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

Y. D. Moon

Abstract

The major problems of a plastic injection mould can be devided into two kinds, one is in mould another in injected

parts. Most of defects of the former comes from mould design, such as, structure and working. The latter are weld line,

warpage, sink mark, burning, flow mark, scratching, shading, black hole and so on. Most of problems in injection

molding are difficult to find the reason because of complexity. The purpose of this paper is to improve the quality of

plastic injection mould and parts with inquiring the counter plan and analizing troubles of the part of Flat TV Front Cover

by flow control method and gas-assisted injection moulding. For minimizing defects of the injection moulded parts,

computer aided simulation method for injection mould filling was used. Based on these numerical results, the guidelines

of mould design and injection processing condition were established. As a result, the improvement of quality, such as

minimizing surface defects of injection moulding parts and troubles in mould was achieved.

Key Words : Plastic Injection Moulding , Paintless, Weld Line, Sink Mark, Flow Mark, Gas Fingering, Curved Tunnel
Gate, Flow Control, Gas Assisted Injection Moulding
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Table 1 Specification of the mould

Main Core Schedule
. KP4 50day
Material (Try 1by Try 1)

Cavity Material KP4 Cycle Time 655
Speaker Hole Tunnel
Area Material NAK 80 Gate type gate

CRT Mounting Number of gas .
. AT7075- L 4point
Boss & Rib injection
) T651
Area Marerial Resin HIPS
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Fig. 1 Part shape and delivery system
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Fig. 3 Sectional assembly drawing
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Fig. 10 The balancing fill configuration of Resin

Table 2 Injection molding operating conditions
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1 2 3 4
Speed(%)
63 78 60 40
Serew | ) 3 4 jection
ition(mm) meter
osition
P 214 10 6 5 238
1 2 3
Pressures(%)
93 90 60
Time 6 sec
Cooling time 45 sec
Cylinder Nozzle | Hl H2 H3 | H4
Temperature(C) 225 220 | 210 | 190 | 50
Delay 0.5 sec
Pressure 1 2000 psi
. Inject 1 on 8 sec Gain Co
Gas condition
Pressure 2 1000 psi (Pin 4)
2on 5 sec
Venting time 10 sec
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