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A Study of Injection Mold Manufacturing for Ultra-Thin Walled Plate
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Abstract :

A micro-injection mold for ultra-thin-walled plate was considered in this work. The proposed mold system is

for the fabrication of ultra-thin walled plastic plate with micro features by injection molding. As the injection molding
of thin-walled plastic, which has the thickness under 400.m, itself is not easy, the injection molding of the micro-features
in the thin-walled structure is more complicated and difficult. To investigate the basic phenomenon of the ultra-thin
walled part during the injection molding process, design of the part and mold system were performed in the present study.
The injection molding and structural analysis of the suggested part and mold system were also performed. Consequently,
injection molding system for ultra-thin walled plate with micro features were manufactured and presented.
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