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ABSTRACT
Thermoplastic elastomer(TPE) can be molded by conventional injection molding. Therefore TPE injection molding could
be analyzed by commercial flow analysis software. However there are a little of gaps on CAE simulation results and practical
molding. In this study, the properties of TPE were measured and applied to CAE simulation for comparing the simulation
flow pattern and real flow pattern. The pattern that was controlled by injection time was match. The pattern that was
controlled by injection stroke and rate was not match.
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Fig. 1 Model and mesh for analysis

10000000 ~— 3315K -

- 3713.16K
0K

1000000 fsie
100000 |-

10000

viscosity (pa.s)

1000

100

ocor 001 01 1 0 10

shear rate {1/s)

Fig. 2 Measured viscosity of L2ZK75BK
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Fig. 3 Experimental moldings according to injection time
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Fig. 4 Flow analysis results according to injection time
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