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Fig. 1-1 Molding methods used in Japan.
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Fig.1-2 Injection molding process.
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Fig.1-3 Progress of injection molding.
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1 Two types of blow molding.
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Fig.2-2 Injection molded article used in experiment.
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Fig.2-3 Polyimide and its precursor used in experiment.
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Fig.2-6 Peeling of Ni-plating from PI layer.
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Fig.2-7 Blow molding mold used in experiment
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Fig.2-8 Measurement of solvent resistance by cantilever method.
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Fig.2-9 Temperature dependence of thermal coductivity( A ) and
specific heat(Cp)(used in injection molding).

Table 2-1 Thermal conductivity,specific heat and density of
ABS resin and PI(used in blow molding).

Material |Thermal conductivity | Specific heat | Density
(W m'K™P Jg'K') (kg m™
0.183(60 ) 1.34(60)
ABS 1.44 (80)
1.84(100)
1.86(120) | 884
0.140(220) 1.70(220)
PI 0.163 1.09 1420
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Conventional mold

30 um — Insulating layer-coated mold

Fig.2-11 SEM photographs showing surface of HIPS molded article.

Surface Surface

Conventional mold 5 um Insulating layer-coated mold
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Fig.2-12 TEM photographs showing cross-section of HIPS molded article.
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Fig.2-10 Influence of PI thickness and injection speed .

on glossiness of HIPS molded article.
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Table 2-2 Integral AH and glossiness of molded article
obtained with Ni-plated PI layer-coated mold.

¥ Ref. Fig.2-28

- 12 s -

Mold Nolding Conditions
Runl PI Layer| Ni Layer Resin Mold | Integral Glossiness
No.| Thickness Thicknesy Temp. Temp. | AHX
(mm) (mm) C) () (s -°C)
1 0.2 0.01 240 30 4 98
2 0.2 0. 02 240 30 2.8 96
3 0.1 0.01 270 30 2.3 85
4 0.2 0.01 270 30 10. 6 103
5 0.2 0. 02 270 30 8.3 101
] 0.1 0. 01 240 50 2.3 95
1 0.2 0.-03 240 50 7.2 103
8 0.1 0.01 210 30 - 25
9 0.1 0. 02 210 30 - 23
10 | 0.2 0.01 210 30 0.6 46
11 0.2 0. 02 210 30 - 43
12 0.1 0.01 240 30 0.9 66
13 0.1 0.02 240 30 0.3 48
14 0.1 0. 02 270 30 1.4 68
Resin flow speed in mold cavity : 50mm/s
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Ordinary mold(Conventional mold) M0 — Insulating layer-coated mold
100 pm

Fig.2-14 SEM photographs of the surface of molded article
of glass-reinforced SAN. ’

: B R P ' , . SR
Ordinary mold(Conventional mold) ] Insulating layer-coated mold
50 um

Fig.2-15 TEM photographs showing surface cross-section of injection molded
with recycled resin of automobile bumper.

- 13 s -



0.1mEDP I BHAELH G FEAMEL2NERET 2L, BEAESHA
BRI L DG ARSI ARG, FREEECR>E, 20%GF
BASANBE:E, —BeBr 0.1mEP I %ELH 2 AV, &REE 50C
THERFE LEBREREEOS EMEE® Fig. 2-1 4IXR L%,

FRICEREEMEALTWE VYA I VEED —REVTHBMET 2
Y. BREDEESEEICRUEL, RhiREICR2, MABHESR T
BT 2L, BMEREEMA DR LD BRDPEFIATICLARAAR, F
BREEICR . AV Dy IV BEXNEEHP PRATE L S— 2B
L4 VSRR A LEREREAOTEMER % Fig. 2-15
R L. BRADP—BEMCREEIRFAICRTHLTVEDICH LT,
WEABRE ST TR DPEARAR, BEREED LD EBICR -k,

PIEB#ESRICLIVEBHLGFRABE(FRT P)BEGESE LI,
ANHED 21%UTFOSANLPMMARATFAHLEBBER 7L Y Kigk
h. 7L FOBFRIFZZOMEKLICHA L, GFORBIFERIZPMMAL
SANOHEICEETS (Fig.2-16) « PMMAXANL 21%SAN®D
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Refractive index

PMMA GF  SAN
Fig.2-16 Refractive index of PMMA./SAN blend
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Ordinary mold(Convenfional mold) Insulating layer-coated mold

—
100 um
Fig.2-17 TEM photographs of surface cross-section of injection molded POM.

