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Effect of Gas amount on Viscosity Change in Microcellular Plastics
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Abstract

In a foaming process of microcellular plastics (MCPs) with a injection molding, research on the
viscosity change that occurs when the gas is injected to the polymer has received little attention
despite its importance. The purpose of this paper is to provide the basic data required to determine
the processing condition by measuring viscosity changes against the gas injection rates of the blowing
agent, and to verify the influence of the viscosity change on the flow condition of polymer inside the
mold at the injection process.
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Fig. 4 Viscosity Change of Polymers Containing
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Fig. 5 Viscosity Change of Polymers Containing
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Fig. 6 Viscosity Change According to Molding
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Temperature(Simulation Result)
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Fig. 8 Flow Length Change according to Molding
Temperature and Gas Amount(Experimental Result)
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