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REMOVING AIR TRAPS OF PP BOTTLE CAP WITH INTEGRAL HINGE BASED ON CAE
Deng Ke
( Computer Teaching and Research Section, Chongging Medical University, Chongging 400016, China)
Xiao Fangcheng, Hong Jiancheng, Liu Xianfeng, Wu Shijian
( College of Polymer Science and Engineering, Sichuan University, Chengdu 610065, China)

ABSTRACT It was found that gas in molding bottle cap body cavity was not discharged immediately by simulating injection
process of bottle cap with an integral hinge, and the compressed gas hindered melt filling at the side wall of bottle cap body, so a hole
was left. The highest temperature of gas by counting was 635.9°C , which was much higher than PP decomposition temperature, so part
of the melt exposed to the gas was burnt and decomposed, causing part of the plastic of side wall of bottle cap body discolored. Re—
search revealed that increasing wall thickness of the bottom of bottle cap body could change filling route of polymer melt, efficaciously

discharge gas in mould cavity, and remove air traps on injection product, so eligible product could be produced.

KEYWORDS air traps, injection molding, flow simulation, Moldflow
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