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Causes and Countermeasures of Flow Marks in Corner of
Car Lamp Decoration Frame Base on Moldflow
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Abstract ; There are extremely high requirements for the appearance quality of the decoration frame of car lamp. In view
of the problem that gas mark often appears at the corner of decoration frame in the process of injection molding which
results in unqualified product, the injection molding process of the car lamp decoration frame was simulated by Moldflow
software and it was found that the trapped gas in the corner area was the main cause of gas mark defect. The results show
that the relatively thick wall thickness of the corner of the decoration frame, the nearly semicircular free surface of the
fountain flow and its curvature radius which is bigger than corner radius are the reasons that easily cause the trapped gas
phenomenon. By changing the wall thickness near the corner and reducing the free surface of the fountain flow, when the
corner radius of the car lamp R > T/2 wall thickness of the car lamp parts, the numerical simulation results show that
there is no trapped gas phenomenon in this area. The surface quality of the decoration frame of car lamp is qualified after
mold testing.
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Car lamp decoration frame
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Figure 2 Velocity distribution of melt section
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Figure 3  Fusant filling process
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Figure 4  Fusion model
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Figure 5 Running system and

cooling system structure
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Table 2 Technological parameters
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Figure 6 Fusant flow state in gas marks area
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Figure 7 Gas marks of physical surface
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Figure 8 Curvature radius of fusant free

surface in corner region
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Figure 9  Schematic diagram of

cross section of structure
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Figure 10  Plastic Fusant flow state

after improvement
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Figure 11  Mold welding
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Figure 12 Qualified decoration frames
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