Applications of Conformal Cooling

for Plastic Products during Injection Molding Process
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In the injection molding process, cooling time
is a main factor to influence the cycle of
manufacturing. The outline design of a traditional
cooling system in injection molding tool was only
fabricated by concise straight channel with drilling,
cutting and milling. Hence the degree of freedom for
machining was restricted. Recently, complicated
cooling channel design known as conformal cooling
additive

was  fabricated by manufacturing

technology (AM technology). There are many
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advantages of conformal cooling, such as closed
distance between cooling channel and cavity surface,
flexibly curved surface following product profile
and more uniformity of mold temperature between
core and cavity. In this research, a special plastic
sample has been executed with molding analysis.
The results show that the cooling efficiency is better
with conformal cooling than with a traditional
method.

In addition, cycle time was effectively

reduced in this research.
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