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Fig. 1 A remote-control cover part with its delivery system
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Table 1 Injection molding conditions

Molding conditions Values
filling time (sec) 1.0
packing time (sec) 1.6
cooling time (sec) 20.0
melt temperature (C) 310
mold temperature (C) 90
packing pressure (MPa) 120
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Fig. 2 Estimated filling patterns and the weldline locations

Fig. 3 An elliptic coil designed for induction heating
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Fig. 4 Surface profiles around the weldline locations

(a) without induction heating

a4
(b) with induction heating
Fig. 5 Comparison of the birefringence patterns
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