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Research of High-gloss Injection Molding Technology in Thin Shell Plastic Parts with Holes
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Abstract : CAE research of conventional injection moulding on a mobile phone shell was carried out and the serious apparent

quality problems were analyzed.Then through high-gloss injection molding technology, selecting sink index, volumetric shrinkage

and warpage as the main quality indexes, the optimum injection molding parameters combination was obtained by using orthogonal

experiment and multi-objective integral balance method.The analysis results showed that high-gloss injection molding had more

advantages in improving defects of thin shell injection molding parts with holes compared with conventional injection molding.

Keywords : high-gloss injection molding ; thin shell injection molding parts with holes ; orthogonal experiment design ;
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