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Effect of the CO, on Viscosity Change in Continuous Microcellular Foaming Processing

Y. Moon(Mecha. Eng. Dept. Yonsei Univ.), S. W. Cha(Mechanical Eng. Dept., Yonsei Univ.)

ABSTRACT

The first thing in developing injection molding and extrusion with microcellular foaming process is to get a grip on one

phase state’s rheology of gas and polymer solution. Understanding rheology 1s essential to design mold or die, and it is so

important to control the condition of process. Also, this data is got the utmost out of simulation carrying out. In this paper, we

will see the measurement of rheology in one phase that mixed polypropylene which contains talc with carbon dioxide of

super critical fluid state, and will compare its result with the simulation result.
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Fig. 2 graph of no talc and no CO; polymer’s viscosity in
various processing temperature

PP JI-370 shear rate VS viscosity, 1 wit% CO2
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Fig. 3 graph of no talc and 1 wt% CO, polymer’s viscosity
in various processing temperature
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in various processing temperature
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Fig. 5 graph of 20% talc and 0 wt% CO, polymer’s
viscosity in various processing temperature
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