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To produce a good qualitative product depends upon many factors such as the design of its
characteristics to meet the assigned standards and the selectivity of materials and procedures of the appropriate
Injection Process. At present injection by an injection procedure is popular as its outstanding advantages are that
the product’s size will meet the producer’s requirement, the product will be in a good quality, and the produced
capitol will be saved. However, Injection process which is very thick will have an effect towards its quality and

cause sink mark and warpage.

In the past, the company has been faced with the problems concerning the production of hand grip
which has been very thick and therefore has caused sink mark around. Also, the difficulty in adjusting the
injector’s conditions has been considered a problem and this has undoubtedly increased the produced capitol.

Accordingly, Gas-Assist Injection Process is perceived as a good way to solve all the problems.

This research has imitated the model of hand grip for this experiment to study about the conditions
affecting to sink mark and warpage. The conditions as stated are as follows: melt temperature, shot size, delay
time, gas time, gas hold time, gas pressure, and mold temperature. The result of the conditions can be analyzed to
find out their relationships of gas volume, residual wall thickness, and warpage and sink mark. The analysis
shows that sink mark and warpage have been affected from the inappropriate heat interchange and from the

designing ofthe product.
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