwietog (loss function)
e H gtlocoeio tov off-line mototikod eréyyov (off-line quality control)
e Kowortopieg oto oyediacpod nepapdtov (Design of Experiment- DOE)

Me éAha Aoy m péBodoc Taguchi eivor o woyvpn texvikn ywo ) Peitictonoinon g
amod00oNg TOV TPOoidovIeV N TS dadikaciag. O kOplog okomdg tov Taguchi givarl va peiwost
™ peTafAnTOTNTO YOP® Omd TNV TN OTOXO TV W0THTOV TOL TPOIOVIOS WEG® L0G
GLGTNUATIKAG EPOPUOYNG TOV OTATICTIKOD TEPOUOTIKOD GYeIOOoUOD 7oL  ovopdaletal
e0pwotog oyedacpdc [22], [23]. To Robust Design givar pio onpovtiky TeVIKn yio. v
Katookevy kot tn Odpkelo Long tov mpoidvtog. O Taguchi amlomoince tn yprion TV
opfoydVIMV TIVAK®OV, LE GKOTO TN PLOUICT] TOV TEWPAUATIKOD GYXEOOGHOV. XAPN GE OVTHV
mv eEEMEN, ol gpeuvNTEG Ko ot pnyoavikoi eEowovouncay ypovo kot ypnua. EmmAéov, o
Taguchi npoteve ) ypnom tov Adyov S/N mpokelpévov va pHetpnbodv ol EMMTAOGELS TOV
TOPOYOVIOV OTO YOPOKINPIOTIKA 0amOd0oNC. & OoUTN TN HeAETn Olveton o ocvvtoun
eprypan oyetikd pe ™ pébodo Taguchi kar twv cTorNEIOV TNG.

H mowdmrta evog mpoidvtog sivar amotédespua g mapaywykng dwudwkaciog. Ot embountég
1010t TEC TOL TPOidVTOG B TPETeL va KaBOoP1oTOVY 6TO GTASI0 TOV GYEdGLOV. [Ipog Ta TéAN
¢ dekaetiog Tov 1950, 0 Ap. Genichi Taguchi mpoteive ToAAEG Evvoleg Kot HeBOd0LE Yo ™
BeAtioon g mowdttog mov Paciloviar otov e0pwoto oyedlacud. Edpwotog oyediacudg
(Robust Design - RD) onuaivel: 1 oyediaon evOg mpoidovtog mov Oev TPOKAAED Kavéva
mpOPAnua oe kopio mepimtwon. Aniadr], 10 oxedlcUd €vOG MPOoidvVTog mOL UmopEl Va
AELTOVPYNOEL GOCTA KATM A0 OOPOPETIKES GLVONKEG.

To RD oivet éppaon oty petafAntodtnTo Tov TPoidvTog Kot oTnv omddoom g dadikociog.
H peimwon g petafintomrog Oa £xel og amotélespa v avénomn g mototntag. O Taguchi
avaeépel Ot etvan amapoitmto vo gloyiotomomBel n petafAntotnro 6To0 TPOIOV M o1
oldKaoia, EMAEYOVTOS TIG TIUEG TOV EAEYYOUEVOV TAPAYOVIOV (TOPAUETP®V) WHE TOV
BéATIoTO TPOTO EVOVTL TV TOPAYOVI®OV TOL dNpovpyobv petafAintotnto. H petafintommra
KkaBopileTon amd 0VO OUAOES.
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» Eleyyduevor mopayoviec: Tapdyovteg mov kabopilovior omd Tov KOTAGKEVOOTH Kol
dgv Umopovv vo aAlaEouvv amevbeiag amd Tov TEAAT.

» Mn ekeyyduevol mapayovieg (mapdyoviec Bopvfov): Iapdyoviec mov o mapaymyog
dev pmopel vo EAEYEEL GEGO KOl TOV TOIKIAAOLY OVAAOYQ LLE TN YPTOT TOV TEAATY Ko

TIG TEPIPAAAOVTIKES GUVONKEC.

Mo v omoteleopatiky dleknepaimon ¢ avdivong Taguchi elvar oamapaitnto va
TPAYULATOTOM OO0V L0l GEPA EVEPYELDV:

1. TIpocdiopiopdg Tov TPOPANUATOC KOl OPYAVMGT] TNG TELPALATIKNG OULAONG

2. TIpocdiopiopdg YopaKTPIGTIKGOV 0mdd00NG Kot GOGTN O LETPNONG

3. IIpoodiopiopodg Tmv HETaBANTAOV oL EMNPEALOVY TO YOUPAKTIPICTIKA ATOS0CNG
4. KaBopiopodg tov oyediov mapakorovnong

5. TIpocdiopiopdg eLeyYOUEVOV KOl LT EAEYYOUEVOV LETAPANTOV Kol TOV EMTEI®V
TOVG

6. IIpocdiopiopdg mbavmv aAANAETIOPACEDY

7. Emioyn xatdAAniov opBoydviov mivako Kol 0ovTIGTOLYIoN UETAPANTOV €
OYETIKEG OTNAEG

8. TIpocdiopiopdg cuVAPTNONG OTMAELNG KOl GTOTIGTIKA ATOS00NG
9. KabBiépwon tov TEPEPOTOG KO KOTOYPUPT) TOV OTOTEAEGULATOV

10. Avaivon dedopévav Kot ETA0YN PEATIGTNG TIUNG EAEYYOUEVOV HETAPANTOV

4.1.1. Avadoyia S/N (Signal-to-Noise ratio)

O Taguchi ypnowonolel 10 otaTIOTIKO PETPO OmOS0ONG YVOOTO ¢ ovoroyio SN mov
ypNoonoteitar ot Bewpio NAEKTPIKOD EAEYXOL Yiot TV ovOAVOoT TV amoteAespdtov. To
S/N Ratio &ivai éva kprtiplo amddoong mov avartdydnke and tov Taguchi yia vo emidé€et Ta
KOAVTEPO EMIMEdD UETAPANTOV €AEYYOL 7OV EAOYIOTONOOVV TOV OVTIKTUTO T®V UN-
ereyyouevav uetapintov. O Aoyoc S/IN AauPaver vedyn 1660 T0V PEGO OPO OGO KOl TN
petafAntotnto. v amiodotepn popen tov, to SN, gival o Adyog tov pécov Opov (onua)
TPOG TNV TLTIKY] aOKAIon (06pLPOC).
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Ot pébodor Taguchi ypnotpomotodv S/N avoroyieg yio 600 Pacikodg okomovs. O TpdTOG
OKOMOC €Vl Y10l TOV EVIOMIGUO UETOPANTAOV ELEYYOVL TTOV UEIDOVOLV TN HETARANTOTNTO KO O
0g0TEPOG OKOTOG €ival VoL EVTOMIGTOVV UETARANTEG EAEYYOL TTOV UETOKIVOOV TOV HEGO OPO
o6tov 610%0. Atapopetikd SN pmopel va emheyel avdrloyo Le TOV 6TOYO TOV TEPAUOTOC. ZE
OAEG TIC TepTGEl;, M avaroyia S/N wpémet va peyiotorombei. Av kot o Taguchi avapépet
mivo omd 60 S/N avaloyieg, Tpelg amd avTés, OMWG KUKPOTEPO-KOAAVTEPO», KUEYOADTEPO-
KOADTEPO» Kol «ovopooTikd-Bértioto» (smaller-better, bigger-better and nominal-best)
YPNOLOTOLOVVTOL GLYVAL.

SOUEOVO LLE TNV EQOPUOYT TOL GTI UNYOVIKY Kot TV EMOTRUN, 1| T Tov S/N tpoopileTan
va givar peyain, emopévog n tiur tov MSD (mean squared deviation) Oa mpémel va gival
ppn. Emopévac, n péon tetpayovikn andxion (MSD) opiletar dapopetikd yioo kabéva
amd to Tpio. TOOTIKA yopokTnplotikd mov efetdlovtar, uikpdtepo (smaller is better),
ovopaotikd (nominal is the best) 1 peyaiotepo (bigger is better). Iopakdrte mapovsidlovtot
ta MSD y1a kabéva amd To To10TIKA YOPUKTNPIGTIKA KOOMG Kot 0 YEVIKOS TOVS TUTOG Y10, TOV
VITOAOYIGHO TOL S/N.

Ot tHmot Tovg eivan o1 €€Ng:

S/N = -10Log10 (MSD)

Onmov MSD = péon tetpoyoviky omdOKMon omd TNV OVOUOGTIKN TIUN, TOV TOLOTIKOV
XOPOKTNPLOTIKOD

e Smaller is better

MSD = (y? + y2+ y2+...)/n

Apa 1o S/N givar:

e Nominal is the best

MSD = ((y; — m)*+ (y, —m)*+...)/n

Apa to S/N eivau:

S y
y=roews ()
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e Biqgger is better

MSD=(1/y?+1/y2+ 1/y2+..)/n

S 10 #1 (1 Zn 1 >
—_ = = * |0 — J—
N & n i=1yi2

Apa 1o S/N eiva:

Omov Y1, Y2, KAT = 0nOTEAEGLOTO TEWPAUATOV
M = 1] OVOULOGTIKN TN TOV ATOTEAECUATOV
YV = 1éc0g 6pOG TV TAPOUTNPOVUEVOV OESOUEVDV
Vi = TO EKAGTOTE TAPOTNPOVUEVO OEDOUEVO
52 = §loxdpaven Tov Yy
= apBpdc TV TOPATPOVUEVOV OEOOUEVAOV

4.1.2. Avaivoon dwukopavens (ANOVA)

O Taguchi avtikabiotd to mAnpeg mapayoviikd meipapa (full factorial experiment) pe éva
Mto, Myotepo axpio, taydtepo, pepikd mopayoviikd meipapa. O oyxedacpog tov Taguchi
YL TO HEPIKA TTaparyovTikd meipopo faciletor og €101KE avamTuyYHEVES EEMTEPIKES CLOTOYIEG
(outer arrays) [24]. Aedopévov Opmc OTL TO pePKO TEeipapa givar udévo éva delypo tov
TAPOVG TEPALOTOS, | AVOAVGT] TOV HEPIKOV TEPAUOTOS TPEMEL Vo TEPAapPavel avdivon
MG EUMIGTOGVVNG oV Umopel va 000el ota amoteAéopata. Evtuymg, vmhpyet por Tumkn
OTOTIOTIKY] TEYVIKN mov ovopaletor Avéivon Awaxvpaveng (ANOVA) n  omoia
y¥pNOoTotEiTal GLVNOMG Yo v TapExeL Eva PETPO EUMIGTOGVLYNG/cLVEICEOPAS. H teyviky
dgv avardel aueca to dedopéva, avt’ avtob kabopilel ) dokdpavon petafAntotmros TV
dedopévav. ‘Etot, 1 epmiotocivn petpiétar oo tn dtakvpoven [25]. H avaivon tpocdiopilet
™ OWKOHOVON TOV EAEYYOUEVOV TopayOvVI®OV Kol Tov mopoyoviov BopOfov. Me v
Katovomon g TNYNG Kot tov peyébovg G SlakLUOVONG, WTopoLV va TpofiepHolv
ONUOVTIKEG KOl €Vp®OTEC ovvOnKes Aettovpyiog. Avtd eivor 1o Oe0TEPO OQPEAOG NG
pebodoroyiag.

