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Analysis on Optical Characteristics of Light Guide Plates for LCD
with Various Injection-Molding Conditions

*H_|'|| zl._\—E 1, #t_|||_E_2
*S. B. Baek', K. Park (kpark@seoultech.ac kr)’
A g ety deti NID §871E st A evetr]snsta 7] AN 2 2491 3-8} v}

Key words : Injection molding, Light guide plate, Birefringence, Mold temperature

LM E =g
1

IT ki) W dste] WAk FA] HED  wagpe gy
87} Sk, 54171719 s}l FulEe] B Moldex 3D°2 A}&3lom F7 Hhsko & g9
g2 43 DG wahe] o) #2a Atk q
=33 (Light guide plate; LGP)2 LCD Wglo]E
4 (Back light unit)e] 314 RE o=z Zmo =
FE B-E Avkabste] shd A el LAl
A g ok

FobAE w7} g} AEA A v
wAahs Ha el o8l Pake ull k. o] .
AL B I oA Aol WS w FY} 2l © - osenm
AR Sargo] "= vl AV gk , , , , ,

AL 7 slEe] ArAel ulgo] =715 Fig. 1 Light guide plates with delivery system

¥aL, AdbAo s A fEA skt A ke

=71z B=zAS wray)= gole] Ak Table. 1 Injection molding conditions for the LGP
R Ee 2 J5d 93 A5289 Molding conditions Value

FEg W= Aow A glor?, ol 7k Melt temperature (°C) 300

7] S8 2B A FBLEN B ATF Mold temperature (°C) %

Aesio] gk Mackawa 572 33491 A2 Y Injection time (s) 0.111

dse gal A ARl AEe) Bz Packing fime (5 05

AR} FAREE N5 Park 0 3344 Cooling tme (5 o

FRosAde Bl AEYYE AT AL
Asrsia B WAL Agstel B2a B4

b R R DA k- Ko § A w
Aol Al &kl a7
ke AL, Bk W7 A7RE aAshal 3R s ™
/ \/

9} AR 7 WA B2 A AEE » o
e a2

2. EYT ALEAE 84
# ATolA AP B B3
40 v 92 8] Astel FoIES

Fig. 2 Flow patterns during the filling stage

1047



383 201294 FEAEEC

i

o
rr

A 5= Mitsubishi jit2] Q120
(Polycarbonate)o] lupilon HL-7001S /\}
Table 1 o] 3ol AL&-3F AFEA]H
At AAE 208 AMSEt] AL *éﬁéﬁﬂﬁ%

g X AY A3E Fig 2 o AAeAth
WALy o2 F31 siRlo] Ha]al glom, 0.125%
FRo] gsHE A5 stk

5
T gl

S E 90, 110, 130, 150°C
3L, Fig. 3 °l A4}
waste] wAlE ST
Ae] EFol whE A
7} 90°C & wjl Alo]
A%slo] Y
E ]_ lr_o]_zl /\E E.%
Fg 40l =A% Fringed
} 3 EXo] oS

(b) 110°C  (c)130°C  (d) 150°C

a

mﬂiﬂﬂL
E‘“jliﬁﬂﬂ
pj.o]s]— 2= 011;]. 1:1:-5]_

4 JRle] ¢als i

(a) 90°C
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(a) 300°C
Fig. 5 Birefringence various melt temperatures
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