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Runner System Design of the Gas-Assisted Injection
Mold for Plastic Knife and Fork

MOU Yinan', HE Jianjun’

(1. College of International,Zhejiang University of Technology, Hangzhou 310023, China;
2. Zhejiang Jindian Mold Co. , Ltd. , Taizhou 318020, Zhejiang, China)

Abstract : Gas-assisted injection molding( GAIM) is a special injection molding process with less perfect design system
on products and mold. Taking a plastic knife and fork as a example, this paper introduced the running gate system
design in GAIM mold based on the simulation on filling flow of plastic melt and preservation of gas, the design is
evaluated the design by the fill regions of melt and gas cores. Feasible process parameters were also recommended based
on the simulation-design. [ Ch,5 fig. 10 ref. ]
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Figure 2 Design schemes of runner system
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Figure 3 Polymer fill regions of each runner system
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Figure 4  Gas core of each runner system
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Design of Steam Injection Heat Pump

NIU Xiaojuan, LI Qingsheng,SHI Liubang

(School of Mechanical and Power Engineering, Nanjing University of Technology ,Nanjing 211816, China)

Abstract ; Heat pump is the core component of energy-saving evaporation equipment. In this paper, three methods of

experience coefficient method, Sokurov method and simple algorithm method were used to calculate injection

coefficients. Through compared with the actual results showed that the most accurate method is Sokurov method, and

thus the structure of heat pump was designed with this method. [ Ch,2 fig. 1 tab.9 ref. ]
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Figure 1 Schematic diagram of

double effect evaporation
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