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StackTeck, Brampton, on, Canada, The cup weighs under 3
over 0.25 g lower than a typical Cup. The partnerships are

non-exdusive.

the cavity when the mejt
begins to be injected - the So-called Pre-gap - js anywhere
gap.

That is one of the key differences between Im-Pak ang
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at least, less thin) where Needed (th
thermoformed Parts happen tq be th versa, "will
be one of the most significant selling Points of Im-pa,
Thermoformed parts are always thicker at the bottom, where
it's not Necessary, "

The tech
injection molding jn Seéveral key aspects, Molding Cycles are
always much shorter since there is no Separate injection time
and no Packing Pressure time, Melt density js lower than when
the plastic is solid, so as it cools, jt shrinks (by around 20%
for Pp). "In Conventiona| injection Molding, YOu need tg pack
the extra in af’tenvards, " Clarke's colleagye Dave Rickman
says. "We Putitall in a¢ the same time,"

nology alsg has advantages over Conventiona)
|

At Coral'foam's facility, Clarke has been doing trials with a
5-Ib high-densfty Polyethylene Pail on 3 1500-kn toggle
Machine from BMB, Brescia, Ttaly, with 3 singn‘e~cavity mold,
Such pails, for dairy SPreads angd deifcatessen Products,
typically weigh 76 9, and theijr molding cycle time js around
8.5 s. Paijls Made with Im-pak Weighed 54 g (photo). And on a
2400-kN Synergy Machine at Netsta's technica| Center in
Stone, England, Clarke Produced 46-9 pails in under 4 g,

"We can run a 0.5-g cooling time without problem," says
Clarke. "To Squeeze the last bit of Material oyt of the biscuit,
the required clamp force rises steeply. To get the base below
a certain thickness is Uneconomicg, But you €an make 3 pail
as heavy ag the origina| on a 500-kpy Machine,"
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