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1. Scope of Application
1.1 This standard shail be applied to the measuring method of the spiral flow of the thermal

stiffening molding resin (Soft or very soft), which is designed to form under

6.9 Mpa (70.4 kg f / cm?) of the molding pressure. Especially, it accompanies 3

amount according to the temperature and pressure applied, which is appropriate for

when wrapping with a capsule or using other low-pressure molding technique.

persons, who determine appropriate safety, health, and general applying specifications

before the test, are responsible.

2. Significance
2.1 For the spiral flow of the thermat stiffening molding resin, measure composite

characteristics such as melting and melting viscosity under pressure, gelling speed

under special conditions.
2.2 This method is useful for an evidence for quality control and appropriate decision.
2.3 This method is not a proper method to combine with press-ability of other molding resin

since this method alone cannot be practically duplicated to other general method for

product press.

Note 1. An approach to the transfer molding press known as ram-following device can
be linked to the spiral flow mold, which is improved for appearance of flow,
melting viscosity and decision for continuation of low. The measured
continuation of the flow and melting viscosity linked to the spiral flow are under
research for proper methods.

2.4 This method specifies a usage at a transfer pressure 6.9 Mpa (70.4 kg f/ cm?®) and the
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temperature of a metallic pattern 423+3°K ((150+3C) (302+5°F)).

Note 2. There are evidences that other pressure and temperatures are more practical.

This field is under research for proper methods now.

3. Apparatus

3.1 Use the transfer molding press, which has minimum 150x50mm (6x6 in) of

pressure base, more than 6.9 Mpa (70.4 kg f / cm?) of transfer piston pressure, enough

clamping pressure to prevent flashing and more than minimum 25.4mm(1in)/s

(Without loads) of plunger speed, and recommend to use 44.45mm ( 1.750 in )

diameter pot if possible to choose one.

Note 3. Prepared symptoms show that when, in the laboratory, the exciter press with
different diameters of pots, which have differently proper correlation, many
cases are obtained. As a typical example, there are pots with diameters of
37.750mm, 38.100mm, and 44.450mm. However, for a few well-proved cases,
there is a report that a different pot diameter within the above range is the
reason for difference of the stagnancy of the flow. Therefore, for the best

correlation in the laboratory, it is recommended to use the most ideal diameter

of the pot.

3.2 Use the standard molding spiral flow mold (As shown in Figure 1).

4. Test Condition
4.1 Molding material
4.1.1 Certain thermosetting molding materials, which has the spiral flow of

762mm ~ 1270mm at the designated temperature and pressure of this test, may be
evaluated.-

Note 4. Since the inner diameters of the commercially produced molds are measured in
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