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FORMATION AND SOLUTIONOF ALOW INGMARK IN INJECTIONMOLD ING PART
Zhang Jianin', Qizo Yuechur?, Yang Shengkai'
(1 Deparment of Chemistry & Chemical Engineering, Henan Ingtitute of Science and Technology, Xinxiang 453003, Ching
2 Henan M echanical and Electrical Engineering College, Xinxiang 453002, China)

ABSTRACT The fomation and danage of flovingmark in injection molding part are revieved The reaoonsof flovingmark and
influence of molding conditions, machines and mold are discussed The effective lution for eliminating flovingmark isput fovard in
tems of typical exanple during production practice The practice proves that the defects are induced by only one or wo factors If the
key factors are amed at during production process, the flovingmark can be diminished within a fev minutes

KEYWORDS acrylonitrile/butadiene/ styrene copolymer, O -‘methacrylate/butadiene/ styrene ocopolymer, injection molding
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