Gate

End surface of

molded article End surface of

molded article

Micro-crack

Micro-crack

Ordinary mold(Conventional mold) Insulating layer-coated mold

Fig.2-18 Micro-cracks on the end surface of injection-molded articles
caused by solvent.
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0.1mEOP I B % HE L7 WG HE &5 &SRS 5 B L .
) 7 & — IR (220°C) % W BB B S 7 (50°C) TR T 3 L. Bk
REAEEE CHEL L EBHEDSENE, BEGOTEMER% Fig. 2
1 TR L. MADS LS’ MEERMLEDENEERT. WEERESR
2 FWE S LR CREEEOBRERERO AR BRI N3 LIt kD,
ERBIRLAEREEE CHREL. FERBBYELESOLEILND,
 WAE R ST B TR DT AN A

0.1mE O P I % HE L7 WERE &% (60°C) T P MM A (260°C) & I
HERTE U BRI G O AN 2 M5 Ut o 5T HUEEE % 2546 2 4 T 5 T L
7= 2mmEDPMMARESOWMARMEOREHR%E Table2-3IZ/R” L =0

P IHE L AERE SN THIY L R TR. BERERE I 207
SYUBRETIETORBMNEIRD, 37075y 7@3FELEL -
THED. WEAERE ELE. BICEEN ROBA I IMAERE S OB
K E BN, -

£ R RBE SRR T 5 SREEOAE 0. lmEOP T EEME LT
WETE LA PMMABESZER (3L Y) B L BRRREECRET 2
0w I RERTAE. PIBHENIZOZ S v IR EREBIE,
il Al 2 @ B RN RS hi (Fig. 2-1 8).

Table 2-3 Stress crack resistance of molded article.
(Period to break down by cantilever test)

Slow injection Fast injection

Ordinary Pl coated |Ordinary PI coated
metal mold |metal mold |metal mold | metal mold

14 s 16 s 22s 11s

PI thickness :0.175 mm

Solvent : Xylene

Surface stress : 13 MPa _

Slow injection : Resin flow rate in mold, 13 mm/s
Fast injection : Resin flow rate in mold, 230 »
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Table 2-4 Glosiness of blow molded articles.

Run |- Mold Molding condition Molded article
No.| PI Resin | Mold | Contacting period Glossiness
thicknesq temp. | temp. ‘
(mm) [ () | CC) (s)
1 0 220 80 | 1.5 10
2 0 220 | 80 < 0.2 30
3 0.21 220 80 1.5 50
4 0.21 220 80 < 0.2 83
5 0. 28 220 80 1.5 80
B 0.28 220 80 < 0.2 84
7 220 90 1.5 22
8 220 [ 90 | < 0.2 50
9 0.21 220 90 1.5 80
10 0.21 220 90 < 0.2 86
11 0.28 220 90 1.5 88
12 0.28 220 90 < 0.2 90
13 0 220 | 80 4 10
14 0.5 220 80 4 65
Run No. 1~12 : Small-sized mold
Run No.13~14 : Medium-sized mold
Mold
SN
£ W
' / / I3 AN Wwy r
Y2 '// 1// Y 1 ‘ Y2 E ; Y 1
N Y —> 1
9% % !
9% % ‘.
4 N
/1 % X2 | N : X1
. ) \
//// Hold cavity N \
N
(/ ~——Parison \ \
a4 g SN
% f AN ’
Y2 9 /C +y1 Y2 Ned Y1
YA
y

PI laye
(Mold clamping) ¢ ayer)

“Insulating layer - Blow molded article

Fig.2-19 Blow molding of PI layer-coated mold.
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Molllding conditionoc Numerals indicate Run No.
esin temp, 220 -
Mold temp. 80°C of experiment.

1

100 4 6  Contacting period
% o
4
=
0
S sof
o
0 L 1 I 1 { 1
0 0.2 04 (mm)

Pl layer thickness

Fig.2-20 Influence of PI thickness and contacting period
on glossiness of ABS resin molded article.

Hollzdil.lg gondit;gg . Numerals indicate Run No.
€s1in temp, ° )
Mold temp.  90°C of experiment.

