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

Material PA-GF33%

Nozzle Temperature (°C) 290

Mold Temperature (°C) 60
C.P.D. conditions

Core pin drive timing (sec)(t1) 5.0

Core pin drive speed (mm/s) 55
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Fig.4 Maximum tensile load vs. thickness
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Fig.5 Maximum tensile load vs. core pin stroke
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Fig.6 Tensile load increase ratio vs.

Compression ratio
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