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Abstract

Generally, mixed materials of LDPE, EVA and foaming agent are manufactured by crosslinking foaming or
chemical foaming process. Above materials were used in a microcellular foaming injection molding process.
Influence of each factor such as injection type, temperature of barrel, rate of mixed materials and contents of
foaming agent was estimated by DOE(Design of Experiments). As a result of experiments, injection type and

rate of LDPE, EVA have an influence on foaming rate. This data can be used in field of application of
LDPE and EVA.
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Fig. 1 Schematic diagram of microcellular
foaming injection molding process
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Table 5 Foaming Rate
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Via Predictive Model

AF FA = 3+ ( Vasgaos - )

+ (Ve -
1821 + ( 17.88 - 1821 )
+(17.97 - 1821 )

17.64 (g)

9]9] Predictive Model® ¥%ut8lsl7] $iste] H
Mol 2L 53 wE AYL sk
(17.30, 17.26, 17.41, 17.30, 17.17)
. BT o= 1729
EFHA = 0.008

- Predictive Model = 17.64
- Verification = ( 17.29, 0.008 )
- Run #7 = 17.24
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Table 6 Maximum Foaming Rate
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