100+ 10 12 Contacting period
/n-\t 0.2 s

2 S 1.5 s
L »
g
7]
8 8
s S50f &

o 1 L L ! 1

0 02 04 (mm)

PI layer thickness

Fig.2-21 Influence of PI thickness and contacting period
- on glossiness of ABS resin molded article.
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Fig.2-22 Mold surface temperature distribution
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Fig.2-23 Mold surface temperature distribution(with insulating layer)
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Fig.2-24 Mold surface temperature distribution( with insulating layer)
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©
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Fig.2-25 Mold surface temperature change with time.
(Influence of ceramic insulating layer)
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Fig.2-26 In-mold pressure change with time.
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Fig.2-27 Temperature distribution of resin and mold with time.
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Fig.2-28 Mold surface temperature change with time .
(Influence of Ni plated PI layer)
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Fig.2-29 Relation between integral A H and glossiness.
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Fig.2-30 Mold surface temperature change with time.
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BIEX 70 —HRAEHIC LD, BERICHULAT ShEBOMEmaE S
Fig. 2-3 0 5H#FE L. FORNERBEYL 70 —RERONRE & OBEG
Fig. 2-3 1 i8R L o
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T
100} &
‘ o _al—Small-sized mold
v Q 49
@ ~ : '
@ : Ao~ Mediun-sized mold
g7 ‘S
2 Sof 10/
G ' :
N
- ]
'
o & .
O { 1 il { f
80 1_20 140

Mold surface temperature (°C) _
when resin pressure is applied against mold surface

Fig.2-3 1 Relation between glossiness and mold surface temperature
when resin pressure is applied against mold surface
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JFig. 2-3 1 kBWT. To—HIAEAMNMED, T4abbEMkREEeE
BOVKHEEE ¥ RIERIEREZILABERIED 2. £RMICIFZTO—-HE
F MO ETRE DS MIEORMEE LV ETEVEREORIC BIFRHE
HEBEHHE SN, |

M7 n—EREh R 70 -SRI THRECERPROND, R TD—
SR IARERONREMENDIIRDOLSICEIShZ, AT n—%
RoGa. HHEY A 2oV U E2BEB LTI OSEFEDINE E TORM
N TO—SRDBECHBRLUTEL RD, ZOMIC/S) Y U RARAS
CHRLBEMUTKARADIEL I L E, BIRNYY U DEADBEVWED
0.8 MPaD 70 —HREHATNHNY VU EREEIC+HITH LUAT 2 DIk
BETHZILENREELEZI OIS,

Gt BRI C RIS E AN OB R T IR E A RIE O RALBE THhIE. +
ARMETEEMHSELNDZDCH LT, 70 —BETREIEE Ao
METREMNRMIBELD 20CHU LBV +2RMETESHELSEL Nk,
ST O —RETIREEEORIEREN RS, BEICHETMICHEZHL
{F1F 2 IDHFHIBBEED 171005 1L/10BE LIS L, fEo TEHDME
NTHUEAEEET 2 ICIEFORMI PP D, ZOMICHERED B
ETT 220, BIEBEELVETEVEECTI2LENS D, BRE LTH
BEEELTILENELELEZ LN,
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2.5 @

WEABHESHICOVWTHEEITV., Bi#b e LTEBEESFEP I %
BEL. PIOHBERZER L. MAMICEL-INRBHRESCT 2R Lk,
ZOP IBHESRZAVEHERE L 70 —BE cHEEEERBS
DWTHRETL 7=,

MBS R B EO T AN — BN L T SEL T2 )
2L, BUOTHIRBNBHOER T, Z2LWEREESMHDRE FHRH
Bohk, MABOP IBOEA, G HEE. B S M EmHEEM I
KERRERE ). BRAHE 2 LI -BRESREONE L. B
RORMKREREDOERELOHEHERDI S, RMEAEEMORRICDONTEK
DZEBHD o,

(1) MEMISFRREOP TEICHEM L, WSS P IBAMSB I
TP IBEAOREN—BOCERECEESN, P IEREI SRR
BEMEN LRI TOABICHEICEH S D BEEH LD S
N3 eH, RERAEEMRBHAD-XATHDLER L,

(2) WRBHESH CRREEREICH LA 2REEH2E2E P22
DRRDBRED oo BB TR DR AT B3 A3 & BHISIE /71
EDPD, BISEENENEP IBICHB SN 2HB A L T HERIE
EEE L, MEEEEMER Uk, 70—RIETI. /80 U DD
X THERFMCEMLTHS 7D —FAC LV BEFTMLOION LT
T ORI (Contacting period) 2B T3¢ M,. BERMEEHEZREL L
i
(3) PIBKELENIAYXERHELE. NiAvX({EP I BHES
ME2RAVWT—RONHRIERMGCTRIE L 5&I0id. MERTBRESEIED
Tgl £icdp 2 BRI & (B RERE —Tg)EDOHSE(AH)H 28 - “CLLE DR
A RBMEHIEEMEDE S his,

