B

o

S UZ eS| 2011 E EAS S =

=
|_

ot

CAVITY 7I-2HII!~U°I S|t iE YUY

Estimation of mechanical properties of thermoplastics injection molded
with the pnessunzed cavi
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Key words : Injection molding, Air pressure, Cavity pressurization system, Vaporization
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Fig. 1 Schematic of the injection molding system employ-
ing pre-pressurized cavity
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(sec) | A XH(psilsec) ing PET and PC/ABS and ABS
0,
ABS 20% 0.44 300/3 €] - [f] s lg] e
PC/ABS 20% 0.37 350/6 o 2 : s
PET 20% 0.38 350/6 N i Hi
| s . [
3-‘# o 2y - | -
31 0l W W RO et YO SRR AL B
[h] ABS [i] PC/ABS [l PET

H|71Z ABS, PC/ABS, PET, 2179} 7} 4=
AYAE o] &3t Unk AY T £ AnE kY
TS A8t A3 7 2ABZ NDNP
9} NDPRo| A W EAo] 54 27t =& F
dor, B =79 dZEF = ABS, PC/ABS,
PET ¥ AAYAE vl #2931 Fig 29} 2o] Ye}
YAt vz RS A ES 3 A9 Iy
QA FAE X 3 AE 39S W) o] TH
o] 53 He FHo] 71es & 4 Aok
Fig. 3= &A19] AF 59 71t AR w2
JAAR=} TAZE] HtE Yeld 180
o HlAR X5 It AP A|H BAo] Ax
g AJH HlE| AAdhe AS & S JSlTh 1y

S =
Al 7iebe S AEehd vidx A Y
& Aol dx2FA%} 558 59 240
= £

494

P v——

T e——

oo W s o e wm ow e we  wem ow w

Fig. 3 Mechanical properties for samples from different

process conditions Tensile strength of [e], [f], [g] and
Izod impact strength of [h], [i], [j]
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