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Nylon Resin AMILAN TM technical information | injection molding | poor line formation and inadequate filling of
shortshot, orshortolded I. The phenomenon that the mold is not filled in the female mold so that the molding is
incomplete 1l. The reason is that the performance of the injection molding machine is not enough for the injection
capacity and the plastic ability. Poor Exhaust 1. Countermeasures to increase material supply. If the capacity is
insufficient, it is necessary to install a large injection molding machine with anti-reverse valve screw to increase
injection pressure to raise the barrel temperature setting point. The nozzle temperature also needs to be raised. Verify
that the heater is connected to the power supply nozzle plug or frequently occurred nozzle plug situation, raise mold
temperature or accelerate injection molding cycle. Speed up the ascent. Raise mold temperature. Increase The die
exhaust. Increase Gate cross-sectional area. Increase the thickness of the molded part. In order to enhance the flow

performance of the molded part, the mold adds stiffeners. Choose low viscosity and high fluidity materials to coat the
surface with lubricant. The addition rate is in the range of 0.05 ~ 0.1% for the corrugated flow mark
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