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An Experimental Study on The Removal of
Weldline by Moving Core Method

Kyunghwan Yoon and Kwang Hwan Cho
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Abstract

Injection molding is one of the most popular processes in plastic industry. Despite the significant
progresses in technical point of view there are still problems to be solved in injection molding
process. One of these problems is well-known weldline. A weldline is formed when the two flow
front seperates and rejoins during the filling process. The flow front separation is caused by an
obstruction in the cavity such as core, inserts and multiple gates. The typical occurrence of weldlines
is one of the most undesirable phenomena in injection molding because the molded product's
appearance is damaged and its strength is reduced considerably. A major factor which weakens the
strength is the V-notch structure in its surface and parallel molecular orientation in inner structure.
Several methods were tried to remove the weldline in injection-molded parts, but in fail. In the
present paper a new technique to remove the weldline is proposed. This technique is named as
"moving core method” for the moment, i.e., core moves into the cavity after the flow front passes the
core region. The test results using "moving core method" will be shown with some theoretical
consideration about weldlines.
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Table 1 Material and molding conditions of the
present experiments

Grade 141-112
Manufacture GE LEXAN
Melt Temperature 310C
Mold Temperature 90T
Filling Time 1.25 sec
Maximum injection Pressure; 70 MPa
Holding Pressure 60 WP
Injection speed 30 cm/sec
Cooling Time 10 sec

Runnerl 53 Gate Thickness

100 (2mm)
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Fig. 8 The geometry of the sample
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