(4) 7uo—BETiE. BHEDICE DNV U HARETRICEMLUTH S, /S
DV LT B —HREASIME W RSP BBEE I LD S h 3 T
BEMEREDSETHD ., 20BMBEBIINEREOBAORHELEN, *
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DR, 7O —BRETRRAGESEZRRTEHIE MK 0.2~0.5m, &
DVWIEZhU LOEADOE#MEZLEL L. ZOLEFEAIH HAIETHE
ETLMBEREADEETH Iz,
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) Plastics Technology, 34 (6),150(1988)

) FIEBAEE, JIRSE R « BokinT,3,165(1991)

) Jansen,K.M.B.,Flaman,A.A.M.: Polymer Eng.& Sci., 34,894(1994)

) Jansen,K.M.B.: Int.J.Heat Mass Transfer, 38,309(1995)

) AT, HAPER,EE B MAEE, AW 8, ARERRR
BIEmMIY Vv RT 7 '94 ,42(1994)

6) BGEX, ik B, FEEEELHRY  ENLY YR Y7 "%,

241(1995)

7) FEEE,BEERERE B AEMHEE : BEMI 96 ,69(1996)

8) RBIEX : GREE, 42(1),48(1996)

9) Ibar,J.P.: Polymer Eng.& Sci., 38,1(1998)

10) £k & TEEMRL, 46(4),58(1998)

11) B « R A 6-6309

12) Xim,B.H.and Suh,N.P. : Polym.Plast.Technol.Eng.,25(1),73(1986)

13) Vanatex Ltd. : GBP 1119571(1968)

14) GREZ, &AL, @R - KNI > RY 7 194 ,52(1994)

15) hnigE &, & 1L5A3C - BJEMTI 96 ,143(1996)

16) B =88 : pgJehnT, 9,44(1997)

17) Menges,G.,Wubken,G.: Plast.Verarbeiter,23,318(1972)

18) Menges,G.,Wubken,G.,Catic,I.: Plast.Verarbeiter,25,17(1974)

19) Menges,G.,Wubken,G.,Catic,1.: Plast.Verarbeiter,25,84(1974)

20) Menges,G.,Wubken,G.,Catic,I.: Plast.Verarbeiter,25,155(1974)

21) Tokyo Shibaura Electric Co.,Ltd. : USP 3 734 449(1973)
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S (Rk ) YRI5 BB AR F6 17
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-4 -1
Reynolds No. . =10 ~1I0 <<
of molten resin
Re. No.
JL Hardened layer
. o Holg
Laminar Flow N NN
@ B SN
Shear rate Resin flow rate
distribution curve) - distribution

Fountain Flow

{
!

Sandwich Injection Molding

Resin velocity

Critical Reynolds No. (2, 300)

= p LU/ g
Jo) density

7 :viscosity
L :length

U :velocity

Flow of resin
Flow front

Center of
mold cavity

(SW Molding)

Fig.3-1 'Sandwich injection molding.
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HBIE YU Ay FHEBRBIREEMNICL 2
& s g D B

3.1 &

SRX Y EFT 4 E 1 OAREE (1sthfs) 2HEL. RWTE2DH
pitls (2ndfdfg) Z2ZHHEH L TEEFYET 1 2T Y R v FHHAR
£ (LA, SWHUE L BE#5, Fig. 3-1) &, BERELMNLDIRELEZDD
LEZ BN, FIZIFIMTEOKERT DRORBETRASFEMZI I L
I SWHIEDERL S 3. SWEHIEDHRINWAZDIE Dow Chemical#t Dk
ERFY (1961)TH b, ICIHIZE D I9T0FEICFERMbLINEY Y, FOEHEK
HMOWRDRIN, ZLOWMEHRINATNSE 9T,

REKDEFHR. BLIRZRITEHETH DL A/ IVXE (Re.No.) IZRA TR
Nnd,

Re.No. = o LU/ 7
(o ®E. 7 HE. L  Ex. U :#HE)

& S D 8t IR R DB SR B — RIS IR DRI Wb h T v B,

BRI RE O A RBIRIEE (n) DRE L. —BRICEFEITEL Re.No.
(—fRIZ 10-4~10-1)Z2AH L. R Re.No.(2,300) L b RIFIZ/NHhI W, #E
STHHEhZAFEMEIZE YRS > M — b, BENEAEZ2EDTET
BRTHRHTHERRE S, ZOHEREGEMEEIEE*FYyET 1% Fig. 3-
LIZRTHEN, Wbi 3 Fountain Flow THEIT 2, LB h=&Ht
eI E %o (Flow Front) o2 L CH&BBHICAY > TR, SREWIC
BRUZEBPEEEER L. COBNIAFUELRD, EhroHHEh3
EHEBEDBIEROBLBICE - Ca7BEERT 5. INDSWEIEDE
KEHTH2 (Fig. 3-1) o
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SWHEIIH R ORBZELDAICHA L EREETH . BRHRSW
BIEDP O BEEOHRE SWHESC. SWEEREDSEREEIEN, REX
NTW3, Fig. 3-2 I SWEHERUZND 5 IkRE L =EED SWEIEIRE
moBENERLE,