Onwg avaeépetal mponyovpéveg, to DOE ypnotponoteiton yio v avdntuén 1 ™ Pertioon
poidvtwv N dwdkoacidv. 'Enetta, ta dedopéva mov Aapfdvovtal amd 10 TEpopo TPETEL Vo
avaAvBovv. H avédivon dtokdpoveng ypnoylomoteital yio v epUNVEIR TOV TEPAUATIKOV
oedopévov. I'evikd, n avdivon daxkvuavong ypnotporomdnke yio TpdOTN Opd amd TOoV
Bpetavd oratiotikoddyo Fisher. Ot dikoi cuvfwg epydlovtar pe deiypata, Kabmg dAlote
glval advvaTo vo 00VAEYELS e OA0 Tov TANBLGUO Kou dALoTe givar TOAD akpiPo. Aelyuata
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OTATIOTIKOV Kol LTOOECEDMV EMTPEMOVY TOV EAEYYO LMOOECEDMV GYETIKA LE TEIPOUATIKEG
mapopétpous. o va avodvBel n dwokdpovon pe to dedopéva Tov OelyHaTos, LIAPYOLV
T€60EP1G PUCIKEG TAPAOOYEC.

1. Ta detypota eivon Toyoio

2. O mAnNBuoUOC KATAVEUETOL KAVOVIKA

3. Ot dwkvpdvoelg TAnBucuov sivor iceg

4. H emoyn tov detypdtov eivor aveEapTnTn amod Tig GAAES

To mocootd petafAntoTnToc Yoo KGO onuaviikd mopdyovto Kot 1 GAANAETOpacT Tov
mopatnpeital oto meipapo avrikatontpiletor and 10 T06ootd cuvelcpopds. H mocootiaia
ovvelo@opd (Percent contribution) givat cuvdptnon tov abpoicpotog TV TETPAyOVEY KAOE
onNUavTikov mopdyovia. To TOG00TO GLUVEIGPOPAS VTOINAMVEL TNV oYL TOV TOPAYOVI®MV
N/xar v aAinienidpaon ot peiwon g petafintomroc. Eqv ta enineda mopdyovia kovn
N oAAnAenidpaon eival TANPOG EAEYYOUEVA, 1| GUVOAIKY UETAPANTOTNTO pmopel vo petwbet
Katé T0 TOG0GTO GLVEICEOPAS. Etvar yvootd 6tt n dwokdpavon yo €vov mapdyovio 1 n
aAAnAenidpacn mepilopPavel  Stakdpavon oedipotoc. Emopévog, eivor  gpictd  va
vroAoylotel M OlakOpavon Yo KaOe mapdyovta ®cte va ep@oviletal Kot 1 OlKOUAVOT)
GQAALOTOG.

H mocooTtiaio cupfoAn Tov GEAALATOG TOPEXEL LK EKTIUNGT TNG EMAPKELNG TOV TEIPELATOG.
Edv t0 m0c0010 cuvelcpopds cpdApatog givar 15% 1 Aydtepo, Bsmpeitor Ot1 kavévag
ONUOVTIKOG Tapdyovtag oev &xel mapaiewpbel oto meipapa. EGv 10 m0cootd cupfoirg
oc@aipatog tvar 50% 1 meptocoTEPO, Bempeitar OTL OTIC TEWPOAUATIKEG GLVONKES AyvOOUVTaL
OPIGUEVOL ONUAVTIKOT TOpAyovTeG Kol OgV UTOopoLV va eAeyyBovuv mANp®G 1N OTL LILAPYEL
COAApNO HETPNONG. XTNV avdALom OlokOUOVONG TOAAG peyédn ommg Pabuoi ehevBepioc,
afpoicpata teTpaydvoV, HEcO TETPAY®OVO, K.AT., VITOAOYILOVTOL KOl OPYOVAOVOVTOL GE TUTIKN
popon mivoka. To peyédn avtd kKot ot aAANAEmIOPAGES TOLG opiloviol TOPAKAT® Kot
TOPOVGIALETAL 1] LOONUATIKY] TOVG AVATTTUED.

Opiopoi:

C.F. = Correction factor r = Num. of repetitions (ap. eravaiyewnv)

(ovvtereotng S16pbwong)

e = error experimental (codipo mepdpotog) P = Percent contribution (% cvvelcpopd)
F = Variance ratio (avoloyio dtoakdpoveong) T = Total (of results)
f = Degrees of freedom-DOF S = Sum of squares
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(Babpoi erevbepiag) (dBpotoua teTpAyOVOV)

fe = Degrees of freedom of error S’= Pure sum of squares

fr = Total degrees of freedom St = Total sum of squares

n = Number of trials (ap1Opdg doxiudv) V = Mean squares / variance (diaxbdpovon)

Yrdapyovv 600 1o ANOVA, to povodpopo (one way ANOVA) to omoio meptlapfdvet évav
mopdyovta pe dvo emimeda. Mo peyodldtepn mOKIMo TEPAUATIKOV OEGO0UEVOV AapPavel
yodpa 1o aueidpopo ANOVA (two way ANOVA), kobng mepiiapPdvel mepapoticd
dgdopéva 000 1 TEPIGGOTEP®V TTAPAYOVI®OV WHE dVO 1| TEPICCOTEPN EMIMEDA. LTV TOPOVCO.
gpyocia ypnoomomonke to « Two way ANOVA», kaBdg ot Tapdyovteg Kot To ETImEH TOVG
glvon Topomdve omd 6vo.

4.2. yeowaopog nepapdrov (DOE)

Me yvopova tov peydlo aplOpd mopapéTpwv 10V TEPAUNTOS YOTEVONG HE EYXLON, OPYIK
emAéybnke va yiver oo L8 avdivon Taguchi. H avdivon avt) mepiiappavel tig entd
ONUOVTIKOTEPEG TOPAUETPOVS TOV TEPAUATOS TPOG HEAETN, Kabmg kabepid toug eetdleton
oe Vo emimeda Omwg mapovsialovior mopakdte. [Ipokepévov va egaybel copmépacua yo
NV gvactnoio ToL GLGTHUATOC, EMAEYONKAV GYETIKA OKPOiES TIUEG 00OV apopd To Emimeda
tov mapopétpov. H avdivon avtr Oa arotelécel onueio avoa@opds yio Ty emopévn avdivon
Taguchi mov akolovOei, epdoov Ba yivel capéc moleg mapapeTpot EXNPEALOVY GNUAVTIKG TNV
KATEPYOTiO KOl GE TL EDPOG TILMV O TPEMEL VoL TEPLOPLOTEL TO TEIPALLAL.

4.2.1. Iipotapykog oyedraspog Taguchi

Ot mopdyovteg ehéyyov kot mowdtnrog mov eEetdlovton (control & quality factors)
emAEYONKay pe xpumplo Vv emidpacn Tovg oto  (NTOVUEVO  OMOTEAEGUATO  TMV
TPOCOUOIOGE®V. Baoikdg 6tdy0g amoterel 1 PEATIGTONOINGT TOV OTOTEAEGUATOV QVTMOV KO
N Kot T0 SLuVaTOV KAADTEPN TPOGEYYIon Tovs. Emiong emonpaiveton 6t epdsov AapPdveron
oy BértioTn woEn oto cvotnupa €yyvong, eSopébniav KpTnplo GYETIKE UE TOV
napdyovto yo&ng «cooling». 'Etot, mpoteivovtal mapdyovieg eA&yyov, Onmg mapovctdlovtal
otov Ilivakag 2, mov agopoldv tov ypdvo £yyuong, Tov xpovo cvumieonc, v Beppokpacio
™MENG Kot To KATAAANAO ToAvpepéS dopkd vako (PP). Téhog, pumopet v AneBel vroyv kot
mapdyovtag BopvPov, | Beppokpacio Tov dwpaTiov.
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[Mivaxag 2: TTapdyoveg eréyyov Tpwtapyikod oyediacuon Taguchi

Control Factor Unit Level 1 Level 2
Injection time Sec 0.08 0.15
Packing time Sec 0.25 0.4
Max Injection Pressure MPa 150 200
Max Packing Pressure MPa 50 100
Melt temperature °C 220 260
Mold material MFI (PP) 9/10 min 45 100
Air temperature °C 5 25

Me dpota Aoy emA&yOniay Kot ot Tolotikol tapdyovies g pebddov dmov mapovstalovtan
otov I[livaxac 3, ot omoiot a&ilel va gleyyBobv. Toupmva Tavta pHe TIC TPOSYPUPES TOV
TeEMATN, EMAEXONKAV KPITAPLOL TOL EAEYYOVLV TNV TEAMIKN YEMUETPioL TOVL Tepayiov, to total
weight, éretta 1d1aitepn onuacio mapovoldlel to amotéleoua tov clamping force to omoio
eKTOC TOV AAAV pag dtvel eioVa Yo TNV GLVOMKT EIKOVA TV TEcewV. TELOC, emAdysTon va
e€etachel 0 ocvvolkdg KOKAOG diepyaciag o omoiog elvar amopaitnto vo Tnpeital, OoTE va
eEacearilel v PéATIoT £yYVON.

ITivakog 3: TTapdyovteg moldtnTog Tp®TAPYIKOD oYedtacpon Taguchi

Quality Factor Unit Ipociyyion
Total weight g Nominal the best (4.2 gr)
Clamping force Tonnage Smaller the better
Desired cycle time S Smaller the better

Yty ovvéyela, pe v Pondeta Tov otatiotikod Aoyiopkov «Minitaby eEdybnke o mivakog
L8 PA._Ilivaxog 4 pe tovg Tuyxaiovg cuvoLacHOUS TOPAUETP®V 6T dVO eEgTaldpeva emineda,
aQoL apyIKa echydnkav o610 MEPPAALOV TOV TPOYPAUUATOS Ol TOPAYOVTEG EAEYYOVL Ko
To10TNTOC.

