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A study for improve MCPs product surface about injection process
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ABSTRACT

Micro Cellular Plastics create a sensation at polymer industrial for lowering product cost & overcoming a lowering of

mechanical intensity. This résearch is surface quality researéh of MCPs product Through sutface rough measurement. This

experiment is carried out according to injection speed control with the surface rough & Product surface quality are

searched
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Fig. 1 Micro Cellular Plastics In_]ectlon Molding Process
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2.2 Gas Flow Mark

2.2.1 MCPs AHlE2| Gas flow mark
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Fig. 2 Flow of MCPs Polymer in mold
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Table. 3 injection condition of machine

Fig. 4 high-speed injection Product Surface
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Fig. 5 injection Product Surface
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Fig. 6 injection Product Surface
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Fig. 7 Mold Flow
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