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Filling imbalance of elastomer TPVs in injection mold with unary branch type
runner system
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Abstract : Recently, the study for filling imbalance in thermoplastic polymer has gradually been increased. However, it
is hard to find the researches for filling imbalance of thermoplastic elastomer(TPE). The experiment of filling imbalance
was conducted for the three kinds of thermoplastic vulcanizes(TPVs) and PP polymer in the mold with geometrically
balanced runner system(Unary Branch Type Runner System). In this experiment, the effects of the melt temperature,
injection pressure and injection speed on the filling imbalance were investigated. There was also the imbalance in TPV
injection molding process as well as in conventional injection molding with plastics. The tendency of filling imbalance
in TPV injection molding specially decreased by taking place the hesitation of TPV melt.
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Table 1 Experimental materials

Materials EPDM(%) PP(%)
L2K75BKS 71 29
B701 78 22
B55I 86 14
M540 0 100

Table 2 Experimental conditions

Variables Unit Range

Melt temperature | C 180, 185, 190, 195

Injection pressure| MPa | 46, 50, 54, 58

Injection speed |cm/sec| 11, 16, 21, 26

Fig. 4 Injection molding machine used for

experiment

Fig. 5 Experimental mold
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