59
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



MeAétn katepyaoiag XUTEVOTG Le £YXUOT) TOAVHEPOVS V1A KAAUUUA SOXEIOL CUOKELACIAG TPOPIL®V LLE XPT0T) TIPOTOUOIDOTG

[Mivaxag 4: Tlivaxog L8-Zyediacpog mpotapyucod Taguchi

Trial Injection  Packing Max Max Melt MFI Air
No. time time Injection Packing temperature (PP) temperature
Pressure Pressure

1 0,08 0,25 150 50 220 45 5
2 0,08 0,25 150 100 260 100 25
3 0,08 0,4 200 50 220 100 25
4 0,08 0,4 200 100 260 45 5
5 0,15 0,25 200 50 260 45 25
6 0,15 0,25 200 100 220 100 5
7 0,15 0,4 150 50 260 100 5
8 0,15 0,4 150 100 220 45 25

"Yotepa amd TV EKTEAECT TOV TEPAUATOV GOUP®VA LE TOVS GLVOVAGHOVS TOV TPOKVTTOVY
amd TOV TAPOTAVE TIVOKE, TPOEKLYOV TO OTOTEAECLATO Y10 TOV KAOE TO0TIKO TapdyovTa
mov eEetaletor Omwg eaivovior mopaxkatw otov Ilivakog 5. 'Emetor m avéivon Kor m
aloAGYNOT TOV ATOTEAEGUATMOV QUTMV LE XPTOT) CTOUTICTIKMV HEOOI®V.

[Tivokog 5: ATOKPIOT TOLOTIKMV TOPAYOVIMV TOV TPOTAPYIKOL cyedlocpon Taguchi

Control factors Quality factors
Trial | Injection Packing Injection  Packing  Melt MFI Air Total  Clamping  Cycle
No. time time Press. press. temp. (PP) temp. | weight force time
1 0,08 0,25 150 50 220 45 5 4,107 491 5,03
2 0,08 0,25 150 100 260 100 25 3,98 41,9 5,03
3 0,08 0,4 200 50 220 100 25 3,996 53,1 5,18
4 0,08 0,4 200 100 260 45 5 4,092 32,6 5,18
5 0,15 0,25 200 50 260 45 25 4,086 32,4 5,1
6 0,15 0,25 200 100 220 100 5 4,04 66 5,1
7 0,15 0,4 150 50 260 100 5 3,978 39,7 5,25
8 0,15 0,4 150 100 220 45 25 4,154 60 5,25

Mo Vv aviAlvuon TV OTOTEAEGUATOV TOV OKTM OVOTEP® TEPOUATOV apy LKA £Yve LEAETN Ue
v uébodo «S/N ration. H petorponr) evog cuvorlov mapatnpioewy og Evay povo aptfud, tov
Adyo SN, mpaypatomoleitor oe dvo Prpata. [pdta, vmoroyiletor n péon teTpOy®VIKN
andkion (MSD) tov cuvorov. Agvutepov, o Adyog SN vroroyileton and to MSD and v
e&iocmon S/N = -Logio (MSD.

‘Emerta, éywve avaivon tg owaxvpavens «ANOVAy» yu v eoywyn SLUTEPACIATOS TOV
TOCOGTOV GLUUPETOYNG KAOe mapdyovia oto omoteléopota. H pedémm éhofPe yopo oto
nepiarriov tov «Microsoft excel» cOppova pe tOVg amOPAITNTOVS GTOTIGTIKOVS TOHTOVG.
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2NV GLVEKELN, TAPOVGIALOVTOL OVOAVTIKA Ol TIVOKES TOV TPOKLITOVV Y1 TOV KAOE TO10TIKO
Tapayovta EexmpioTa.

1. Amékpion papovg tepayiov (total weight)

e IIpocéyyion: Nominal the best

[Mivaxog 6: Amoxpion Méong Avaroyiag S/N yio Tov moloTikd mapdyovia «Bapog Tepayiov»

S/N Injection  Packing Max Max Melt MFI (PP) Air
Ratio time time Injection  Packing  temperature temperature
Pressure  Pressure
level 1 | 16,7302 17,1403 18,3999 16,5931 19,2750 21,3922 17,2381
level 2 | 18,6493 18,2392 16,9796 18,7864 16,1045 13,9874 18,1414
1,9191 1,0988 1,4203 2,1932 3,1706 7,4048 0,9033
4 5 3 2 1 7
[Tivaxog 7: Avdivon Awokdpavong yio Tov molotikd mapdyovia «Bdapog Tepoyiov»
ANOVA Injection  Packing Max Max Melt MFI Air
time time Injection  Packing  temperature  (PP)  temperature
Pressure  Pressure
Level 1 -0,625 -0,587 -0,581 -0,633 -0,503 -0,361 -0,583
Level 2 -0,542 -0,58 -0,586 -0,534 -0,664 -0,806 -0,584
Contribution 0,0977  0,0861 0,0844 0,1002 0,0633 0,0326 0,0850
for level 1
Contribution 0,0734  0,0841 0,0858 0,0713 0,1102 0,1624 0,0853
for level 2
Factor sum of | 0,0009  0,0000 0,0000 0,0012 0,0032 0,0248 0,0000
square
Variance 0,0009  0,0000 0,0000 0,0012 0,0032 0,0248 0,0000
Variance - - - - - - -
Ratio F
Contribution 0,0286  0,0002 0,0001 0,0407 0,1077 0,8227 0,0000
4 5 6 3 2 1 7
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2. Amoxkpion dOvaung cvoeiEng (clamping force)

e IIpocéyyion: Smaller the better

[Mivaxag 8: Amdxpion Méong Avaroyiog S/N yio Tov To10TIkd mapdyovto «Advoun Zuceiéne»

S/N Injection Packing Max Max Melt MFI (PP) Air
Ratio time time Injection  Packing  temperature temperature
Pressure Pressure
level 1 | -32,7580 -33,2169 -33,4512 -32,6276 -35,0694 -32,4650 -33,1132
level 2 | -335352 -33,0763 -32,8420 -33,6656 -31,2238 -33,8282 -33,1800
0,7771 0,1407 0,6092 1,0381 3,8455 1,3632 0,0669
4 3 1 2 7
[Tivaxog 9: Avaivon AlokOUAvVe™g Yo TV TO10TIKO Tapdyovia «Advoun ZOceiEne»
ANOVA Injection  Packing Max Max Melt MFI Air
time time Injection  Packing  temperature (PP) temperature
Pressure  Pressure
Level 1 176,7 189,4 190,7 174,3 228,2 1741 187,4
Level 2 198,1 185,4 184,1 200,5 146,6 200,7 187,4
Contribution
for level 1 7805,7 8968,1 9091,6 7595,1 13018,8 7577,7 8779,7
Contribution
for level 2 9810,9 8593,3 8473,2  10050,1 5372,9 10070,1 8779,7
Factor sum
of square 57,2 2,0 54 85,8 832,3 88,4 0,0
Variance 57,2 2,0 54 85,8 832,3 88,4 0,0
Variance
Ratio F - - - - - - -
Contribution | 0,0534  0,0019  0,0051  0,0801 0,7770 0,0826 0,0000
4 6 5 3 1 2 7
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3. Amokpion ypovov kOkIov (cycle time)

e IIpocéyyion: Smaller the better

[Mivaxog 10: Andkpion Méong Avaroyiag S/N yia Tov T010TIKO TOPAYOVTH «XPpOVOG KOKAOL»

S/N Injection Packing Max Max Melt MFI (PP) Air
Ratio time time Injection  Packing  temperature temperature
Pressure  Pressure
level 1 | -14,1590 -14,0914 -14,2173  -14,2181 -14,2181 -14,2181 -14,2181
level 2 | 142773  -14,3449  -14,2190 -14,2181 -14,2181 -14,2181 -14,2181
0,1183 0,2535 0,0017 0,0000 0,0000 0,0000 0,0000

2 1 3

[Mivakog 11: Avéivon Alakdpoveng Yio, Tov TotoTikd Tapdyovio «Xpovog KOKAOUY

ANOVA Injection  Packing Max Max Melt MFI Air
time time Injection  Packing  temperature (PP) temperature
Pressure  Pressure
Level 1 20,42 20,26 20,56 20,56 20,56 20,56 20,56
Level 2 20,7 20,86 20,56 20,56 20,56 20,56 20,56

Contribution
for level 1 104,24 102,62 105,68 105,68 105,68 105,68 105,68
Contribution
for level 2 107,12 108,78 105,68 105,68 105,68 105,68 105,68
Factor sum

of square 0,0098 0,045 0 0 0 0 0

Variance 0,0098 0,045 0 0 0 0 0

Variance

Ratio F - - - - - - -

Contribution | 01788  0,8212 0 0 0 0 0
2 1

4.2.2. Tehkog oyedraopog Taguchi

"Yotepo, and v pelétn mov £ywve otov apyikd oxedwopd Taguchi, Aappdver yopo 1
avaivon tov telMkov cyedlacpod Taguchi. Aoy e&etdotnKay aVOAVTIKA TO ATOTEAEGLLOTOL
TOV TTPMOTOV OGYEOIAGHOD cOuemve pe TIC otatiotikés uebdodovg ANOVA kar S/N ratio,
e€dyeton cUUTEPAGHLO VIO TNV KATEVOVVOT) TOV EMOUEVOL GYEOIOGLOV UE UEYOADTEPO apPOUO
TEPOAUATOV KOl TLO GTOYEVUEVOV TTOPAYOVTMV.
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[T ovykekpuéva, apykd emAéyeTon Yo, To VAKO vo egtactel molvuepEc TOAVTPOTUAEVIO
pe MFI=45 g/10 min epdcov mAnpoi Tic amapaitreg Asttovpyikég mpovmobéoelc. 'Eneita
epooov eEdybnke 10 ovumépaocua O6tL N Bepuokpocio dmpotiov (air temperature) emdpd
oxed6V apeintéa oto melpopa, emAéyeTon va petvel otabepn n Ty g otovg 25°C. Tty
GUVEYELN, KPIVETOL GKOTIO VO LEIWOEL TO EVPOC TILADV TOV dVO YPOVIKAOV TAPUYOVI®OV OTMG
eatveton otov IHivaxoag 12 mapokdto, piag Kot 1 avEnuévn T toug edvnke vo ennpedlet
OPVNTIKA TO ATOTEAEGILATO GTOL TPONYOLLEVA TTEWPApatTa. 20T060, GE 0,TL 0POPE TIC TEGELS
YOTELONG VIAPYEL O EAUCTIKO TEPIODPLO TEPAUATICHOV Kot peAétne. 'Etot, ot Tég toug
emAéyetar va kopavbobv yio To max injection pressure kot to max packing pressure, amd
160MPa éw¢ 200MPa xat and 40MPa émwg 60MPa avtictoyya. Téhog, yio v Beppokpacio
TAYUATOG OOV EMNPEALEL CNUAVTIKA TNV POT] TOL VAIKOV TPOG TIC KOWAOTNTEG TOV KOAOVTION
emAéyeton vo e€etactovy ot tipuég 230, 240, 250°C.

