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ANALYSIS AND CONTROL STRATEGY ON THE WELD LINE OF
TRANSLUCENT INJECTION MOLDED PARTS
Li Jinguol, Chen Lanzhen’, Wu Xiuhai'
(1. Research Institute of Die Engineering, Scientific Research Department, Taizhou Vocational & Technical College, Taizhou 318000, China)

( 2. Department of Mechanical and Electrical Engineering, Zhejiang industry Polytechnic College, Shaoxing 312000, China)
ABSTRACT The software moldflow was used to simulate the place of weld line taking place in translucent injection molded parts
and optimize the location of the gates and process parameters. Finally, the place of weld line was controled and take place in unimpor—
tant position of translucent injection molded parts, the strength of weld line was improved.

KEYWORDS translucent injection molded parts, weld line, moldflow, simulation
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