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Effects of Plastic Part Thickness on Core Material Distribution for Sandwich Injection Molding
Wang Tao% %; Hu Lihua" *, Kong Shengwu'
(1. Department of Mechanical Engineering, Hebei Institute of Mechanical and Electrical Technology, Xingtai 054000, China ;
2. Research and Development Center of Hebei Universities for Metal Processing Molding and Simulation, Xingtai 054000, China)

Abstract : In order to explore the influence of the plastic part thickness of sandwich injection molding on the core material dis-
tribution, two material combinations of polypropylene PP /PP and PP /low density polyethyleng (PE-LD) were selected to analyze
the mold flow of a group of sandwich’injection molding plastic parts with different thickness. Through the experiment, the change
rules of the penetration depth, average relative thickness and distribution uniformity of the core material were characterized, tested
and analyzed. The results show that when the thickness of plastic part increases from 5 mm to 10 mm, the change trend of evalua-
tion index corresponding to materials combination are the same, the penetration depth of core material decreases, the average relative
thickness increases, and the distribution uniformity becomes worse. Compared with PP /PP, PP /PE-LD has a more obvious change
trend in the corresponding evaluation indexes. The range values of penetration depth, average relative thickness and standard devia-
tion of average relative thickness of core materials in the former are 112.71%,134.82% and 108.16% higher than those in the latter.
When the thickness of plastic part changes, the resistance difference of melt flow along all direction and the viscosity ratio of core /
shell melt change, but the viscosity ratio of core / shell melt of PP / PE-LD material combination changes significantly, while the
viscosity ratio of core / shell melt of PP /PP material combination is relatively stable.

Keywords : sandwich injection molding ; sequential co-injection molding ; core material distribution ; plastic part thickness ;
flow index
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