IMivaxag 12: TTapdyovteg eEAéyyov tehkod oyedioouod Taguchi

Control Factor Unit Level 1 Level 2 Level 3
Injection time Sec 0.095 0.1 0.15
Packing time Sec 0.25 0.3 0.35
Max Injection Pressure MPa 160 180 200
Max Packing Pressure MPa 40 50 60
Melt temperature °C 230 240 250
Mold material MFI (PP) 9/10 min 45

Air temperature °C 25

Me dpota Aoy emA&yOniay Kot ot Tolotikol tapdyovies g pebddov dmov mapovsialovtan
otov [ivaxac 13, ot onoiot a&ilovv va ereyybovv.

Mivaxag 13: TTapdyovteg motdtnrag tedkod oxediacuod Taguchi

Quality Factor Unit Ipocéyyion
Total weight g Nominal the best (4.2 gr)
Clamping force Tonnage Smaller the better

Yty ovvéyela, pe v Pondeta Tov otaTioTiKod Aoyicpkov «Minitaby eEdybnke o mivokog
L27 BA. [livaxog 14 pe T00g LVOVAGHOVG TapapéTpmy ota Tpia eEgTaldpeva exineda, 0Qov
ApYIKE e16aYONKAV GTO TEPIPAAAOV TOV TPOYPAULATOS Ol TAPAYOVTES EAEYYOL KO TOLOTNTOG.
H otatiotikn avédivon apaypatonomdnke oto tepiarrlov tov Microsoft excel.
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[Mivaxag 14: TTivakog L27-Xyediaoudg telkod Taguchi

Trial Max Injection Max Packing  Injection Packing Time Melt
No. Pressure Pressure Time Temperature
1 160 40 0,095 0,25 230
2 180 40 0,095 0,3 240
3 200 40 0,095 0,35 250
4 200 50 0,095 0,3 230
5 160 50 0,095 0,35 240
6 180 50 0,095 0,25 250
7 180 60 0,095 0,35 230
8 200 60 0,095 0,25 240
9 160 60 0,095 0,3 250
10 180 60 0,1 0,35 250
11 200 60 0,1 0,25 230
12 160 60 0,1 0,3 240
13 160 40 0,1 0,25 250
14 180 40 0,1 0,3 230
15 200 40 0,1 0,35 240
16 200 50 0,1 0,3 250
17 160 50 0,1 0,35 230
18 180 50 0,1 0,25 240
19 200 50 0,15 0,3 240
20 160 50 0,15 0,35 250
21 180 50 0,15 0,25 230
22 180 60 0,15 0,35 240
23 200 60 0,15 0,25 250
24 160 60 0,15 0,3 230
25 160 40 0,15 0,25 240
26 180 40 0,15 0,3 250
27 200 40 0,15 0,35 230

"Yotepa amd v eKTEAECT TOV TEPAUATOV GOUEOVA LE TOVG GLVOLUGHOVS TOV TPOKVTTOVY
amd TOV TUPOUTAVE® TIVOKO, TPOEKVWYOV TO OTOTEAEGLOTA Y10, TOV KAOE TO10TIKO TTapdyovTa
ov eEetdleTon OMmG Qaivovior mopakdtem otov Ilivaxoac 15. 'Emeton m avdivon kot m
aEl0A0YNOT TOV OTOTEAECUATOV OVTAOV HE YPNON TOV OTATIOTIKOV UeBOd®V avaivong
dwavpavong (ANOVA) kot avaroyia onpatoc-0opvfovu (Signal to Noise ratio).
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[Mivaxag 15: Andkpion TO0TIKGV TopaydvTmv ToL TeAKoD oyedlacuod Taguchi

Control factors Quality factors
Trial Max Max Injection  Packing Melt Total Clamping
No. | Injection Packing Time Time  Temperature | Weight Force
Pressure Pressure
1 160 40 0,095 0,25 230 4,223 51,3
2 180 40 0,095 0,3 240 4,22 42,9
3 200 40 0,095 0,35 250 4,218 42,7
4 200 50 0,095 0,3 230 4,222 51,7
5 160 50 0,095 0,35 240 4,219 43,2
6 180 50 0,095 0,25 250 4,217 43,2
7 180 60 0,095 0,35 230 4,222 52,2
8 200 60 0,095 0,25 240 4,22 43,6
9 160 60 0,095 0,3 250 4,219 43,7
10 180 60 0,1 0,35 250 4,22 41,9
11 200 60 0,1 0,25 230 4,221 51
12 160 60 0,1 0,3 240 4,221 42,3
13 160 40 0,1 0,25 250 4,219 41,2
14 180 40 0,1 0,3 230 4,222 50,1
15 200 40 0,1 0,35 240 4,219 41,6
16 200 50 0,1 0,3 250 4,22 41,5
17 160 50 0,1 0,35 230 4,221 50,6
18 180 50 0,1 0,25 240 4,22 41,9
19 200 50 0,15 0,3 240 4,222 46,7
20 160 50 0,15 0,35 250 4,21 43,3
21 180 50 0,15 0,25 230 4,226 57,9
22 180 60 0,15 0,35 240 4,222 46,8
23 200 60 0,15 0,25 250 4,22 43,5
24 160 60 0,15 0,3 230 4,226 58,2
25 160 40 0,15 0,25 240 4,221 46,6
26 180 40 0,15 0,3 250 4,219 43,1
27 200 40 0,15 0,35 230 4,225 57,7

Mo v aviAvon TeV OmOTEAEGUATOV TV 27 aVOTEP® TEPAUATOV OPYIKA £YIVE LEAETN UE
v uébodo «S/N ration. H petorponr) evog cuvorlov mapatnpioewy og Evay povo aptbud, tov
Adyo SN, mpaypatomoteitor og dvo Prpata. [Ipdta, vroroyiletor n péon TETpOy®VIKY
andkion (MSD) tov cuvorov. Agvtepov, o Adyog SN vroroyiletan and to MSD and v
e&iocmon S/N = -Logio (MSD.

‘Emerta, éywve avaivon tg owxvpavens «ANOVAy» yu v eoywyn GLUUTEPACILATOS TOV
TOCOGTOV GLUUETOYNG KAOe mapdyovia oto omotelécpoata. H pelétn élafe yodpa oto
nepiarriov tov «Microsoft excel» cOppova pe tOoVg OmOPAITNTOVS GTOTIGTIKOVS TOHTOVG.
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2NV CLVEKELD TOPOLGLALOVTOL OVOAVTIKA Ol TIVOKEG TTOV TPOKLITOLV Y10, TOV KAOE TO10TIKO
Tapayovta EexmpioTa.

1. Amékpion papovg tepayiov (total weight)

e IIpocéyyion: Nominal the best

[Mivaxag 16: Anoxpion Méong Avaroyiag S/N yia Tov mototikd mapdyova «Bapog Tepayiovy

SIN Max Injection  Max Packing  Injection Packing Melt
Ratio Pressure Pressure Time Time Temperature
level 1 34,2675 33,7403 34,0181 33,7035 32,7526
level 2 33,6566 34,3704 33,8452 33,5022 33,8003
level 3 33,6842 33,4976 33,7450 34,4026 35,0554
delta 0,6109 0,8729 0,2731 0,9005 2,3028
Rank 4 3 5 2 1

[Mivakog 17: Avéivon Alaxopoaveng yio Tov TotoTikd topdyovta «Bapog Tepoyiovy

ANOVA Max Max Injection Packing Melt
Injection Packing Time Time Temperature
Pressure Pressure
Level 1 0,179 0,186 0,18 0,187 0,208
Level 2 0,188 0,177 0,183 0,191 0,184
Level 3 0,187 0,191 0,191 0,176 0,162
Contribution for level 1 0,00356 0,00384 0,00360 0,00389 0,00481
Contribution for level 2 0,00393 0,00348 0,00372 0,00405 0,00376
Contribution for level 3 0,00389 0,00405 0,00405 0,00344 0,00292
Factor sum of square 0,000 0,000 0,000 0,000 0,000
Variance 0,000 0,000 0,000 0,000 0,000
Variance Ratio F 0,378 0,781 0,502 0,936 8,214
Contribution 0,0225 0,0465 0,0298 0,0557 0,4886
2,246% 4,646% 2,985% 5,569% 48,862%
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2. Amoxkpion dOvaung cvoeiEng (clamping force)

e IIpocéyyion: Smaller the better

MMivaxag 18: Anokpion Méong Avaroyiag S/N yia Tov Tol0Tikd Topdyovia «Avvoun cOoEiENG

S/N Max Injection Max Packing Injection Time  Packing Time Melt
Ratio Pressure Pressure Temperature
level 1 -33,3361 -33,2686 -33,2336 -33,3318 -34,5369
level 2 -33,3273 -33,3275 -32,9653 -33,3319 -32,8512
level 3 -33,3269 -33,3943 -33,7915 -33,3266 -32,6022
delta 0,0093 0,1257 0,8263 0,0054 1,9347
Rank 4 3 2 5 1
[Tivaxog 19: Avéivon Alacdpoveng yio Tov TolTiKO Topdyovta «Avvapn cOoeiEng
ANOVA Max Max Injection Packing Melt
Injection Packing Time Time Temperature
Pressure Pressure
Level 1 420,4 4172 4145 420,2 480,7
Level 2 420 420 402,1 420,2 395,6
Level 3 420 423,2 443,8 420 384,1
Contribution for level 1 19637,35 19339,54 19090,03 19618,67 25674,72
Contribution for level 2 19600,00 19600,00 17964,93 19618,67 17388,82
Contribution for level 3 19600,00 19899,80 21884,27 19600,00 16392,53
Factor sum of square 0,0119 2,0030 101,8941 0,0030 618,7341
Variance 0,0059 1,0015 50,9470 0,0015 309,3670
Variance Ratio F 0,0020 0,3456 17,5807 0,0005 106,7555
Contribution 0,00002 0,00264 0,13453 0,00000 0,81690
0,00156% 0,26445% 13,45277%  0,00039%  81,68961%
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4.3. Anoteréoparta nepapdtov (DOE results)

