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Abstract: In injection molding process using hot runners, color change is a critical issue. This work proposes a method
of assessing the color change characteristics of thermoplastics polymers. A method that utilizes a capillary die to
measure degree of color change has been devised and implemented. The extrudate from the capillary die has been
imaged and quantized to a gray scale value. Based on the gray scale value, the degree of color change has been
determined. Under given temperatures and extrusion velocity, its trend along with the number of extrusion has been
obtained and analyzed.
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