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2. 실험용 형의 설계  제작
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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, tensile strength about material such as ABS, PP, PA and PS was tested. as the results,
the first result appears that weld's strength retention ratio's are 0.90, 0.84, 0.85, 0.76 and the second result apeears that
weld depth decrease as processing temperature increased.
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Fig. 1 Experimental specimen
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Fig. 2  A cavity shape of experimental mold 

3. CAE 해석
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Fig. 3 Mesh model of specimen
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Fig. 4 Weld Line prediction

4. 실험결과
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Fig. 5 Output of surface roughness
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사출 성형 시 수지온도와 웰드품질과의 계
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Tabl e 1 Surface Roughness and processing Temperature

Temperature(°C) Surface Roughness(Rz)

180°C 2.66 m

190°C 5.23 m

200°C 5.55 m

210°C 5.22 m

220°C 4.80 m

230°C 4.03 m

240°C 3.59 m
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Table 2 Tensile strength for material type
( Unit : N )

ABS
No Weld

ABS 
Weld

PP
No weld

PP 
Weld

731.0 664.0 395.6 328.0

754.0 668.0 392.8 333.6

740.0 674.0 394.4 340.0

746.0 677.0 395.2 329.6

754.0 683.0 394.0 326.8

PA
No Weld

PA 
Weld

PS
No Weld

PS 
Weld

1108.0 920.0 752.0 570.0

1107.1 942.0 744.0 587.0

1110.2 989.0 758.0 578.0

1108.8 939.0 741.0 532.0

1109.0 925.0 737.0 557.0

$���F, £|F�$�ý��ñ0�13�)���ñ, 
��"'ì�£|F���9z�£|G�ø'
���

äÏ3�Fig. 6���Ûí+.
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Fig. 6 Weld strength retention ratio for material types
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