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Abstract

In the accompanying paper, Part [, we have presented the physical modeling and the associat-

ed numerical analysis of injection molding process with a compressible viscoelastic fluid model.

In Part T, the effects of compression stage in the injection/compression molding process are

presented. Numerical results showed that the injection/compression molding process reduced

birefringence as compared with the injection molding process. In this respect, one can conclude

that the injection/compression molding process is more suitable for manufacturing the precise

optical products than the injection molding process. In the distribution of birefringence, the effect

of packing procedure in injection/compression molding process was found to be similar to that in

injection molding process. From the numerical results, we found that birefringence becomes

smaller as the melt temperature gets higher and the closing velocity of the mold gets smaller with
the flow rate and the mold temperature affecting the birefingence insignificantly. As far as the

distribution of density is concerned, the flow rate, the melt temperature, and the closing velocity

of the mold had insignificant effect on the distribution of density in comparison with the mold

temperature.
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Fig. 2 Gapwise distribution of velocity v,, at various radial locations at the end of filling.
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Fig. 3 Gapwise distribution of temperature T (a) and
density p(b) at various radial locations at the
end of filling (t=0.924 sec). The meaning of

symbols is the same as explained in Fig. 2(a).
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