SWHEOH R, #HEIMREREE L HEEOWMETITONTERE, SWi
D) ZWEDNWTIEROHR 2 BE ) AIVHREDILLFAZIhTNWS,
F0F 2 EE 2 XVidd <id 19600 BASFADRERZHD ICi#HhTtn
%, TOBRZHEOURDBRFHHY 'V ETRIN, BAEIBALHRITDL
TEY. ZLOFHDPEIESHEEIBEINL TN 3,
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oD 00

(a) One channel (b) Two channel (c) Three channel
Fig.3-3 Thrgc kinds of SW molding method.

(a) Two injection cylinder type ~ (b) One injection cylinder type

g glesy 2

Sliding fandrel

Fig.3-4 Two kinds of SW injection cylinder.
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SWHEREHE T vy EF 412 1stiifg 2 ndBiig 2R\ THIB L TSR
FYET A Z2WMETHREETH 2, CO2HEOBEOHEDMEAIZID.,
Fig. 3-3 12/~ 9 One Channeli#%. Two Channel¥:'" . Three Channeli%'? o
SEMHENEThT VWD, O IEOHF MK, BiZ 2O ARMIEDZ ks
the RS H. 2 WIEBRNH L BRFHEOHHY —r > 22 adbY
BHEDBEZONS,

SWHIERBEDFHTIX. 2EOBEEHIBT28HI ) 5 —DB2 KD
HE e 1 RKOEEDH 2 (Fig. 3-4), Two Cylinders i B—MRIITH O, JA <
fHHIN TS, One Cylinderkicid, 2nd@fis 25T ) L ¥y —IcER L
g ZANVEEEDPS Istiilg 2T ) V¥ —IcAh, 1 XKOHES )
F—DHIRIC2EOEHBEZEE LU THE T2 'Y & 1 KOHEY
VEERAHT RUNVTHIEEERICAT T Istiige 2ndifs# o8 LT
ERUEREE T HE Y FLIVE'Y DH B,

FHISWHREL ODWTHELERER, SWEREOZDREL., SWH
EErBICRKBEIREIAHEMZER L. ZOWE LBARMICOWTHZEL.
SHOKEHETEBERE L. |

ARBETIE SWHRIEDEREN 5 5 WISEHLT T 2 KBD S Wik 4 Kiffi.
ThROBHRAPYZ MK, ) Tv—72 X M RIS B5
EHED, BEODAIHUZH BN IEFOBRZEBE ZOMERZRIC
DNWTahR3,
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Gas

Actuater

Hollow part

| Mold Molded article

|~ Mold cavity

N\

Fig.3-5 1st concept of GAIM(Patent submitted by Asahi-Dow Ltd. in 1969).

Fig.3-6 1st commercially molded hollow articles with GAIM(1978).
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3.2 HA7Y X MHHEE

3.2.1 HRA7I X MHHERFEOBRLER

HRA7Y R M HEJE (Gas-Assisted Injection Molding, M GAIME
BF T2 )X HBINCH LW T b, FE DS 19694F I HBA L 7= B AT
(MG 48-41264) HGA IMOBRIOBETH . ZhiXERBERICR
£33 RBELWE Y (Sink nark)B LD E»Ic, £HAORESHICH A k% E
ATBHETHD, Fig. 3-5 LRTHIERF v EF 1 ICELAREE VD
EHREAND HEFRRL TN D, MEO KT, HrABSE A
THok®, 19TIEICHESNT 197248 1c ABX h= Mohrbach#zF'® s
SRICABI N, AEREZHERITL LIBT3,

19734 ICEH S P BICEAE U EH 2R U THFRELE (AR
57-14968) . T bbHHREED ) X)vhr b5 HAEKZEM X v EF 1 O
BEHICEAT A EMNTH D, 1975412 Friedrich'® & Bk Ol 2 575:F
HEI Lo COREMICED GAIMOTENFAOESED NS,

