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ABSTRACT

Because the weld line can’t be removed under a great diversity and complicate of shapes and it also affects the appearance and

strength of product. Therefore, this study will focus on the experiments of plastics injection molding and measure the tensile strength

of five different work pieces, with and without weld line, by a tensile tester. The experimental analysis and discussion will also be

included in this study. In order to characterize the plastics flow in the mold and the analysis of process parameters and predict the

position of weld line, the mold flow analysis will be carried out by the commercial software, C-Mold. The optimization of the mold

design can be achieved by the simulation results. In addition, to find out the best parameters of the experiments and the major

parameter which dominate the tensile strength, the short shot and Taguchi Method has been implemented. By the experimental

results, the effects on tensile strength under different parameters will also be discussed. For the measurement, the microscope and

SEM were used to examine the size and V-notch of weld line.
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