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MOLDING QUALITY IMPROVEMENT FOR PLASTIC GEAR
Guo Zigui, Zuo Daping, Hu Xidong

( Zhangjiajie Institute of Aeronautical Engineering, Zhangjiajie 427000, China)

ABSTRACT The reasons caused the warpage of plastic cylindrical gear of motor were analyzed. Through optimizing the injection

condition, gate location and cooling system, the runout of bottom plane was reduced to meet the technique specification under the con—

dition of ensuring other control dimensions immutably.

KEYWORDS molding quality, injection mould, cylindrical gear, runout, warpage





