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Effect of Injection Velocity on Optical Properties of High Transmittance PMMA Injection Molded Parts

Wang Zhonghui, Xin Yong

(College of Mechanical and Electrical Engineering, Nanchang University, Nanchang. 330031, China)

Abstract : By single factor experiment, the effect of injection velocity on the stress birefringence, haze and light transmittance

of high transmittance parts was studied, considering poly(methyl methacrylate)(PMMA) flat shell instrument panel mould as an

example. The results show that at the same point of the parts, with the injection velocity (screw speed)gradually increasing from

25 mm /s to 55 mm /s, the stress birefringence show.a gradual downward trend and close to quasi-linear, the haze appears

inverted "V"change trends, and-teaches a'maximum value when the injection velocity is 30 mm /s. The change trend of the light

transmittance is opposite to the haze, it reaches the minimum when the injection velocity is 30 mm/s. Under certain conditions of

the injection velocity, with the distance between measuring point and the gate position increasing, stress birefringence will appear a

peak in front of the gate, and with the peak as the center showing a downward trend, the haze gradually increase, light transmittance

show a downward trend.

Keywords : poly(methyl methacrylate) ; injection velocity ; stress birefringence ; haze ; transmittance
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