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A Study on the Effects
of Vacuum Degree on the Plastic Parts

W2 (FAEAWN), #o)&F(HAeTdd), A=A, FH(FEAHE)

ABSTRACT

To make use of various switches, relays,
and control instruments, a connector (jack) is
used to link the battery (power) and operating
units.

A connector must have precision as well as
solidity to control the power in a car. To
improve productivity, we researched and
developed a connector molding by adapting
vacuum system and we've made it possible to
minimize the incomplete molding and weld-line.
As a result, good quality can be warranted
with less costs.
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Fig. 1 Injection Molding Machine

Table 1 Spec. of Injection Molding Machine
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Fig. 2 Gas Vent Box

Table 2 Spec. of Gas Vent Box
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Fig. 5 Incomplete Molding of Part A in
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Fig. 7 Rib Phenomenon in 120mmHg
Vacuum Situation
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Fig. 8 Rib Phenomenon in 320mmHg
Vacuum situation
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Fig. 9 Rib Phenomenon in 630mmHg
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