4.3.1. Anoteréopato TPOTAPYIKOV cyedtacpov Taguchi

[Mopoampdvtag o amoteléopato TV OV0 OVIAVGE®MY Y10, TOVS TOLOTIKOVS TOPAYOVTES
Bapovg war Svvoung ocvoPiEng, Yivetor caEEG OTL TO OOMIKO TOAVUEPEC VAIKO OV
ypnopomoteital £xel KaBopltoTikd poOAO GtV Kotepyacio yutevons pe Eyyvon. O fabuog otov
01010 10 €160¢ TOL VAKOV eMNPEALEL T TEMKE AMOTEAECUOTO EIVOL TEPAGTIOS GE GYECT UE TIG
voromeg mopapétpovs. ‘Emetta, Ommg Mrtav avapevouevo, to molvmpomvAévio pe MFI
=100g/10min £yl apketd peyahdTEPN GLVEICPOPE GTO TEipapa o€ oyéon pe to PP ue MFI =
45g/10min. Avtd opeidetar 6TO YEYOVOS OTL TO PEVLGTO VAIKO, OTOV EXEL UEYOAVTEPO 1EMOES
BA. Zynua 4.1, cvovavtd peyohdtepn dLoKOALD KOl OVTIGTAOT] GTNV OOPOUT TOV TPOG THV
KOOTNTa. popeomoinons. Etot, emtuyydveTon amoteAeCUOTIKOTEPT] TANPMOT TG UNTPOS LE
TOAUEPEG UIKPOTEPOV 1EDOOVS PA. Zyrjua 4.2 ko peyolvtepov deiktn pong typotog (MFI-
Melt Flow Index). Kabmg to PP pe MFI=45g/10min kaAdmtel Tig avayKes e mopay®ync
Kot €ivat oNUavTIKG okovopkotepo og ovykpion pe o PP ue MFI=100g/10min, emidéyetan
aVTd ®G SoKO VAIKO.

PP Borealis PP BH345MO Borealis AG (MFI{230,2.16)=45 g/10min)

104

108

102

Viscosity [g/(cm.sec) ]

TleC]
210
235
260

101 I\\Illlé T II\I\\I$ T II\II\A T T T T17TT1TT
10 10 10 10 10°

Shear Rate [1/sec]

Zympo 4.1 Aldypoppa E®O0VS cuvaptheel puOuov dtdTunong yio moAvporvAévio pe MFI 45
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PP Borealis PP BJ356MO Borealis AG  (MFI(230,2.16)=100 g/10min)
103

102

Viscosity [g/(cm.sec) |

E T[oC]
210
235
260

10!

T UL T UL T UL T UL
10 105 10é 10‘5 10°
Shear Rate [1/sec]

Zyua 4.2 Audypoppa E®S0vg cuvaptiegl puduov didtunong yo roAvaporviévio ue MFI 100

2TV GUVEKELD, O OUECHG EMOUEVOS CTLLOVTIKOS TOPAyovTas 0 onoiog ennpedlel To Pépog kot
™mv oOvaun ovoeiéng eivar n Oepuoxpacio typatog (melt temperature). MdAiota,
COUPOVO e TNV omdKPLoN NG dvvaung cvoeiEng, Eemepvael v cuvelspopd kot tov MFI
ToL VAMKOV. MeyoAdTePN GLUVEIGPOPA TOPATNPEITOL OTL VITAPYEL YO TO EMIMESO 2 HE TIUN
Beppokpaciag 260°C oe oyéon pe 1o emimedo 1 pe Ty 220°C. O mapdyoviag g
Oeppokpaciog TyHaTog AGY® TNG ONUAVTIKOTNTOG TOL TOPOVGLALEL, EMALYETAL VO LeAeTnOel
mepETOip® o€ emOuUEvO TEWPApOTA PE MO PIKPO €VPOG TIUADV. ATO TV GAAN TAELPA M
Bepuokpoocio doupatiov (Air temperature) kdti to omoio pmopel va Oswpnbei kot ©g
napdyovtag BopOPov, eaivetar 6t dev ennpedlel oyeddv KaBOAOL TO AMOTEAECUATO TOV
TEPAUATOV, EPOGOV Aappdvel Tnv tedevtaia 71 BEon oNUOVTIKOTNTOC.

‘Emetta, onuavtikd poro £xel n TOPAUETPOS TG Uéytotng mieong ovumicone (Max Packing
Pressure), koboc Aappdver mv 3" 6éon oty katdtaén cuvelcpopds HETaEd OA®V TOV
TOPOUETPOV eAEYYOL. Daivetar OTL UEYAAVTEPT] GLVEIGQOPA, UE EAGYIOTN OLPOPA £YEL TO
eminedo 1 pe yun S0MPa évavtt g tung 100MPa. Ocov apopd v péylot mieomn Eyyoong
(Max Injection Pressure), o poAog tng dev gival kabopioTikOg oTNV KOTEPYUTio. ZOUPOVO,
He To amoteAéopata TG avdAvong avt Aoppdavetl tny 5" Béon oy KoTATAEN KO GNUEIDVEL
poTiunon oto eminmedo 2 pe i 200MPa évavt tov 150MPa. "Etot, yia toug Adyoug avtong
oto emdpeva mEpapata emAéyetal vo peletnOel yuo tnv Max Packing Pressure gbpoc tipumv
Yopw amd ta 40MPa kat yro. tnv Max Injection Pressure n tyun tov 160MPa 6nmg mpoteivetan
oo TNV KOTOGKEVOGTIKY £TApEiaL.
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Téhog, o1 ypovikoi mapdyovteg xpdvog £yyxvong kot ocvumieong (Injection time & Packing
time) mailovv kabop1oTIKO POLO GAPHOS GTOV KOKAO EyYLONG LE LEYOADTEPT) GUVEICPOPE TOV
xPOVOL cvumieonc. Xe avtd emiong, eoaivetor vo moailer pikpod poAo m mieon cvumieong.
Qo1660, 68 0,TL APOPE TOVS TOLOTIKOVG TAPAYOVTES TOL PAPOVG Kot THG dVVAUNG GVGPIENG
ONUOVTIKOTEPOC Qaivetor OTL givar o ypdvog éyyvong (injection time) pe peyaddtepn
ocvvelopopd oto gmimedo 1 pe tyun 0,08sec. Avtd sivor Aoykd amOTEAESHO LOG Kot OTOV
avéavetar o ypOvoc TANP®ONG VLIAPYXEL KIVOLVOC GTEPEOMOINGNG TOL THYUOTOG, Yo
TOPASELYLLOL GTNV TEPLOYT TNG TOANG EIGOSOV LE OMOTEAEGLLO TV LUN-OLOIOLOPON 1| Kot EAAITN
TANP®ON NG KOLOTNTOG LOPPOTOINoNG. ZNUeEWdVETOL OTL yio. To packing time, pe ehdyio
OLPOPEa CUELDVEL LEYAADTEPT] GLVEICPOPA TO emimedo 1 pe Tyun 0,25sec.

A&woonueioto glvar 6Tt o DOF kot 10 Se tov 0pov cdApatog eivar undév, emopévmg o
Aoyog F, dnhadn o Adyoc towv amokAicewv dev pumopet va vmoroyiotel. Emopévmg, avtdg o
TEPOUATIKOG oXEOOGHOG OeV €ival TOCO AMOTELECUATIKOC Yol T LEAETT TG OAANAETIOpOOTG
napoyoviov. EmmpdcOetor fabpol erevbepiog etvor amapaitnrot yo po TANp avaivon tov
OAMAETOPACE®Y KOl  TOV  KOPU®V  EMATOCE®V. AVTO pmopel  vo  emitevybel
enoavolapupdvoviag to mepdpoto yoo kabe pvduion, €1ol dote va vrapyel €vag Opog
o@AaApaTOg oL B Exel un undevikovg Pabpovg elevbepiag Kot 6povg SaKHIOVOTG.

4.3.2. Anoteréopato TEMKOD oyedaopov Taguchi

"Yotepo and tov Kabopiopd otabep®dv TI®V yio TV mapdpetpo tov vikov (mold material)
Kot ¢ Oeppoxpaciog dopatiov (air temperature) efetdobnke ektevdg n emidpacn TV
VTOAOUT®V TTAPAYOVIOV EAEYXOL CUUO®VO UE €va. WKpOTEPO €Vpog Tn®v. [lapaxkdtom
mapovslalovtal Ta amoteAécpata TG KABe avdivong yio kdOe moloTikd mapdyova.

1. TowTtikog mapayovrac- Total Weight

Apyd, Tapovotdlovtal To TOCOTIKA OYPAULOTO Y10 TOV TOLOTIKO Topdyovto Bapovs. 10
2ynua 4.3, paiveton ) péon andkpion g dakvpaveng (mean of means), 6mov kdbe erdyioto
onueio Tov ekdotoTe TAPAYOVTO EAEYYOL Oelyvel TNV PEATIOTN TIW| GLVEIGPOPAS TOV.
ZnueudveTot 0Tt 1) S10KVULOVGT] TOL GOAALATOG TTOL TPOoKVTTTEL £fvart 0%.
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Main Effects Plot for Means
Data Means

Inj. time Pack. time Max inj. press. Max pack. press. Melt temp.
4,223
4,222
4,221 /
4,220 /\‘

4,219

Mean of Means

4,218

0,095 0,700 0,150 0,25 0,30 035 160 180 200 40 50 60 230 240 250

Zyua 4.3: IMocoTtukd diaypdppota Yo Tov ToloTiko Topayovta «Bapog Tepayiov»

o XVppwvo pe katdtaln mov mpokvmtel omd Tov Adyo SN, 1 Ogpuokpacio Tyuatog
(melt temperature) aokei Tnv peyaAdtepn pe S10POPA EXPPON GTNV SAUOPPOGCT TOL
Bapovg tov tepayiov. H avdivon ANOVA 10 emifefardvel kabmdg n peyorldtepn
cuvelsopd g TaENG 48,862% cuvavtdarton kel

e ’'Emeton, o mopdyovrag elEyyov ypdvog cuumicong (packing time). H cvvelispopd tov
omoiov givar cvppava pe 1o ANOVA, ota 5,569%.

e AxoAovOel pe pkpn Sweopd, n emidpoon g UEYIOTNG Tieong ovumieong (mMax
packing pressure) pe cvuvelseopd oto 4,646%.

e YTnV GLVEKELD, TOpOTPEITOL OTL TNV HIKPOTEPT EMidpacT oto PApog TNV ackohV 0
xpovog Eyyvong (injection time) pe mocootd 2,985% won téhog M péyion mieom
&yyvonc (max injection pressure) pe 2,246%.

