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A Study on Gas-Assisted Plastic Injection Mould of Flat TV Front Cover

Y. D. Moon'

Abstract

Plastic injection mould have two kinds of trouble, one is in mould another in injection parts. Most of defects of the
former take the cause in a design like in structure and working, the later weld line, transforming, sink mark, burning, flow
mark, scratching, shading, black hole and so on. Most of problems of the later is difficult for making a clear definitely
the reason of defets because of complexible. The purpose of this paper is to improve the quality of plastic injection mould
and parts with inquiring the counter plan and trouble of the part of Flat TV Front Cover by flow control method and gas-
assisted injection moulding. For minimizing defects from injection moulding parts, this paper was investigated with using
computer aided injection mold filling simulations. Based on these numerical results, I established guidelines mould
design and injection processing condition. As a results I got the improve of quality, minimizing surface defects moulded
parts and troubles in mould.
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Table 1 Requested data
Main Core Schedule
KP4 50 2
Material (Tryl 718 d
Cavity Material KP4 Cycle Time 658
Speaker Hole | NAK 80 | Gate type Tunnel
Area Material gate
CRT Mounting | A7075- Gas 4point
Boss & Rib | T65! Resin HIPS
Area Marerial
Oste @
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Fig. 1 Part configuration and delivery system
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Fig.2 Front assembly drawing

Fig.3 Sectional assembly drawing

T8 AZEL Tablel o YEbA 2AAYE n4E5 4%
(CAVITY)S] 4AlE KP4 & MAIN CORE 9 AAE
KP4 & 742} A8-391.2 1 CRT Mounting Boss & Rib
4 Mi B2 79 Boss 9 Rib 7} 231 & &
W3S F4 87 st FHolE HR750 & B0l

b8t ey HR750 2 WRZMEA0l olyn 53]
Z3 gk Rib o B% 7tE 3 Hol LAste] 4
9 #AEA A F EAA obrlHol gout

olel W@ ReHoz ZFUVF(ATOIS-TES)E A
#3252l 3¢ A% b APstn

BEIL S BR 2434l Fob old BAlF

Sa=oy strst 49 9o #e wHo) ek

Fig. 4 = Flat TV FRONT COVER 9] NC 7}-& A
3% e depna el

Fig. 4 TV FRONT COVERNC 7} A

gas = A4 (Nitrogen)Z A3}l gas FY7I&
GAINAHE 2835tk FAwgds 2EE
29X E AHEstq =EE B5td FYHE =
Z12) (nozzle type)¥ gas pin & AHE-3He &l
A FA=HE pin B4 (pin type)o] Ut HAFol 9
st Az Wolg 9 ulRA] gas 9] shut-off 7F
AP AF ddol Jdoy FAE gas o G
ZA37) ogoe 9] 9l A7 Ee T
o] wralg A48kt gas YL Fig. 5014 B
b9} o] Fol(Core) 4.3t &9 47 A H
gas & AT FUAAZE 1749 7t
g o]doty FHots FHFo] uAH 7t
1FEE02 A5t 27 ez Fulste st
€ FYAIATE gas Channel o 7|0 ik #
TAL obd Ao YA gt 7|EFA
E33 4 5mmx4.Smm B DA} T}

=
B
£

mu AN D I g fo

B e ]

|E—.—.nT—:—
[ Ofe

[NIER) ) L 1"

—

el

- -
{

Pl

Fig. 5 Position of gas pin and gas channel layout
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Fig. 8 Pressure distribution during filling stage
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Fig. 10 The balancing fill configuration of Resin

Table 2 Injection molding operating condition

2 4
Speed l 3
63 78 | 60 | 40
Screw 1 2 3 Az
position 214 10| 6 5 238
1 2 3
Pressures
90 90 | 60
Time 6SEC
Cooling time 45 SEC
Cylinder Nozzle { H1 | H2 | H3 [ H4
Temperature | 225 | 220 | 210 | 190 | 50
Delay 0.5sec
Pressure 1 2000 pi
: P GAIN(H
Inject 1 on 8 sec
Gas P 2 1000 psi
ressure P (PIN 4)
2 on 5 sec
Venting time 10sec
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