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Flow Visualization of the Fluid Assisted Injection Molding Process

LEA RS ER
Yi-Chuan Wu, Shih-Jung Liu

: FLEFH Core Tech System Co., Ltd
2ER A B ¥Rk J3 Department of Mechanical Engineering, Chang Gung University

PR

AT LB GHEHF A S e et it 23] 2 (Water Assisted Injection Molding ) 2. i 42 2
7 A1t (Flow visualization)2z 77 3 & #8354 » * MR BB E K st LAY 2 LT G E LH (7
BT HREY Awmd AFHRED FRFLPANFL RGeS R R 4] A2 A
Al REE > 2 BE - AR TARCHNAUREZE AR BRI e BIE - FEI R
AR TR e B PAGRECE o f AT DR AR FERR SRR S HOR B RER - R
FE2Z PR - Py 7RFEHTRAPARZPFT APy BRFHEHRT BB AT REFE

L TESR DT S ) LT L 2

R

This report is devoted to studying the filling phenomena of fluid-assisted injection moldings by using a
dynamic visualization technique. Experiments were carried out on an 80-ton injection-molding machine
equipped with gas and water injection systems. The material used was semi-crystalline polypropylene
material. A flow visualization mold was specially designed and made for this study. A high-speed video
camera was used to record the mold filling phenomena of rectangular cavities with different channel
geometry and layouts: a flat plate, a plate with two zones of different depths, a plate with symmetric ribs, and
a plate with fishbone ribs. The interaction between the assisting media and the polymer melt during molding
was observed, and insight into the penetration behaviors of the fluid was summarized. In addition,
comparisons have been made between the mold-filling process by gas assisted injection molding and water

assisted injection molding.
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