[Mopoakdte mapovoialetar otov [livaxoc 20 m Peltictomomuévn AOGN Yo TOV TOLOTIKO
napayovto «Total weight». H Avon mopéyet o tov kabe Tapdyovio eEAEYYOL TO TinESO TOV
GLVEICPEPEL PEATIOTO GTOV EKACTOTE TOLOTIKO TAPAYOVTOL.

[Tivaxkag 20: Optimized solution for Total weight

Factor Value Level
Max inj. press. (MPa) 160 1
Max pack. press. (MPa) 50 2
Inj. Time (s) 0,095 1
Pack. Time (s) 0,35 3
Melt temp. (°C) 250 3
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2. Howtikog mapayovra- Clamping Force
Apyikd, mopovstalovtal To TOCOTIKA SIOYPAUUOTO Yo TOV TOLOTIKO Tapdyovta dOVOUNG
oVoQiEng. Xto Dyrjua 4.4, paiveton n péorn omdkpion ¢ dakvuavene (mean of means), 6rov
KGOe ehdyloto onueio TOL ekAOTOTE TOPAyovTa €AEYYOL Oelyvel TV PEATIOTN TN
GLVELGQOPAG TOV. ZNUELDOVETOL OTL 1] SIUKVLOVOT) TOV GOAALATOG TTOL TTPOKVTTEL Eivat 2,9%.

Main Effects Plot for Means

Data Means
Inj. time Pack. time Max inj. press. Max pack. press. Melt temp.

54

52
wvi
£ 50
Ly+]
L
=
Y—
C 48
{=
i+
@ — o — & *— — o & t_,_,_,r"'/.
Z %

44

42

0,095 0100 0150 025 030 035 160 180 200 40 50 60 230 240 250
Zyiuo 4.4: [Mocotwkd dtaypdppata yio Tov TOTIKO Topayovto «Avvaun ZooeiEng»

o  Apyka, mopatnpeitor and v avaivon SN OtTL kot €00 TV peyoAvTEPN EMidpaon pe
dwapopd, v aokel 1 Oeppokpacio typatog (melt temperature). XZvykekpiuéva, M
ouvelsQopd g eivan 81,69%.

e ‘Yotepo, onuavtiky enidpaocr mapovcstalel kot o ypdvog Eyyvong (injection time) pe
T0G00TO cLVEISEOPAS cvuemva e 1o ANOVA, ota 13,45%.

e XV cuvExeln, EAAYIOTN eMidpacT eaiveTal va £xel N LYot mieon cvumieong (Max
packing pressure) pe cvveiopopd 0,264%.

e Téhoc, apeAntéeg Dempovvtal ol EMSPAGELS TOV TAPAYOVI®MV EAEYXOL «MaxX injection
pressure» kot «packing time» xabbc @épovv mocootd cvvelspopdac 0,0016%
0,0004% avtictotyo.
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[Mopaxdtw mopovoialetor otov [ivaxac 21 m PeAitiotomomuévn AOGN Yoo TOV TOLOTIKO
napayovto «Clamping force». H Adon avt) mpokdmtel cdpupova pe v avéivon tov SN
ratio ko wapéyetl yio Tov Kabe mapdyovio EAEYYOL TO EMIMEDO TOV GLVEIGPEPEL PEATIOTO OTIG
OTTOLTIOELG TOV EKAGTOTE TOLOTIKOV TTOPAYOVTAL.

IMivakog 21: Optimized solution for Clamping Force

Factor Value Level
Max inj. press. (MPa) 200 3
Max pack. press. (MPa) 40 1
Inj. Time (s) 0,1 2
Pack. Time (s) 0,35 3
Melt temp. (°C) 250 3

4.3.3. BéAT167T0G 6)(£010.6 P0G

Ev xataxleidl, odpoova pe o teMkd anoteléopata tov oxediacpon Taguchi, e&dydnkav
Kamowo. cvumepAcaTe avapopkd pe to PEATiota enineda TV mopayoviav eréyyov. Ot
TOPAUETPOL OVTEG, OTMG avaypapovTal 6Tovg Tapandve wivakeg (ITivaxag 20, ITivoxos 21)
e€eTdoTNKOV  TEAIKOG Kol To  PeAtioromompéva  omoteAéoHoTd  TOvg  TOPOVGLALoVTOL
TOPOKAT.

¢ Packing-Volumetric Shrinkage (%)

Apycd, vrevBopileton 6Tt 0 HEGOC OPOC TNG TOCOGTIONOG OYKOUETPIKNG CLPPIKVAOCNS NTOV
YOp® ota 6,6% o10 pEYaALTEPO UEPOG TOV TEpOyiov. ['evikd, Ommwg TpoavaEpOnke dtapépet
apKeTd amd Tov amortovpevn TN mov €xel Bécel o merdng (1,5%). ‘Enetra, amd moliég
TpoomAdeleg HelONG TOL TOCOGTOV AVTOV, TO KAADTEPO SLVVATO ATOTEAECHO dOONKE LE TIg
BérTioteg TEG Yo To TEMKO Papog. Onwg paivetal Tapoakdtom 6to Zyqua 4.5 10 T0G0GTO NG
ocvppikvoong mpdypott peiwbnke oto 5,6% vy v peyodvtepn emdvewn. Qotodco,
e€axolovbel vo unv mAnpoi Tig TPoolaypapég Tov MEAATY, YEYOVOC OV €maAnBevel v
apylK ektiumon o0t avtd oesihetar ot ANYN 10€0TOV GLOTHUATOS WOENG avtl TOL
TPAYLOTIKOD GUGTNUATOS YO&Nng omv untpa popeonoinong. To amotélecua avtd MoV
AOYIKO ooV KOl TO PEYUAVTEPO HEPOS TNG GLPPIKVMOOTG cuuPaivel 6TO KOAOVTL KATH TNV
@aon YoEng. Avtd KobloTé EMTOKTIK TV avaykn ywo. TNV €E£TO0T TOV GLYKEKPYULEVOL
TPoiovTog Aappdvoviag vTdyn 10 TPAYUATIKO GOGTNUO SLovOUNG Kol WHENS 00TOC MGTE Va
emTeEVYOOHV T EMOLVUNTA ATOTEAEGLOTA.

Xoppova pe v Bewpia, 660 peyardtepn givor n mocootioio pelmon TG TUTIKNG OTOKAONG,
1060 UEYOADTEPO €ival TO TOGOGTO PEATimONG TOV TOOTIKOD TTaPAyovTa. YTOAOYioTNKE M
TUTIKT] ATOKAIoN ™G €ENG:

74
AJIILM.Z. ZYSTHMATA AYTOMATIEMOY- EONIKO METXOBIO ITOAYTEXNEIO



Mel&Tn KaTepyaoiag YUTEVONG UE £YXLOT) TTOAVHEPOVS Y1 KAALUA §0xelov oLOKELATIAG TPOPILWVY UE XPTOT) TTPOTOLOIWONS

ITM = ((SDoptimum — SDoriginal) / SDoriginal) x 100 %
((0,529 — 0,839)/ 0,839) x 100% = - 36.9%

Histogram Histogram
Range [2417 [f4449 | o Range [4133 17274 oY -]
[w/] Totalis 100% after edited range. Total is 100% after edited range.
Packing_Volumetric Shrinkage [%] Packing_Volumetric Shrinkage [%]
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100% 0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%

14.449 17.274
0.00% 0.02%

13.246 15.960
0.03% 0.01%

12.043 14.646
0.02% 0.02%

10.840 13.332
0.10% 0.02%

9.637 12.018
0.57% 0.04%

8.433 10.704
11.08% 0.16%

7.230 9.390
65.37% 0.22%

6.027 8.076
19.21% 0.64%

4.824 6.762

W 3s8% [— 71.08%
3.621 5448
0.04% I 27 1%
2417 4133
Min=2417; Max=14449; Avg= 6606, SD=0839 Min = 4133, Max=17.274, Avg=5632, SD=0529
Close Close

Zyua 4.5: [MpwToyevn amoTteAéGOTO TNG OPYIKNG TPOGOUOIMANE TOV KHKAOL £yyvomg
(ap1oTEPA) KOl ATOTEAEGLOTO TNG TEMKNG TPOGOUOIMGNE TOV KOKAOL £yyvong (6e€1d) Yo Tov
napdyovra “Packing- Volumetric Shrinkage ” o omoiog BeAtidOnke tedikdg kotd 36,9%.

¢+ Packing -Total Weight

Ocov apopd To. TPOTOYEVH OMOTEAEGLOTA TNG OPYLIKNG TPOCOUOIMGNS TOV KOKAOL £yyvuong
Yl0 TOV TOLOTIKO Tapdyovta, PApog Tepoyion, avTtd Kupoivoviay o€ TIéEG TG TaEeme tov 3,8
gr. 'Enetto, amd v avdivon mpocopoioong pe 1o PEATIOTO EMIMESN TOPOUETP®V OTMG
e€ayOnke amd v avaivon SN ratio Tov tehkov oyediacpod Taguchi, mpoékvuye PBeltioon
oV Papovg pe teMk Tl 4.226 gr oto T€A0¢ TG (AONG ovuumieons. Avti 1 TR sivot
KOVOTIOMTIKT), KOOMOG KAAVTTEL TIC TPOOLAYPOPES TOL TEAATN Ko PPioKETAL GTO EMITPENTO
opto ¢ avoyng Papovg +3% tov 4,2. TyeTKA e TNV KOUTOAN TOV akoAovbel paiveTat vo
avEAveTal opaAd PEXPL To TEAOG TNG paong TANpwong PA. Zynuo 4.6. 'Eneita, akolovdel o
eMappa avénon uéypt To onueio evaliayng edoemv (Switch point) émg 6tov otabepomondel
LE TO YEMGULO TG KOWAOTNTAG LOPPOTOINGNC.

