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Application of Sequential Injection Molding on Eliminating Weld Lines of Air Conditioning Wind Deflector
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Abstract : In order to eliminate the weld lines of air conditioning wind deflector, taking an air conditioning wind deflector as
the object, its numerical simulation was done by using Moldflow simulation software. The simulation results show that the surface
of air conditioning wind deflector plastic parts is easy to produce weld lines defects when using traditional multi-gate pouring, it
seriously affects the appearance of the plastic parts. Using the sequential injection molding method, through installating hydraulic
circuit independently controlled by valve device software on the original hot runner, multiple gates sequential control is realized.
The three gate opening sequence and sequence open time are obtained through program optimization, the surface weld lines of air
conditioning wind deflector is eliminated, the surface molecular orientation and the overall quality of the plastic parts are improved.
Optimization scheme is applied to production practice to meet the need of the appearance and performance of plastic parts.
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