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A Study on the Strengthening of Weld Part by Core Pin Drive Method

Motegi, Atsushi*'/Fukushima, Yoshio™*/Hishida, Tomohiro®*'/Suda, Takashi**
Takahashi, Yuichi®*/Kano, Motohiro™'/Murata, Yasuhiko™’

Weld lines are not only a cause of visual defects, but also lead to reductions of mechanical prop-
erties in injected molded parts. In cases of visual defects, after finishing the molding step, it is pos-
sible to repair these in the painting step. But in cases of reduction of mechanical properties, it is
difficult to repair. This paper describes the effectiveness of forced flowing means in molding proc-
ess. Soon after the injection process, by the use of core pin drive forced flowing means, the core
layver around weld line is transferred. As a result, the following can be understood from our inves-
tigation.

(1) Even just a little force has an effect on the improvement of defects and strength.

(2) From the results of X-ray CT analysis, we found that the glass fiber orientation in resin is in-
fluenced by force.

(3) From the results of tensile test, the fracture modes vary by rate of force.

(4) The maximum strength of force flow means that the specimen is 80% of non-weld specimen.
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Table1l Molding conditions

Material PP-GF 20, PP
Nozzle Temperature(TC) 190
Mold Temperature (T) 50
Tnjection Rate (cm'/s) 62.8
Holding Pressure (MPa) 80
Holding Time (s) 7.0
Compressive Force (kN) 4.5
- J ' B
5 % =X o 1,=0.8 (s)
o S® | & t,=1.0 (s)
§' =1 t,=3.3 (s)
= - ® t,=8.0 (s)
g |25 8 | t=23.0 (s)
2 |5z & )
>
t; t, 1, tot t " time (s)

Fig.2 Molding process of core pin drive
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Fig.5 Appearance of the glass fiber orientation of the vicinity of the weld line in x-ray CT photography
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