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Analysis of defects caused by halo defects during injection molding
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Abstract: In this study, we investigated the halo surface defection of various phenomenon occurred during the injection
molding process which is caused by the thinning of the product thickness and the importance of the appearance. Surface
analysis was performed to observe the difference between the surface where defects appeared and the surface which did
not appear. Based on these results, we analyzed the phenomenon of halo surface defects was caused by unstable flow of
resin generated in injection molding and velocity change of flow front. Furthermore, we will conduct a clear analysis of
halo surface defects through observations through optical microscopy and subsequent observations with atomic force
microscope. It has been analyzed that halo in PP is due to the rheological difference between the crystalline and
amorphous regions while that in PC/ABS is due to shear separation of PC and ABS.
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Table 1 Experimental conditions
Test Condition

Clamping force 30 kN Packing None
Injection pressure | 150 MPa Co_ohng 2 mins
time
. . Mold Room
Metering distance | 40 mm femperature | temperature
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Fig. 3 Halo sun‘aoe defects measured by optical microscope
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