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EFFECTS OF PROCESSING PARAMETERS ON SHRINKAGE AND ITS UNIFORMITY OF
PRODUCT BY INJECTION COMPRESSING MOLDING

Tan Yu, Huang Hanxiong
( Center of Polymer Processing Equipment and Intellectualization, School of Mechanical and Automotive Engineering,
South China University of Technology, Guangzhou 510640, China)

ABSTRACT Effects of processing parameters, including melt temperature, injector velocity, compressing viscosity, compres—
sion distance and cooling temperature on the shrinkage and its uniformity of polystyrene parts by injection compression molding were in—
vestigated. The results indicated that the melt temperature, injection velocity and compression distance significantly affected the shrink—
age and its uniformity. In contrast, the compression velocity and cooling temperature slightly affected the shrinkage. The change gradi—
ent of shrinkage near the gate was larger compared with that at the end of the same part.

KEYWORDS injection compression molding, polystylene, processing parameter, shrinkage, uniformity

HABTREMDBES ST mEHCEE NEMN
FhIB AR SRL AT HE AT T A Bk A, 9 i
AR REFE " Zytel J& Jg AEFE™ Minlon 5 57y 858 2 T A0 AL
I Zyrel s HTN o R 5 TR MG (40 4 i 00 b o S A 1X

ik R 0.35 35 90 /kgo H A% H1 2009 4F 11 9 HiZ 4
A, SRS A 2 A2 o 3K B8 7= i 1 RR RGN A R A% T s
BRI R FoR, JEORRE RN AR SN A T Lk B, &
BROGHJFA R T R O, AT S EN . (P &)