EEL P EHE T OBFEEREALT 3 -HORBEBOBRER T o
Thbb., HAKERHEF v U5 (ISFEAL. KOTENTZHR1=w b
E. AR H A ERICHHTEZGA I MAR XIVOBFZ TV,
BIZOBERETCHRE L EHEROBRERE2ToE. TOGAIMEE
KEZAWTIA LV RAEDBREA—H—TH ¥ RUN, I3ZIEHAOR
EOMEFEHISUBEEIN, ThHHRBIDOGCA IMERROLEER Y &
-7 (Fig.3-6) ,
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Ih#EDZ L #%EFIT Through-the-nozzle gas injection & L TXKEME
35 (Modern Plastics, 57(3), 22(1980)) IZ#Er L7zs, ZhHMGA I Mot
RERVIOHELREL o= (Fig. 3-7)

ZOREN L, RS CEE ST S EREESERIAD T, 1976FICKE
THE I 0labisi%FFF' " O (Fig. 3-8) IEX” Structural Web” &
FRLTEY ., 1983FEDER Y TIHHIEE THRONL TN DA, GAIMOERSK
BT 5, |

LHGAIMIL, ERRELAOENRE LTORBBHIERTH o 7208,
ERBEABRPEDICONT, BHOBFEE~DOEADBEIONDLHIIER ST
iz, Thbb, EAT IV RERERODROCERIEO R LT 2 RIS
KNS EWI BHEEFAL T, ROHMIEFHMAFELRFOERICKTD
B RARE 2 BEEROICITY., PEROREMEBELHBET L0, WbW
DIHAF % AN bLBETIHHICRITIZERAFTVRELE>TERL, &
DImFEE VI REREIL. EHEL O 1978 FEHBESF (BB 61-53208) T
HY ., 1984FEHBRD Hendry b DFFFF 'V XN FICHAMIZERL TN D,

GAIMOERENHERAIC, OREIIZER T U OHTZDIL 19854
NS THD, HEED Peerless Foam Moldingftas, Pgerless Cinprestt (3
Cinpress Ltd. )28 M LT, K' 8 6% TP RZITWHHT-, FERI%E L T,
Detroit Plastic Molding#t(Ladneyf, ERFED Gain Technologytt ).
Encoreft, BattenfeldtL7Ze ¥, kx4 L4 EY # LIF I LT,

Fig. 3-8 Structural web proposed by UCC
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TV Cabinet :
Ordinary Design AG 1 Design

(Design of shapes of non-uniform thickness)
Saving of resin consumption : 309%

assembly parts .

Thick molded part
3.6 ouw

Thin rib

Gas channel Gas channel

Fig.3-9 GAIM dcsign of TV cabinet.

1,500 g
~. Cost
~
280 >~ (¥/Piece)
-] ..\~\
- < 1,060
N ) - I~
160 . |~ Painting & printing
A \\ 280
R — R ~.
\L_\ ~L ] | )
360 '\.\ - Transporiation
. ~. 160
610 - : ~ ~——~—1-""] - Assembling
T 180 : L. .
200 T~ Injection molding
1 449 vV
410 210 T 1o | ~Flame retardation & coloring
N 3 7
200| - | 30| 170 1-HIPS
100 e N teo 80 L -SM & BR
10050 T 80 80 )
Conventional molding GAIM

Fig.3-10 Cost reduction of TV cabinet with GAIM.
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N A 7{:7%5}3%0))‘@{&5&1% (BHOFMBES#) b, RBETVHFyER
v hOEALEZEIC. AG I#k(Asahi Gas Injectiondk) @ L TEAML
EEDE, ARPOICERLLUEBHOAGIKEROARBE T VNS Y VT
Fig.3-9 & Fig.3-1 0ICRTHIC. BHEROERLIZL S 0K DEE1L.
MBEED T0%EIE. 30%DIRX MU ICEKIIL. GAIMOENEFR
MxtodiZFEE LY 20,

HEFEEOREIRER SR ZENY—BEACT I EETTHL, K
BERHDBDLBRWADRRWEEDRTEREM, AGIEICXDVERERDORA
WEHAEEIC D, TORTREDHIBEZWMOILADHRDED DIz TRDBL.
BEROBENLERBSICERN) 7PERARRZYTTCHERL. ERV Y
PEARIDREICHZAF ¥ 2NV EFRITTCEs (Sink mark) B4 % FH
L. ftho—Eo2ERELLTC2EE LTBEMTEI L, BT —
ZATHFE LT, BREBCESSE CHAL T TIWHLBRE —KRTHRIET 5
CYTHYIORMNERBEETIRZILDTEIRICRY, KEREFN
HEEZH/~5LE(Fig. 3-10).
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Special feature
of GAIK

