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Fig.1 Sketch of optical plastics product
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Fig.3 Result of injecting temperature
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Fig. 4 Result of injecting time
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Table 1 Average shrink rate and shrink fluctuate

Injection temp. () 230 240 250 260 270 280
Volume shrink( %) 0.310- 1.158 0.258- 1. 191 0.229- 1.244 0.313- 1.273 0.235- 1.344 0. 2950- 1.405
Shrink fluctuate( %) 0.8485 0. 8330 1.0107 1.0597 1. 1088 1.1097
Average shrink rate(%) 0.7342 0. 7245 0.7333 0.7428 0. 7891 0.8143
3.2 260 2
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70MPa, 1. 5s,
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Table 2 Average shrink rate and shrink fluctute

Mould temp.( ) 50 60 70 80 90 100
Volume shrink( %) 0. 108- 1.356 0.195- 1.426 0.278- 1.496 0.396- 1.538 0.531- 1. 638 0.705- 1.744
Shrink fluctuate( %) 1.248 1.231 1. 218 1.142 1. 107 1. 039
Average shrink rate(%) 0.7323 0. 7605 0.8370 0.9670 1. 0845 1.2245
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Fig- 12 Relationship between shrink fluctuate and

mold temperature
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Table 3 Average shrink rate and shrink fluctuate
Pressure(MPa) 30 50 70 80 90 100
Volume shrink(%)  1.963- 3.359 1.186- 2.424 0.532- 1.641 0.219- 1.275 - 0.064- 0. 926—- 0.354- 0. 591
Shrink fluctuate(% ) 1.396 1. 238 1.110 1.056 0.990 0. 945
Average shrink rate(%) 2.16l1 1. 805 1.086 0.747 0.431 0. 109
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Injection molding method for optical plastics lens
GOU ZhiHian', FAN Zhong-wei', LU E', WU Qing-wen’

(1. Changchun Institute of Optics, Fine M echanics and P hysics,
Chinese A cademy ¢ Sciences, Changchun 130021, China;
2.School M echatronic, H arbin Institute of T echnology, Harbin 150001, China)

Abstract: It is difficult to meet the requirement of molding high precision optics plastic lens because
the experience play an important role in the traditional plastic mold design and molding process. The
dynamic process of injection and holding for optical plastic lenses is simulated by means of CAD/CAE
technology. The effect of pressure, temperature and cycle on the surface figure of the lenses during

injection and holding process is discussed.
Key words: optical plastic lens; injection molding; injection analysis; holding analysis
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