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A study on the reduction method of sink marks for plastic products
with T-shape
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Abstract: In the automotive industry these days, plastic parts have been developed and replaced with plastic parts by
maintaining the same function of existing press parts for a variety of reasons. Injection molding plastic parts are subject
to molding defects due to various factors, among which the sink marks usually occur in the areas where bosses and ribs
are installed. In this study, we analyzed the influence of various factors on the occurrence of sink marks by using the
flow analysis of the forming analysis program(Moldflow analysis) using the rib model with the T-shape. Tests have
shown that the greatest influence on the sink mark of cosmetic products is the thickness and pressure of the ribs, and
the thickness of the basic moulding thickness of the product increases. However, it was considered that the resin
temperature and the mold temperature do not greatly affect the occurrence of the sink mark.
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Table 1 Injection conditions for CAE analysis

Injection condition Unit Value

Mold temperature T 40

Melt temperature T 230
Injection time sec 1
Packing time sec 10
Cooling time sec 20

Filling Pressure MPa 80
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Fig. 3 Sink mark according to Rib thickness
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Fig. 4 Sink mark Analysis by Part Thickness
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Fig. 6 Sink mark Analysis by V/P
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Fig. 7 Sink mark according to V/P
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Fig. 8 Sink mark Analysis by Resin temperature
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Fig. 9 Sink mark according to Resin temperature
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Fig. 10 Sink mark Analysis by Mold temperature
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Fig. 11 Sink mark according to Mold temperature
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