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Improvement of Weld line Generated in Injection Molded Products by
In-Mold Core Pin Drive Method V
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Fig.1 Principle of core pin drive
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Fig.2 Molding process of core pin drive

Tensile test piece

Fig.3 Molded specimen



Table .1 Molding conditions

Material PP-GF20wt%
Nozzle Temperature (°C) 185
Mold Temperature (°C) 40
Injection Rate (ecm®/s) 16
Holding Pressure  (MPa) 75
Holding Time (s) 7
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Fig.4 Maximum tensile load vs. Core pin stroke
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Fig.5 Apperrance of tensile examination result

43 HEHERCHES

X i CT IC LMk MERL M BLESRE A B 6 12”7,
W I (SepOmm) Tk, AMELD A#IZIE> T
AREHEDMEREE L COAENLAMELH 11D, Scpbmm T
(3, WL =T JE T T ARBHEDEEE L TODERALA
FEANZIR 2 1B EIL TRY, BRI MRS
FAEL TODIMED FRRALEIZ IS L TV DI LD
BHND,

(c)Scp 6mm

FKBEOU VR TANLE

Fig.6 Apperrance of the glass fiber orientation
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