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Relation of weld-quality and core shape in injection molding
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Abstract : The injection molding is used in more than 70% of total production of plastic products. Weld line in injection
molded part is one of the defects in injection molding process. Weld line deteriorates not only appearance quality but also
mechanical property. In this study weld quality has been examined according to the injection processing temperature,
materials and mold designs. We selected four different materials such as PA, PP, ABS and PS as experimental materials.
Weld quality increased as injection processing temperature increases. It was more dependent on materials flow ability. As
a result, weld quality incase of rectangular core is better than circular core.
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Fig. 1. Experimental specimen
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Tabel 1. Meeting angle and weld temp. for core types
Core Material Meeting Weld line
temp. (C) angle (°) temp.(C)

190 69 165

200 71 173

210 67 179

Circular

220 65 190

230 70 197

240 67 206

190 87 165

200 76 185

210 81 192

Rectangle

220 64 190

230 94 197

240 82 217
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Fig. 5. Weld line temperature for processing temperature
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Fig. 6. A measuring data for weld line depth
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Fig. 7. Weld line depth for ABS
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Fig. 8. Weld line depth for PA
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Fig. 9. Weld line depth for PS
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