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Research Status of Weld Line in Injection Molding

XIE Zuojian, JIANG Shaofei * ,LI Jiquan, CHAI Guozhong

(Key Laboratory of E&M ( Zhejiang University of Technology) , Ministry of Education & Zhejiang Province , Hangzhou 310014 , China)

Abstract ; The research status of weld line in injection molding was introduced. The formation mechanism of weld line

was expounded. The strength prediction studies of weld line such as prediction model and automatic recognition

algorithm were summarized. The studies of the weld-line in microcosmic view were concluded, and the influences of the

melt temperature, mold temperature and injection pressure on the weld-line were achieved. Based on the traditional

technology of the injection molding, rapid heat cycle molding which was a new injection molding technology to improve

weld line was presented, and two new kinds of optimizing mold structure were introduced as an improvement of weld line.
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Figure 1 Formation process of weld line
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Figure 2 Weld line morphological structure
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Figure 3 Comparison diagram between rapid heat

cycle molding and traditional injection molding
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Figure 4 Double push injection molding method
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