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Research on Influence of Process Parameters on Tensile Strength of PP Plastic Parts
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Abstract : Based on orthogonal experiment, the influences of process parameters on the tensile strength of the flat plastic

pieces with PP material in different flow directions are studied.The process parameters included mold temperature, packing pressure,

packing time, melt temperature, injection pressure, the interaction of mold temperature and packing pressure, and the interaction

of mold temperature and packing time.Process parameters effect was sorted by the analysis of variance.Tensile test results show

that the tensile strength of the flat plastic pieces along the molecular orientation is higher than vertical orientation, the influences of

process parameters on tensile strength of the specimen with different flow direction are basically the same ; the results of variance

analysis show, the influence of melt temperature on the tensile strength of the two direction is highly prominent, the tensile strength

is reduced with the increasing of the melt temperature.

Keywords : injection molding ; flow direction ; process parameter ; tensile strength
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