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A Study on Paintless Injection Molding in TV Mask Front
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Abstract

Injection molded plastic parts have many appearance imperfections: weld line, sink mark, flow
mark, gloss, shading, scratching, etc. Because these appearance faults have not accepted
esthetlcally, so pastic parts are produced through painting or texturing. The purpose of this paper
is to develop a paintless molded part of TV Mask Front, using numerical simulations and
experiments. In order to minimize problems of injection, this study carried out computer aided
injection mold filling simulations using MF/FLOW. Based on these numerical results, we
developed FR(Flame Retardant) HIPS and estabilished guidelines of part design, mold design, and
processing conditions. We took effects of cost savings, inprovement of productivity, and
utilization of recycling by eliminated painting process. )
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Fig. 4 Position of weld line.
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Fig. 5 Flow control method.
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Table 2. Physical properties of conventional
vs paintless FR HIPS.

NG Item Unit Conventional| Paintless
HIPS HIPS

1 Tensile strength kg/em® 228 230

2 | Tensile elongation % 60 60

3| Flexural strength kg/cm® 320 330

4 Impact strength kg cm/cm 9 8

6 HDT T 76 76

7 Melt index flow g/10min 1 14
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Fig. 6 Air venting hole in weld line area.
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Fig. 7 Rib type for the prevention of sink mark
and color difference
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