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Calculation and Validation of Min Volume Fraction of Prefilled Polymer in Sandwich Injection Molding
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(1. Department of Mechanical Engineering, Hebei Institute of Machinery and Electricity, Xingtai 054000, China ;

2. Research and Development Center of Hebei Universities for Metal Processing Molding and Simulation, Xingtai 054000, China)

Abstract : In order to fill more core material of low price in sandwich injection molding, the min prefilled polymer

volume fraction must be found without core-melt breakthrough. From the perspective of kinematics, the process of the core-melt

breakthrough was discussed, and the mathematic formula which rapidly forecasted min prefilled polymer volume fraction was

created. Then by means of the co-injection module in the software of Moldflow Plastics Insight, above conclusions were validated

for the specific validated, and the deviation of predicted value and the actual value was greatly reduced by twice substitution method.
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