Applications of GAIM

« Uneven section
thickness design

-+ Accurate design {

« Hollow design

» Assistance
of flow

-Low—pressure
molding

Combined thin and thick sections molded piece

(Ribbed and lattice structure)

Meter cluster(ABS) 29 inch T housing =

Auxnuauﬂy molded plece(D1ment1onally accurate, high-stiffness)

Parabola BS ahfenna(PPE) Bumper strip(ABS)\\

Large size molded piece

Door of business machine(PPE)

\‘Heav—gauge lded piece(Application of light/hollow design)

o R i e
el
— =

Headrest frame(ABS) Doorvhéndle(AS—GF)

Fig.3-11 Typical features and applications of GAIM.
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B Fig. 3-1 1R TERGAIMOER. Thbb

- B RIREIERET.

- BRI ET RO E.

- B dm 22 R AT

- MEZHR.

(a5 7=
DEMDPIELERINT VWS, EESOHBEIC X 2ERRHFER—Z L L
JBIEREDGAIMERAGIRIEL ZA Y 2RI THERAINTEB L, BE
24T —0 100sLIcE L. FRET P OSEOMEIFEAINhTW 3,
Z LU TREBEEHES. BEHSOND Y V7D vy — BHERR., HAR
LORFIIELERINT, fERBICHELT 10-40%0EE{L, 2R+
D UFBIIHFELTNWS,

HIZgETREFAM o> RU7&y—0N (POM) Foxz>oo=7) 7
TISAF v IHOBREIZOIAINT WS, FIZIX, BRIEROTEHERENE
KEh3aPOMBO—>—-FOFFEICEHINLTWS,

COBRICGAIMIETZTZ2RAF v 7 OAGEEZILIT =2 Loz, EWE
RCTEAEER. A3 VF— &0 REREFOPRZH L L. HERK
HFLHLTNWAB,
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1 st material 2 nd material

L y
S R

SRS

\\\\\Q N N

1 st material=> 2 nd material
(A) Resin == Resin : Sandwich inj. molding -
(B) Resin => Oligomer : Oligomer-assisted inj. molding
(C) Resin = Liquid :Liuid-assisted inj. molding
(D) Resin = G(as : Gas-assisted inj. molding

7777

Fig.3-12 Injection moldings derived from SW molding.

Needle valve

SENENEN N Z

| 4 I‘////////

770,

RIS B3

\\\

', % Dt & '
':““:.'.'. H \\\\\ ,‘

.ﬂ"ﬂ TN \\

Vo4

Check valve.

| P uv/////
. \\\ N S

\\\\\
[TXX L2 LT TE
SIS LT LIPS,

<
o)
n

Fig.3-13 Nozzle structure used in 1st GAIM experiment.
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3.2.2 FATUVRAMHBEBEEROBRER
3.2.2.1. "EEEEORTORL

SWHEFBREH* 2 U7 ( IRAICHHT S 1 sthhll. R CHIET 3
2ndHTR VT b RIS OB A Th B, 5 bi 2 ndbH 2 BIEOH
Kﬁiéa&%ﬁ%‘iﬁw%%\GAIM\K¢TVXBﬁw&%\¢U
ﬁv—Tyzbﬁwﬁ%%ﬁﬁf%bur%ELto1mﬁﬂk2mﬁﬂf
gﬂfé&ﬁ&3—12kﬁfﬁﬁ%&ﬁﬁéoTﬁbé\lﬁﬁﬂﬁéﬂﬁ
ﬁf\ZmﬁﬂﬁﬁX¢®%%ﬁGAIMTbD\lﬂﬁﬂﬁ%ﬁﬁﬁf
2ndtB BB DB EBEET 2 NHHERE (AR 59-19017) Th v,
L st IS & BRMIE T 2 ndbf B354 Y T~ —DEABFY To—T o 2 ¥ )
HARTE (BB 59-383; USP 4140672, /A 7-96243, USP 5424112) <Td 3,

