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Simulation of Injection Molding Process for Two Environmental Friendly Materials

Xu Zhixin, Lu Ping, Shu Yang
(Key Laboratory of Digital Measurement Technology, Huaqiao University, Xiamen 361000, China)

Abstract : The poly-phenylene vinylene(PPV) and PPV with 30% glass fiber were selected to stimulate the filling, and warpage

by using Moldflow software. The results show that under the predetermined processing parameters, PPV and PPV with 30% glass
fiber can fill the cavity, the filling time of PPV with 30% glass fiber is 1.982 s and the warpage is 0.503 6 mm, but the filling time

of PPV with no glass fiber is 2.532 s and warpage is 0.925 1 mm, the reason is that the existence of the glass fiber can increase the

filling rate of the melt and decrease the warpage of flowing direction.

Keywords : poly-phenylene vinylene ; glass fiber ; filling ; warpage ; Moldflow
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