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Fig.3 Variations of tensile strength with
different melt temperature for non-weld

line and weld line parts
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Fig.4 Variations of tensile strength with
different mold temperature for non-weld

line and weld line parts
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Fig.5 Variations of tensile strength with
different packing pressure for non-weld -

line and weld line parts
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Fig.6 Variations of tensile strength with
different injection speed for non-weld

line and weld line parts
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Fig.7 Tensile test specimen image of Nylon 6

nanocomposites for non-weld line and weld line parts
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Study on the Weld Line Strength of Injection Molded Nylon 6 Nanocomposites

SHEN Chang — yu, LIU Na, ZHANG Yan

(National Engineering Research Center for Advanced Polymer Processing Technology, Zhengzhou University, Zhengzhou

450002 , China)

Abstract: In this study, molding condition including melt temperature, mold temperature, packing pressure

and injection speed on the mechanical properties particularly the weld line strength of injection molded nylon 6

nanocomposites were investigated. It is found that with addition of nano particles the weld line becomes signifi-

cantly weak compared with that of pure nylon 6 parts and non-weld line nylon 6 nanocomposites. As melt tem-

perature, mold temperature, packing pressure and injection speed increase the weld line strength of molded

nanocomposites also increase. Among the processing factors, packing pressure exhibits the most significant

effect on weld line strength.
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