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A Study on environmental strength of
short fiber reinforced polymer injection weld
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*8 N ~ Table 1 Chemical composition of glass fiber(wt.%)

4 l__gozé;‘l”i‘“ll_,”e—_—u__ 3y Si0s | ALOs | B£Os | CaOMgO | NaO | KO | Fexs | F

552 144 | 73 220 03 | 02] 03 |03

Fig.1 Layout of injection mold for specimen

a) weld line

b) mixing zone

Fig. 3 Photomicrograph fiber orientation of PC weld
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Fig.5 Relationship between tensile strength
and mold temperature PC matrix

Fig. 4 Fiber orientation of PC weld
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Fig.6 Relation between tensile strength
and mold temperature
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Fig.7 Relation between fracture strain energy
and mold temperature
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Fig.8 Relation tensile strength and environmental
temperature in the varied mold temperature
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