75
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



Mel&Tn KaTepyaoiag YUTEVONG UE £YXLOT) TTOAVHEPOVS Y1 KAALUA §0xelov oLOKELATIAG TPOPILWVY UE XPTOT) TTPOTOLOIWONS

Packing-Total Weight

Run 68 : Copy of Run 66(Copy of Run 67) (g}

T T
0.361 0.417 | 0.720

Time (sec)

Packing-Total Weight

Run 73 : Copy of Run 1(Copy of Run 28)(Copy of Run 61)(Copy of Run 62)(Copy of Run 68)(Copy of Run 70)(Copy of Run 71)(Copy of Run 7

-
0360 | 0.444 0.720 1.080 1.440 1.800

Time (sec)

yfua 4.6: [Ipwtoyevn amoteléopata TG apyIKNG TPOSOUOIMANG TOV KOKAOL &yyvong (Thvm)
ka1 BEATIOTO OTOTEAEGUATO, TG TEMKNG TPOGOLOIMGONG TOL KOKAOV £yYvong (KATM) Yo TOV TOLOTIKO
napdyovta “Packing - Total Weight ” o omoiog avénbnke xatd 0,43gr.

¢ Packing-Sprue Pressure (MPa)

Ta mpwtoyevr amoteléopato G mieong ovumieong o610 kdOeto KovdAL Stovoung,
vrevOvpiletan 0Tt £de1&ay mwg 1 péylotn mieon cvumieong n woovto pe 159 MPa v ypovikn
otyun 0.145 sec. ‘Enetta, amd tov BEATICTOTOMUEVO GYESIAGUO QLTI LEIMONKE OTLUOVTIKA LLE
péytotn tun oto 99 MPa v ypovikn otrypn 0,097 sec BA. Zynqua 4.7. Qotdc0, 1| LOPON TNG
KOUTOANG TOPOUEVEL 1010, OHOAG aOEOLGO £mG TO CNUEID KOUTNG TNV HEYIOTN TN TNG.
‘Enetra, axolovBel opoard @Bivovoa £mc 6tov unodeviotet 0Otav otepeomombei ) TOAN €1G0J0VL.
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Packing-Sprue Pressure

180.000 —

108.000 —

|
Run 68 : Copy of Run 66(Copy of Run 67) (MPa)

0.36( 0.417 |

Time (sec)

Packing-Sprue Pressure

120.000

N\
N

.

~—
Run 72 : Copy of Run 1(Copy of Run 28)(Copy of Run 61)(Copy of Run 62)(Copy of Run 69)(Copy of Run 70)(Copy of Run 71) (MPa)

= |
0.360 | 0.450 | 0.720 1.080

Time (sec)

Syfua 4.7: [Ipwtoyevn amoteléopata TG apyIKNG TPOSOUOIMANS TOV KOKAOL &yyvong (Thvm)
Kol BEATIOTO OMOTEAECULATO TG TEMKNG TPOCOUOIMGOTG TOV KOKAOL £yYvong (KATm) Yo TovV
napdyovra “Packing-Sprue Pressure ” o omoiog peiddnke teMkadg kot 60 MPa.

% Packing-Clamping Force (Ton)

Ta TPOTOYEV] OMOTEAEGUOTO OPYIKAG TPOCOUOI®ONG TOV TOPAYOVIO TOLOTNTOS «OVVOUN
oLGPIENG» OTNV EAcN NG cvumieong, vaevOvpiletor 6Tt €0e1&av mwg N PEYIOTN T TNG
wovtanr pe 48 Ton v ypoviky otiyur 0,166 sec m omola Eemepvohoe v pEYIOTN
emupendpuevn Tiun tov 45 MPa.

‘Emerta, amd Tov PEATIOTOTOMUEVO OYESIAGHO 1) TIUT VT LEIOONKE pe uéytotn Tiun ota 41,2
Ton v ypovikn otrypn 0,117 sec PA. Zynua 4.8. Qotd6G60, 1 LOPON TNG KAUTOLANG TOPOUEVEL
010, opoAd avEovoa €m¢ To onpeio kKoumng oty péEytetn T ™. Enetta, akoAovOel opoid
eBivovca £mg 6tov pndeviotel dtav otepeomombel n THAN 16600vV.
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Packing-Clamping Force

Run 68 : Copy of Run 66(Copy of Run 67} (Ton(m))

e e T
0.000 0.36/ 0.417 0.720

Time (sec)
Packing-Clamping Force

Ty

N
N
N
—

Run 72 : Copy of Run 1(Copy of Run 28)(Copy of Run 61)(Copy of Run 62)(Copy of Run 69)(Copy of Run 70)(Copy of Run 71} (Ton(m))

| = =
0.360 | 0.450 0.720 1.080 1.440

Time (sec)

Zymua 4.8: [Ipwtoyevn amoteléopata TG apyLKNG TPOGOUOIMOTG TOV KUKAOL £yyvong (Tévm)

ka1 BEATIOTO OTOTEAEGUATO, TG TEMKNG TPOGOUOIMGONG TOL KOKAOV £yYvong (KATM) Yo TOV TOLOTIKO

napdyovrta “Packing-Clamping Force ” o onoioc peiwbnke tedikdg katd 6.8 Ton.
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5. XYMIIEPAXMATA KAI MEAAONTIKH EPI'AXIA

5.1. Xoprepaocporoa,

210 mA0iCl0 NG TopohoOC UETAMTUYIOKNG €PYOCIOg TPOyUATOTOmONKE [ HEAETN
MEPIMTOONG YO TNV TPOGOUOI®ON YVTEVONG HE £YYLON €VOC EUTOPIKOL TANCTIKOD
Kotavolotikod wpoidviog (PP 4,29). Apyikd, diepeuviOnke 1 GOUTEPLPOPA TNG JEPYAGIOG
YOTEVONG UE £YYLOT KATA TNV eKKivion Kabmg Kot HETA TNV dAAAYT TOV TOPUUETPOV TG
punyovng €yyvong H avaivon mpocopoidcemy ¥pnGILOTOONKE Y10 VO TOCOTIKOTOWGEL £VaL
EUTELPIKO HOVTELD Yia T dtadikacio dote va AneOel n emBounty tiun dSvvaung cvePiEng Kot
Bapovg yio cLYKEKPUEVEG TaPAUETPOVG dladikaciac. To Aoyiopkd Moldex3D eivat avtd mov
aglomomOnke v TV EKTEAEGT TOV KUKAOL SOKIU®V KAODS HECH aVT®OV YIVETOL GOPES TO0L
Topdyovteg emnpedlovv CNUOVTIKA TNV omddoon TG mpocopoiwonc. Me yopwvo oavtd
eméyxOnke vo peletnbei extevadg 1 emidpaon tev mapapétpov «Max Injection Pressure»,
«Max Packing Pressure», «Injection Time», «Packing Time» kot «Melt Temperature» vrd
™MV HOPET| TapayOVT®V EAEYYXOL 6TOV oYedloopd Taguchi. Qotdco, ot mapdyovieg TG QAo
Yo&ng dev peketOnkay OGOV GTNV TOPOVGA EPYUGI0 dEV AAUPAVETOL LTOYN TO TPAYLATIKO
ocvotnpa YHENG. tov oyedracpod mepapdtov (DOE) wg napdyovteg notdmrog e€etalovran n
duvaun ovoeiEng (Clamping force) kot 1o Papoc. Xxomdg givar pécwm TG ¥PNONG MG
GTOTIOTIKTG KOl AptOUNTIKNG TPOGEYYIONG 1 EKTIUNOT TOV PEATICTOV EMTEI®V TOVC.

2vuykekpuévo, o Aoyog SN deiyver v katdtaln xébe moapapétpov, eved 1 avdAivon
dwkvpavong ANOVA vroroyilel TV TPOayUOTIKE TOGOGTIONN GUVEICQOPA KAOE TUPAUETPOV
o1 dwdikacio. 1o «dlo TanTo», To aToTEAEGHATA TV oyedlacudy Taguchi deiyvouv o1t 1
Oeppokpacio ypotog eival N o KPICIUN TOPAUETPOS Y10 TOVS SVO TOPAYOVTEG TOLOTNTOG
mov e€etdlovTal Kol KOTATAGGETOL GTO TPMTO EMIMEDO.

Ta kOplo cLUTEPACLATA AVTNG TNG LEAETNG TTEPIAAUPAVOLV:

o  Apykd, emPePfoarddnke 611 10 €id0og TOL TOAVUEPOVG LAKOD emnpedlel 6€ TEPACTIO
Babuod to TEAMKE AmOTEAEGHOTO GUYKPITIKE [E TIG LITOAOITES TopapéETpovg. Tlapd v
HEYOADTEPT] CGLVEICEOPA VAMK®OV peyolvtepov ociktn pong (MFI), emiéybnke va
ypnowonombel vAkd pe MFI=459/10min epdoov KOAOTTEL TIC OVAYKEG TNG
TOPOYOYNG Kol VoL GNUOVTIKE OIKOVOUKOTEPO.

e H Ogppoxpacio Typotog £xel TNV LEYOADTEPT LE OLAPOPE GUVEICPOPE OGOV APOPd
v duvaun ovoeiEng aAAd kot to teEMkd Papog mpoidvtog. H ouvelspopd g
avépyetar oto 81,69% kot ota 48,862% oavtictoyyo evd to PEATIOTO €MIMEDD NG
eatvetar va tvor To tpito pe Tyun 250°C.

e Ye olOykplon HE TIG GALEC TEGGEPIS TOPOUUETPOVS, aKOAoVOEL 0 ypovog &yyvong o
omoiog mailel onuavtikd poro oty peimon tov «Clamping Force» pe cuveiopopd
13,45% «on Bértiom Tyun 0,1sec.
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e ’'Emcita, o ypovog cvpmicong ennpedlel onuavtikd tov mopdyovta «Total weight» pe
ocvvels@opd 5,569% kot BéATiot Tiun 0,35sec. Me pkpn| dtapopd 10 TeEAMKO PApog
emmpedletar pe T0600TO GLVEIGPOPAS 4,646% amd TV péyreTn micon cvpriconc.

e Qot600, 0 mopdyovrag «Max Injection Pressure» otig tiuég mov e&etdletol dev
eoivetolr va  ookel 10witepo oNUOVTIK) emidpaon oto  amoteAéopata. Avto
GLUTEPAIVETOL 0POV 1 GVVEIGPOPA TOL glvan 2,246% yuo to Bapoc ko 0,0016% yia
™V oVvauTn cOGPIENC.

o Ta ehdyota ocpdipota oe kdbe avdivon ANOVA deiyvouv v axpifeio tov
oyedloopov Taguchi otov oyed106 10 TEWPAUATOV TOV AVOAVONKE.

