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Mechanism for Product Defects in Water-Assisted Injection Molding
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Abstract : Water-assisted injection molding is a new way to produce hollowed plastics products with the advantages of lighter

quality, more uniform wall thickness and shorter molding cycle. For the introduction of -new.processing parameters, it is more dif-

ficult to control product quality and easier to cause a ‘series of product defects. The main product defects were summarized, such as

irregular residual wall thickness, fingering, void and double wall thickness, and the mechanism of product defects were analysed.

Furthermore, the ways of avoiding defects were suggested by material characteristic of polymer, structure and dimension of product,

and molding processing parameters.

Keywords : water-assisted injection molding ; product defects ; mechanism
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