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The Insulation Property of Microcellular Injection Molding Plastics
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Abstract

MCPs means Micro Cellular Plastics. The micro-cells are generated in the products by the difference of dissolution
through the pressure drop after super critical fluid of CO2 or N2 dissolves into polymer. We have developed injection
molding process adopting MCPs and applied it to a broad range of injection molded thermoplastic materials and
applications. It can prevent the leakage of impact strength and increase the thermal conductivity, moreover regulate the
thermal conductivity. Then we can develop the high strength foaming plastics. Also, it can be gained a competitive
advantage by utilizing its processing benefits, e.g. the lightweight products and significant reductions in material

consumption.
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Figure 1. The scheme of MCPs injection molding

Feta" FAM 85 A QA
MCPs ¢ @¥ A2 ALEHE COp Ny 5o B84
7p29 ZEtad o] @¢AH(Single Phase)d] £¢ 4
Mg grgolof gk, oA wxAE AlgH=
COz Np 59 B84 7jat B85 u9td 7
E3 Aol A 2AA AR AR F¢
€l COp N2 59 284 7h27F =94 2u)7h
Hojop v B& o] ¥ m2A §§ FA= i
Hojd  § Qenz JlagE FAE
350kgt/cm® 74A) 7128 QEA7IE, o]EA| 3
go] 294 Ae7} B 7}~% Figure 2 9 2]
AFE7) ARihe) FHE ks FUTE S Ad
] ote g FQlsE ol

SCF

Figure 2. The scheme of gas injector
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Figure 6. The specimen for impact strength
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Figure 7. Hot Disk Method
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Figure 8. The weights for process conditions.
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Figure 9. The photograph for section of MCPs product.
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Figure 10. The impact strength for process conditions.
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Figure 11. The coefficient of heat conductivity for the
weight of products.
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