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Heating type of die surface for removing weld line
using high temperature air jet
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Abstract : The application range of injection molded parts is expanding by the development of engineering plastics with
good mechanical properties. Plastic products are specially used as automotive parts due to an excellent performance in the
characteristics of a strength vs. weight. In this study, heating type of new method such as jet injection was applied to
improve heat transfer coefficient is substituted for heating method of injection molding.
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Fig. 1 (a) Schematic representations of heating system using
hot-jet impingement. (b) Heater and nozzle assembly.
(c) Temperature measurement of heated mold surface.
(d) Heating the mold surfaces.
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Fig. 2 Mold design of (a)upper and (b)lower plate and
locations of 9 thermocouples.
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Fig. 3 SEM images of weld line surface with hot jet of (a) 0°C,
(b) 180°C, (c) 210°C
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Table. 1 Test cases and measured temperatures.

Casel Case2 Case3 Cased4 CaseS

Power Input(W) 1382 2189 2755 3432 4368

Nozzle Temp.(oC) 180 210 250 280 330

Surface Temp.(oC) 142 167 180 196 228
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Fig. 4 Temperature history for case 5.
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