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Abstract : The change rule of weld line strength of injection molded products of glass fiber reinforced PA66 composite was
studied by adding different content of glass fiber into PA 66. Under the condition of the best glass fiber content, the change rule of
weld line strength of glass fiber reinforced PA66 composite products under different vibration parameters was studied by using self-
developed weld line sample vibration mold. The results show that under the experimental conditions, there is an optimal value for
the weld line strength of injection molded products of glass fiber reinforced PA66 composites with different content, that is, when
the glass fiber content is 40%, the weld line strength reach the maximum value. When the glass fiber content is 40%, the introduction
of the vibration force field could further improve the product weld line strength, and there is an optimal value for the vibration
parameters: when the vibration frequency is 40 Hz, the tensile strength of the product reach the maximum value, and when the vibra-
tion frequency is 50 Hz, the bending strength and impact strength of the product reach the maximum value. Under the action of vibra-
tion field, both PA66 matrix and glass fiber are more likely to move along the melt flow direction with the increase of frequency. The
fusion mark areas of the glass fiber work-in-process are interspersed with each other to form an interweaving structure, thus improv-
ing the fusion strength.
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