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A study on the influence affected by degree
of vacuum to injection moulding product

Nam Ho Shin, Eun Jong Lee*
Chonan National Technical College
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Fig. 1 Design of Vent
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Fig. 2 Rib Phenomenon in Non-
vacuum Situation
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Fig. 3 Rib Phenomenon in 120mmHg
Vacuum Situation
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Fig. 4 Rib Phenomenon in 320mmHg
Vacuum situation
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Fig. 5 Rib Phenomenon in 630mmHg

Vacuum situation
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Fig. 6 Rib Phenomenon in 710mmHg
Vacuum situation
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