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A study on the Molding Stability of Hydro-mechanical
High Speed Injection Molding for Thin-Walled(0.3mm) LGP

J. S. Kim , J. G. Oh, C. Jeong, H. J. An, C. J. Hwang, J. D. Kim, K. H. Yoon

Abstract

Recently, electronic products and related parts are required to have thin thickness because of small form factor. To go
with the trend, LGP(light guide plate) of LCD BLU(Liquid Crystal Display Back light unit: It is one of kernel parts of
LCD) for cell phone has the thickness of 0.3 mm and the battery case of cell phone has 0.25 mm. Accordingly, high speed
injection molding is required to make products which have thin thickness. High speed injection molding means that the
resin is injected into the cavity at higher than normal speed avoiding short shot. In the case of hydro-mechanical high
speed injection machine, it requires the design for hydraulic unit to make high injection speed and the design for control
unit to control hydraulic unit. In the present paper, we concentrated on the molding stability of hydro-mechanical high
speed injection machine to make an LGP of 0.3 mm thickness.
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Fig.1 (a) Finite element model of the 0.3t LGP
(b) CAE analysis results of the 0.3t LGP
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Fig. 2 High speed injection machine ( PNS-140)
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Fig. 3 Measuring position of injection molded LGP
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Fig. 4 Results for the weight of LGP
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Fig. 5 Results for the thickness of LGP measured
position is in Fig.3
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Fig. 6 (a) The high speed injection machine before

improvement for injection unit
(b) The high speed injection machine after
improvement for injection unit
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Fig.7 Results for the weight of LGP after
improvement for injection unit
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Fig.8 Result for the thickness of LGP measured
position is in Fig.3 after improvement for
injection unit
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