The invention relates to a device and nmethod for producing thick-walled
pl astic nol ded parts by injection nolding or enbossing. The device

conprises a nold for

i njection nolding or enbossing, having a cavity, and

I s char acteyvaetbiMviidactiser vt ATERVNOSATL AsWBMENARGEIP AURSiaeEBiETiDESt he

cavity,

near th Q19§ Wéit&r?anism&riﬁ} insﬁ&@ EQQQb{m 0

T1 and

tenmperature T1. According

regi on

greater thaf0tgauayiZ0it QL8 ure TWPET the pl

and/ or

and a boryriNgwbyEs (PC1O VEROIFENEMICHYE ENTHRBAIOS 8V ANNMELTREGNAl | 1 egi on

Al T ORI O

) he
& S he §) @b @dnbie & erbBrerfichiiklSnuivahdr

Pouat oy tofe A A ge

&l ought t
efore

wherein the tenperature T2 LS greater

the wal I'mfegglicaRessirodesi gned

to the me

&3 Inanaigples Yeehifen tichupgsgatuy |

during the injection process,

t han t hgntedpahabdmentdlidsitfaidahe nol d body s1apdtihda@gshtaitg @b ad: Wt/ anlids afecdnbesir

wal |

as opti

wo 2011/006704 A1 I 0T 000 RO

r egi ORIQEAN CDIE1)C av iBRSE 46 BI0OUght t 0 ajetee:
t enper at ur@*G{¥6120URe pl astic nol di ng nass
pl ast i cenohehinmngnnmsenzeldie: r e Ul/iEP2018/017bd7Ck -

RO e
r i ol g t he

.ICA ) DK, DM
\ : Iyed E"fégjs%@ E§1 1@56?§ &nP& top gmuch

€8 nbeSRBEs ANGhdefRd | Ke, havi ng r educedinshE iHok@ge, i 888, KE, KG, KM, KN,

25. Mai 2010 (25.05.2010) KP, KR, KZ, LA, LC, LK, LR, LS, LT, LU, LY, MA,

MD, ME, MG, MK, MN, MW, MX, MY, MZ, NA, NG,

(25) Einreichungssprache: Deutsch NL NO, NZ, OM, PE, PG, PH, PL, PT, RO, RS, RU, SC,

(26) Verbffentlichungssprache: Deutsch SD, SE, SG, SK, SL, SM, ST, SV, 8Y, TH, TJ, TM, TN,
TR, TT, TZ, UA, UG, US, UZ, VC, VN, ZA, ZM, ZW.

(30) Angaben zur Prioritit: . . .

10 2009 027 646.7 13. Juli 2009 (13.07.2009) DE (84) Bestimmungsstaaten (soweit nicht anders angegeben, fiir

Jede verfiigbare regionale Schutzrechtsart): ARIPO (BW,

(71) Anmelder (fiir alle Bestimmungsstaaten mit Ausnahme GH, GM, KE, LR, LS, MW, MZ, NA, SD, SL, SZ, TZ,

vorn US): EVONIK ROHM GMBH [DE/DE]; Kirschen- UG, ZM, ZW), eurasisches (AM, AZ, BY, KG, KZ, MD,

allee, 64293 Darmstadt (DE). RU, TJ, TM), europdisches (AL, AT, BE, BG, CH, CY,

(72) Erfinder; und CZ, DE, DK, EE, ES, FI, FR, GB, GR, HR, HU, IE, IS,

(75) Erfinder/Anmelder (nur fiir US): SCHMIDT, Arne IT, LT, LU, LV, MC, MK, MT, NL, NO, PL, PT, RO,

[DE/DE]; Wienerstrale 58, 64287 Darmstadt (DE).

SE, SI, SK, SM, TR), OAPI (BF, BJ, CF, CG, CIL, CM,
GA, GN, GQ, GW, ML, MR, NE, SN, TD, TG).

POTH, Marc [DE/DE]; Gartenstralie 16a, 64354 Rein-
heim (DE). EBERLE, Christian [DE/DE]; Hofmannstra-
Be 37, 64347 Griesheim (DE). HOSS, Werner [DE/DE],
Johannes-Eppert-Weg 14 b, 63456 Hanau (DE).

Veroffentlicht:

mit internationalem Recherchenbericht (Artikel 21 Absatz

3)

[Fortsetzung auf der néichsten Seite]

(54) Title: DEVICE AND METHOD FOR PRODUCING THICK-WALLED PLASTIC MOLDED PARTS HAVING REDU-
CED SHRINKAGE SITES BY INJECTION MOLDING OR EMBOSSING

(54) Bezeichnung : VORRICHTUNG UND VERFAHREN ZUR HERSTELLUNG DICKWANDIGER KUNSTSTOFFFORM-
TEILE MIT VERRINGERTEN EINFALLSTELLEN DURCH SPRITZGIESSEN ODER PRAGEN

(57) Abstract: The invention relates to a
device and method for producing thick-
walled plastic molded parts by injection
molding or embossing. The device compri-
ses a mold for injection molding or embos-
! sing, having a cavity, and is characterized
in that the mold comprises a wall region
adjacent to the cavity, and a body removed
from the cavity and adjacent to the wall re-
gion near the cavity, wherein the body of
the mold is designed for a temperature T,
and the wall region is designed for a tem-
perature T, different from the temperature
T1. According to the method, the tempera-
ture T, of the wall region of the mold near
the cavity is brought to and held at a value
greater than the Vicat temperature T, of
the plastic molding mass before and/or du-
ring the injection process, wherein the
\ ' temperature T> is greater than the tempera-
K I i \ ture T, of the mold body, and the tempera-
. /f*'\\ g ture T, of the wall region near the cavity is

8 33’ brought to a temperature below the Vicat

o temperature T, of the plastic molding mass

during the solidification of the plastic mol-

ding mass. The result is thick-walled mol-
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ded plastic parts, such as optical lenses and the like, having reduced shrinkage sites.

(57) Zusammenfassung:
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