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A Study on the Weld Line Strength in Injection
Molded Part

Jung Hyuk Mo, Hyoung Sik Hong and Min-Young Lyu"

Abstract

Weld line in injection molded part is one of the defect in injection molding process. Weld line
deteriorates not only appearance quality but mechanical property. In this study weld line strength has
been examined according to the injection operational conditions, materials and mold designs. PC and PP
were used, and four different specimens were used in this experiment. Weld line strength decreased as
injection temperature increases for PC. It was more dependent on mold temperature than injection
temperature for PP. Among the four different specimens, uneven thickness specimen showed the highest

weld line strength.

Key Words : Weld line, Injection Molding Process, Injection Operational Conditions, Materials and Mold
Designs, Mold Temperature, Injection Temperature,
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Table 1. Injection molding conditions for the molding of
test specimens
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(b) PP non-weld line specimen
Fig. 2 Tensile strength of PC and PP for non-weld line
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Fig. 3 Weld line strength of PC and PP for weld line
specimens
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Fig. 4 Weld line strength of PC and PP additional
cavity and uneven thickness specimens
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Fig. 5 Weld line strength for rectangular insert
specimen
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Fig. 6 Comparison of weld line strength for each
specimen and resin
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