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Improving of Strength around Flow Front Meeting Area in Molded Products
by Core Pin Driving Method inside Injection Mold
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Fig.1 Structure of core pin driving method
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Fig.2 Cavity shape and core pin positions (unit; mm)
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(1) Theoretical forced (2)Theoretical forced
melt flow rate 0% melt flow rate 5.70%

Fig.3 Observation results of the molded products
(Cavity thickness 3mm)

(a)Theoretical forced (b)Theoretical forced
melt flow rate 0% melt flow rate 5.70%
(2)Distribution of fiber orientation angle
Fig.4 Measured distribution of degree of fiber
orientation and orientation angle by Talbot-Lau
interferometry (Cavity thickness 3mm)
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Fig.5 Relationships between area of flow front
meeting face and tensile strength
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Fig.6 Observation results of molded product
after tensile test (Cavity thickness 3mm)



