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Abstract : Taking plastic injection products phone shell as an example, the cause of air trap defects was analyzed by use

of Moldflow in simulating melt flow and formation mechanism of weld mark. Four solutions of eliminating air trap defects were

proposed from mold and product structure, such as adding venting insert on front-mold, modifying the thickness of product, adding

one gate on air trap region, adding one auxiliary gate, and the contents of each solution was introduced in detail. The solution of

adding one auxiliary gate is the optimization by contrast analysis, position of the melt together is transferred to reverse-insert bone

location where is easy to venting. Air trap defects are better eliminated and the quality of the products is improved via the experiment

of injection molding.
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