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f ISO 294 specifies a four-cavity mould, the type C ISO mould, for the injection moulding d
uring = 60 mm x 10 mm x 3 mm (the type 4 test specimen’in ISO 8256:1990).

ing standards contain provisions which, through reference in this text, constitute provisio
L. At the time of publication, the editions indicated were valid. All standards are subject 4
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nt editions of the standardsiindicated below. Members of IEC and ISO maintain registe
hational Standards.
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See ISO 2

94-1:1996, clause 3.

1) To be published.
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4 Apparatus
4.1 Type CISO mould

The type C ISO mould is a four-cavity mould with a double-T runner (see figure 1) intended for the preparation of
small tensile bars to be used for the measurement of so-called "indicative” properties when studying the effects of
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mouldings produced using this mould shall have the dimensions of the type 4 specimen defined in ISO 8256:1990
plus a thickness of 3,0 mm + 0,2 mm.

Dimensions in millimetres
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Figure 1 — Cavity plate for a type C ISO mould

The main constructional details of the type C ISO mould shall be as shown in figure 1 and shalll meet the
requirements|given in |SQO294-1:1996, subclause 4.1.1.4, items a) to n), with the following exception:

g) The dimensions-of the test specimens refer to ISO 8256, i.e. the main dimensions, in millimetfes, of the
cavities ghall be as follows:

— width of central section: 3,010 3,1,

— radius of curvature: 15 to 16.

The thickness of the test specimens shall be 3,0 mm £ 0,2 mm, i.e. the depth of the cavities shall be 3,0 mm to
3,2 mm.
4.2 Injection-moulding machine

See 1SO 294-1:1996, subclause 4.2, with the following exception:

In subclause 4.2.4, the recommended minimum locking force Fy, for the type C ISO mould is given by
Fp = 5500 X pray X 1073, i.e. 440 kN for a maximum melt pressure of 80 MPa.


https://standardsiso.com/api/?name=6c88e77dadb4c70db2beef3a4cd4a11c

©1SO ISO 294-2:1996(E)

5 Procedure

5.1 Conditioning of material

See ISO 294-1:1996, subclause 5.1.

5.2 Injection moulding
See 1SO 294-1:1996, subclause 5.2, but with the following new text for subclause 5.2.2.

For the type C ISO mould, it is recommended that the injection velocity v| be chosen such that the injection time 1,
is compaftable to that used for the type A 15O mould.

NOTES

1 The cayities in the type C ISO mould have a low critical cross-sectional area Ac of only 9 mm2, i.e. much loyver than that for
the type A I1ISO mould (40 mm?2). If the same injection speed v, were used for the type C mould|as for the type A mould, this
would resfilt in a low screw advance speed and hence a low melt speed in the runners and alow melt tempefature before the
melt entefs the cavities of the type C mould. Using the recommended common injection time 1, howewer, the injection
velocity v [for the type C mould is about twice that recommended for the type A mould [Seg1SO 294-1:1996, epuation (3)].

2 This pdrt of ISO 294 does not address the question of changes in screw advangeyspeed, e.g. high speedq when filling the
runners afd low speeds when filling the cavities. As a result of the inertia of the injection-moulding maching, peaks in melt
pressure gnd/or injection speed often cannot be avoided if the screw advancespeed is changed during injection.

6 Repprt on test-specimen preparation
The report shall include the following information:
a) a refefence to this part of ISO 294;

b) to h): see ISO 294-1:1996, clause 6, items;b) to h).
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