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Molding Stability of Hydro-Mechanical High Speed Injection
Molding for Thin-Wall(0.3mm) LGP
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Abstract
Recently, products of electronic industry and related parts are required to have the thickness thinner and thinner to
reduce the part weight. To go with this 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 ~0.3mm and the battery case of cell phone has
~0.25mm. Accordingly, high speed injection molding is required to mold products which have thinner parts. To achieve
high speed injection and proper control of hydraulic unit, various design was applied to conventional injection unit. In the
present paper, we concentrated on the molding stability of hydro-mechanical high speed injection machine to make an

LGP of 0.3mm thickness.
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Fig. 3 Optimal injection speed profile
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Fig. 4 Max. injection pressure vs. filling time
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Fig, 5 Measured positions of injection molded LGP
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Fig. 6 The weight of injection molded LGP before
improving the injection unit
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Fig. 7 The thickness of LGP(measured positions are
shown in Fig. 3) before improving injection
unit.
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Fig. 8 The high speed injection molding machine (a)
before and (b) after improving the injection
unit
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Fig. 9 The pictures of reinforced injection unit of high
speed injection molding machine
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Fig.10 The weight of injection molded LGP after
improving the injection unit
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Fig.11 The thickness of LGP(measured positions are
shown in Fig.3) after improving the injection
unit
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