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The Study of Plastic Injection Moulding by Using Rubber Mould
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Abstract

For the undercut or complicate part of the plastic injection moulding, it is very difficult to make a
metal mould. Therefore, it becomes attractive to solve this problem by using the alternative moulds. The
objective of this research is to study the plastic injection moulding by using the rubber moulds in order to
achieve a selective method and compare the working condition with the present metal mould. The
experiments were conducted using an ABS plastic with a low pressure vertical injection machine. Three
types of rubbers with different hardnesses were used. The experimental results show that three kinds of
rubber moulds can be used for producing the complete injected parts and easy to demolud. The suitable
plastic injection pressures for using the rubber moulds are in the range of 59 to78 N/mmz. The sample
sizes are larger than those of the rubber moulds at the length of the gauge about 0.4 mm.. In contrast,
the metal mould using should set up the injection pressure at 177 N/mmz. The received samples sizes
from the metal mould are smaller than those of the mould at the length of the gauge about 0.04 mm. In

conclusion, the plastic injection mouldting could be used the rubber moulds instead of the metal mould.

Keywords: Mould / Rubber / Injection moulding.
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