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AST to speak at antec in april

T

om Knight, AST’s System Monitoring Development
Engineer, will be among the speakers to present
a technical paper at the SPE ANTEC Annual Technical
Conference in Cincinnati, Ohio.

did you
know?

ANTEC 2013
®

APRIL 21-24 w CINCINNATI, OHIO

ConferenCe and Tradeshow

Tom’s paper is titled “Listening to Your Mould Using
RS
Advanced Mould Monitoring Technology”, which
J SOCIETY OF PLASTICS ENGINEE
focuses on the value of data that can be collected
from an electronic mould monitoring device such
as AST’s CVe Monitor. Tom will share reports
collected from the CVe Monitor and demonstrate
what they tell us about the tool’s construction quality, moulding efficiency and preventive maintenance effectiveness. Then a tool’s maximum output
AST will present a technical paper on the
will be determined using actual moulding results
value of collecting comprehensive mould data
and the findings will be compared to the output
using the CVe Monitor System at ANTEC on
April 23. Click HERE to join us there.
that would be expected by the tool’s owner.
oin us for the largest conference in the U.s. this year dedicated
specifically to plastics. Network with representatives from some of the
largest industry segments—chemical and plastics, automotive and
transportation, medical, machinery and equipment and film and sheet products.
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Tom will present his paper on Tuesday, April 23, as part of the SPE’s Mold Making and Mold
Design Division’s program. Click HERE to register for ANTEC and view the complete technical program. Click HERE to learn more about AST’s CVe Monitor System.
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DFM Takes Risk Out of Multi-Shot

A

ST’s General Manager Andre Eichhorn wrote in his
latest Injection World Magazine article how a Design
for Manufacturing (DFM) service helped significantly
reduce costs on a multi-component moulding project for
the casing of a mobile phone.

While the capital cost are higher on tooling and moulding
equipment, an overall saving of about €120.000,- / year
was calculated by using the multi-shot solution due to
eliminating the labor intensive post process.

Taking the
risk out of
multi-shot
Multi-shot or multi-component moulding techniques

for functional or aesthetic purposes. Multi-shot

have been used in the plastics industry since the early

injection of a combination of hard and soft polymers

1970s but the technology has grown in importance in

– such as polypropylene with thermoplastic elastomer

recent years as designers have exploited the ability it

– is perhaps the most common application of the

provides to enhance the appearance or tactile response

technology today and is applied across a very wide

of a product, integrate new functionality, or reduce

range of industries, with the production of tooth

assembly costs.

brushes and razors prime examples.

One factor behind the growing popularity of multi-

In many situations, multi-component design

component moulding is the improvement that has been

considerations are driven by two key desires:

made in hot runner and injection moulding machine

● To improve the visual appearance and/or tactile finish

technology. Mould tool design and manufacturing

of the product;

know-how has also developed to a level that makes it

● To reduce total manufacturing cost by eliminating
expensive post processing operations such as painting,
plating or assembly.

Multi-shot applications have been used in the

casing for a mobile phone

complex and costly assembly procedures. For example,

(shown in Figure 1). The

car lens and multi-colour automotive stop lights are

phone manufacturer

almost always now moulded this way. And replacing

wanted to achieve a soft

assembly with a single automated production process

warm surface feel and

– even one which requires a substantial capital

a very good grip. But

investment in complex tooling – means an improvement

cost was also very

in product quality.

important at the

Multi-component moulding is also useful where
several surface textures are required in one part, either
www.injectionworld.com

expected annual production
volume of two million units.

A multimobile phone
cover moulded

A medical customer
experienced issues with
mould wear and venting
in a complex 16-cavity
production mould. A tooling
design and processing
review was completed by
AST. This highlighted some
improvement in mould
performance but also
highlighted a significantly
higher than necessary
mould clamping force. After
optimisation it was possible
to reduce the clamping force
by 50%, which gave a direct
reduction in cycle time of 0.3
seconds from 14.3-seconds
by reducing the machine
‘lock-up’ time.
Using the correct clamp
force also allowed the tool to
vent correctly and extended
the mould maintenance
interval from 50,000 cycles
to 150,000 cycles.

from PC/ABS
blend and TPU.

Consider the example of a

automotive industry for many years, often to eliminate

Figure 1 below:
component

possible today to effectively realise even the most
ambitious projects.

▲

The phone manufacturer required the case to have a
soft feel and a very good grip. Costs were also very
important as the expected volume/year was calculated
to 2 Million units. Two production scenarios were
considered and benchmarked prior to the start of the
project. The 1st scenario was to apply some soft paint
to the moulding in a post process and the 2nd one to
use the multi-shot technology.

Multi-component | DFM

Multi-component moulding is an increasingly popular option today
but still presents special considerations for the product
development team, writes André Eichhorn

Last month we discussed the
importance of determining the
correct mould clamping force
for better long-term mould life
and reduced cycle time. Here,
we share a real-life example.
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AST continues its article series in
Injection World Magazine with a
focus on how DFM and related analyses
can take not only risks, but costs, out of
multi-shot moulding projects.

Read the complete article by clicking HERE.

www.ast-tech.de | contact@ast-tech.de

Overall there was
a direct cost saving
from reduced
maintenance and
improved cycle time
of €50,000/year.

