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Effect of Injection Process Parameters on PP Plastic Melt Apparent Viscosity

QUAN Fei® ,CAO Yanggen,ZHANG Tao,NING Dan,YANG Shanglei
(School of Material Engineering, Shanghai University of Engineering Science , Shanghai 201620, China)

Abstract; In order to study the influence of the injection molding process parameters on the apparent viscosity , collected
the data signals in the process of PP plastic injection molding by using the pressure sensor built-in the Archimedes spiral
mould , obtained the melt filling curve by CoMo Injection software. The apparent viscosity and shear rate were calculated
by analyzing the pressure difference and time difference in pseudoplastic area. The result shows the apparent viscosity
decreases with the increase of shear rate, shear becomes thinning obviously. Increasing melt temperature, mold
temperature and injection pressure can also reduce the apparent viscosity.
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Figure 1  Archimedean spiral mould cavity
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Figure 2 PP melt filling pressure time curve
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Figure 3 Melt filling cooling temperature distribution
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Figure 4  Apparent viscosity and

melt temperature curve
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Figure 5 Apparent viscosity and injection pressure

and mould surface temperature curve
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Figure 6  Apparent viscosity and shear rate curve
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