5.2. MehhovTikn gpyacia

210 péAlov, avapeifora Bo propovoe va eEgtachel 1 cuumePpopd TPoidvtog idtag AoyNg e
dpopeTikéc ouvOnkeg Olepyaciag. o pmopovoe va deloybel perétn m omoio va
TePMOUPAVEL TO TPAYUOTIKO GUGTNHA OVOUNG Kot WOENS. Avtd mpobmobétel v elcaywyn
tov 3D oyediov Tov KaAOLTTIOV GTO AOYICUIKO avdAvong ponc. Oa Ntav xpNnoito va avaivbdet
oe Paboc kabe TAPAUETPOS TOL GLOGTNUATOS YOENG HOG Kol AVTO EMNPEALEL ONUOVTIKG Kot
AVOTOPEVKTO TNV YEMUETPIO KOL TIG UNYAVIKES 1O1OTNTEG TOV TEAIKOL TPOIOVIOC EYYLONG.
Av10 BéPara Oa empépel aAlayEG GTOV GYEIOCUO TOV TEPALATOV KOOGS Oa givat epiktd va
AoeBodv voéym mapomdve Tapdyovteg eAEYxov Yo tn PeAtiotomoinom g Olepyaciog.
Qot6c0, evdapépov Ba elye vo peletBel Ko extevéotepa 1 emidpaocn g yoEng otnv
OYKOUETPIKT) CLPPIKVAOGT TOV TPoidvTog Eyyvons. Kabmg, e yvopova ty tepattépm peimon
MG EMAYOYNG TOV TEPLOYDV CLYKEVIPMOONG TAGEWV eKTdTol 6Tt B pmopel va pelwbei o
puOuUdS cLPPIKVOONC TOL TERAYIOL.

80
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



MeAétn katepyaoiag XUTEVOTG Le £YXUOT) TOAVHEPOVS V1A KAAUUUA SOXEIOL CUOKELACIAG TPOPIL®V LLE XPT0T) TIPOTOUOIDOTG

6. BIBAIOTPA®IA

[1] J. Volke and H.-P. Heim, “Evaluation of the injection molding process behavior during start-
up and after parameter changes using dynamic time warping correspondences,” Journal of
Manufacturing Processes, vol. 95, pp. 183-203, Jun. 2023, doi: 10.1016/j.jmapro.2023.03.076.

[2] J. Gim and L.-S. Turng, “A review of current advancements in high surface quality injection
molding: Measurement, influencing factors, prediction, and control,” Polymer Testing, vol. 115, p.
107718, Nov. 2022, doi: 10.1016/j.polymertesting.2022.107718.

[3] M. R. Khosravani, S. Nasiri, and T. Reinicke, “Intelligent knowledge-based system to
improve injection molding process,” Journal of Industrial Information Integration, vol. 25, p. 100275,
Jan. 2022, doi: 10.1016/j.jii.2021.100275.

[4] K. Maghsoudi, R. Jafari, G. Momen, and M. Farzaneh, “Micro-nanostructured polymer
surfaces using injection molding: A review,” Materials Today Communications, vol. 13, pp. 126-143,
Dec. 2017, doi: 10.1016/j.mtcomm.2017.09.013.

[5] F.-Y. Wu et al., “Application of machine learning to reveal relationship between processing-
structure-property for polypropylene injection molding,” Polymer, vol. 269, p. 125736, Mar. 2023,
doi: 10.1016/j.polymer.2023.125736.

[6] D. Feldman, “Polymer History,” Designed Monomers and Polymers, vol. 11, no. 1, pp. 1-15,
Jan. 2008, doi: 10.1163/156855508X292383.

[7] M. C. Hacker, J. Krieghoff, and A. G. Mikos, “Synthetic Polymers,” in Principles of
Regenerative Medicine, Elsevier, 2019, pp. 559-590. doi: 10.1016/B978-0-12-809880-6.00033-3.

[8] M. A. M. Amran, N. Idayu, K. M. Faizal, M. Sanusi, R. Izamshah, and M. Shahir, “Part
weight verification between simulation and experiment of plastic part in injection moulding process,”
IOP Conf. Ser.: Mater. Sci. Eng., vol. 160, no. 1, p. 012016, Aug. 2016, doi: 10.1088/1757-
899X/160/1/012016.

[9] A. Mourya, A. Nanda, K. Parashar, Sushant, and R. Kumar, “An explanatory study on defects
in plastic molding parts caused by machine parameters in injection molding process,” Materials
Today: Proceedings, Dec. 2022, doi: 10.1016/j.matpr.2022.12.070.

[10]  G. Trotta, S. Cacace, and Q. Semeraro, “Optimizing process parameters in micro injection
moulding considering the part weight and probability of flash formation,” Journal of Manufacturing
Processes, vol. 79, pp. 250-258, Jul. 2022, doi: 10.1016/j.jmapro.2022.04.048.

[11] M. U. Rosli, C. Y. Khor, M. A. M. Nawi, N. S. Mohamad, and M. S. Zakaria, “Minimizing
Warpage and Shrinkage of Plastic Car Rear Bumper Fabrication via Simulation Based Optimisation,”
J. Phys.: Conf. Ser., vol. 2051, no. 1, p. 012012, Jul. 2021, doi: 10.1088/1742-6596/2051/1/012012.
[12] Y. Liu, S. J. Li, Y. Li, and B. Wan, “Process Parameters Modeling and Optimizing for
Compound Machining with Ultrasonic Vibration on SiC Wafer,” Applied Mechanics and Materials,
vol. 217-219, pp. 1520-1525, 2012, doi: 10.4028/www.scientific.net/ AMM.217-219.1520.

[13] “Research on a New Variotherm Injection Molding Technology and its Application on the
Molding of a Large LCD Panel: Polymer-Plastics Technology and Engineering: Vol 48, No 7.”
https://www.tandfonline.com/doi/abs/10.1080/03602550902824549 (accessed Apr. 11, 2023).

[14] N. M. Mehat and S. Kamaruddin, “Multi-Response Optimization of Injection Moulding
Processing Parameters Using the Taguchi Method,” Polymer-Plastics Technology and Engineering,
vol. 50, no. 15, pp. 1519-1526, Nov. 2011, doi: 10.1080/03602559.2011.603776.

81
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



MeAétn katepyaoiag XUTEVOTG Le £YXUOT) TOAVHEPOVS V1A KAAUUUA SOXEIOL CUOKELACIAG TPOPIL®V LLE XPT0T) TIPOTOUOIDOTG

[15] M. Ramesh and K. Panneerselvam, “Optimization for Injection Moulding process parameters
towards Warpage and Shrinkage of HDPE-PBI composites,” IOP Conf. Ser.: Mater. Sci. Eng., vol.
1183, no. 1, p. 012001, Jun. 2021, doi: 10.1088/1757-899X/1183/1/012001.

[16] N. M. Mehat, S. Kamaruddin, and A. R. Othman, “Modeling and Analysis of Injection
Moulding Process Parameters for Plastic Gear Industry Application,” ISRN Industrial Engineering,
vol. 2013, pp. 1-10, Jun. 2013, doi: 10.1155/2013/869736.

[17] E. Oliaei et al., “Warpage and Shrinkage Optimization of Injection-Molded Plastic Spoon
Parts for Biodegradable Polymers Using Taguchi, ANOVA and Artificial Neural Network Methods,”
Journal of Materials Science & Technology, vol. 32, no. 8, pp. 710-720, Aug. 2016, doi:
10.1016/j.jmst.2016.05.010.

[18] C.-P. Chen, M.-T. Chuang, Y.-H. Hsiao, Y.-K. Yang, and C.-H. Tsai, “Simulation and
experimental study in determining injection molding process parameters for thin-shell plastic parts via
design of experiments analysis,” Expert Systems with Applications, vol. 36, no. 7, pp. 10752-10759,
Sep. 2009, doi: 10.1016/j.eswa.2009.02.017.

[19] P. Thakre, A. S. Chauhan, A. Satyanarayana, E. Raj Kumar, and R. Pradyumna, “Estimation
of Shrinkage & Distortion in WaxlInjection using Moldex3D Simulation,” Materials Today:
Proceedings, vol. 5, no. 9, Part 3, pp. 19410-19417, Jan. 2018, doi: 10.1016/j.matpr.2018.06.301.

[20] J. Volke, M. Reit, and H.-P. Heim, “Parameter recommendation for injection molding based
on similarity analysis of injection molded parts,” Journal of Manufacturing Processes, vol. 95, pp.
171-182, Jun. 2023, doi: 10.1016/j.jmapro.2023.03.072.

[21]  J. Gim, H. Yang, and L.-S. Turng, “Transfer learning of machine learning models for multi-
objective process optimization of a transferred mold to ensure efficient and robust injection molding of
high surface quality parts,” Journal of Manufacturing Processes, vol. 87, pp. 11-24, Feb. 2023, doi:
10.1016/j.jmapro.2022.12.055.

[22]  C. Hamzagebi, “Taguchi Method as a Robust Design Tool,” in Quality Control - Intelligent
Manufacturing, Robust Design and Charts, IntechOpen, 2020. doi: 10.5772/intechopen.94908.

[23] S. Rahimic, “Determination of the Influence of Parameters of Injection Molding Using the
Taguchi  Methods,” Jan. 2016, Accessed: May 10, 2023. [Online]. Available:
https://www.academia.edu/84308788/Determination_of the Influence_of Parameters_of Injection_
Molding_Using_the_Taguchi_Methods

[24] R. K. Roy, A Primer on the Taguchi Method. Society of Manufacturing Engineers, 1990.

[25] J. Chen, Y. Cui, Y. Liu, and J. Cui, “Design and Parametric Optimization of the Injection
Molding Process Using Statistical Analysis and Numerical Simulation,” Processes, vol. 11, no. 2, Art.
no. 2, Feb. 2023, doi: 10.3390/pr11020414.

82
AILM.Z. ZYSTHMATA AYTOMATIEZMOY- EONIKO METZOBIO ITOAYTEXNEIO