ﬁﬂ%f6?4«%mﬁﬁ%%mL\&mvﬁxw%ﬁwtr¢%¢%&
%Té%m@ﬁﬁﬁ\%mmﬁﬁw/Xw%ﬁﬁwﬁﬁﬁmﬁwﬁ%%H\
BRI FR 124 23R PIZ & ) DI TN B~ b B E N . % ZHEHER XA
CHECIT o, COFETHRBLIEEZS, FALEN SR ZEEE &
%4«@mbf\ﬁm%mvuVﬁ-%@ﬁﬁ«mnﬁﬁ%%t&otoﬁ
k@/fw%ﬁ#tﬁ\%&EﬁT:—FW#ﬁ%ELT/XWﬁ%DTé
—&@:~Fw%%#ﬁé/fw%&ﬁtt,Hg3—13m%¢/x»ﬁﬁ
HmﬁﬁfétoT&b%z—Fwﬁwz—kw@¢bﬁmﬁakﬁﬁ%¢
#%%H\ﬁ:—Fw®%%m6%EN¢ﬁX%%mbtﬁ%\Eﬂk*%ﬁ
ﬁ%%htﬂ%%ﬂo:hﬁGAIM@%-iT%U\Hg3—14K%¢ﬁ
ﬁ%@@GAIM%K?DfZ@%ﬁ&Rot(%ﬁ%5%M%&%ﬁ%
59-5103) ,

R N
\ N
N Resin §
N = N
\ \
s \
N

N = N

Fig.3-14 Basic process of GAIM.
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Fig.3-15 Nozzle structure of GAIM commercially used in 1978.

G : Pressure Gauge

V : Valve PS4 |
PS : Pressure switch - G-2 V-4
RV : Relief valve ~

.
ACC : Accumulater -~ ~ V-1
P - @ V-3
G-1
P Qe [
— ACC-1 P :EI:
| Cv-1 PS-3

ACC-3 — ‘ o __@____“ ACC-2
V-5

S et G — — r— — —

PS-1- PS-2 GAS UNIT
il

Fig.3-16 Gas Unit structure of GAIM commercially used in 1978.
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3.2.2.2 GAIMEREZEBDORSR

JANVDZ—FIVEREP S HRAEKEEATSEGAIMBEEEEZZEIL. &
2. BENCEBTEIIREREBEORRBES I ESHVWTITo. Thbb,
WIEE HAKDPHBHEEICHBTET, HXAEMBERTE, /V ANVELH D
FELRW, MBICEETZ ) X)NVOREREL., HREOEHLE2F# LD
DHHLU, HHELUEAZEKZEHNOPEE I SEIRTEIHII=Y bD
BRZITo>E. WHLEAIEDS+SICRINT E T, RERAIICEEREE
TR LIBDTHERTH >k,

- J X)VDBER

ML2DTYA LD/ ZNWEFAMEL. BIET A ME@EDRLUEZER. ARK
B BAERBE B EOLARICA = AN POy - XNV E LTHEET
D) ZVEBERE Lz, Y. EESIECGAIMOBEELEGAIMZRAN
EREBEDONWThIERTEZ ) ANVOBEEEZEELTWED, ./ XNV
DI EEEE E H A FEE D ERFICBO LR WAED, ERROFEE b HDieLl,
RELVTHETED LB bhr ok, BIGERE & I A AEEMSERICBIOL
BN XN UTFig. 3-1 5 IR THED ) XV E2MFELE (BFAR 59-
49902) o

B LE ANV ZDOBEAEE % Fig. 3-15ICm Lk, / XNVOBHER%
T2 REBEENDEH I ROVRICEB LIRS DI TED, H
AR (A2 F—7 X)) OHFBEAOLTEE XYy ET 1 LHIELTWS
(Fig.3-15 (1) ) - >V ¥ —dogigicHEEA»MD 2 &, #
JEEAC I D AEREBEB LT, —BRIEER (7045 — X)) & H K
(A= X)) omAEEAEL (Fig.3-15 (2) ) . BIZHEKDIE
BRI 25 eMERBOADPHAOLTERE XYy ET 4 L E#ET S (Fig.3-15
(3)) o ZANVDREKEADTH,E a>b>c &T5L, MigMEEH
AGEREDERFICEHOL WS L TEIENTED, ZOHMED ) )V
Eh. JANVEEZDEMFEHEL, ERFYET A ANFALEHIEKZRELT
MU T & 7=,
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Fig.3-17 Equipment of GAIM.
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- HRa=v bOBAF

FRHXYETFACHETA2HAREKIET10~30MP aBEOGEHNATH
b, HHRICEZZOES, MEHFHAHTE. FEHBERIIEEEFYET 4
XD BEHAKEZHEEICBNT 2HEDPH o, MLOBEDH A= v b
ZHET LD Fig. 3-1 6 I RTHREDH Ry PHRIFICHEATE 2,
COHRIZY MEER NV EP X2 AL —F—% 2{HE L. @RKNOEE
HRAEBEHZZZNZNDO7F2 AV —F —THAICEIR L. ZOIEF
DHIAKEHZRA, HIHTZZicE b, FXEOHFH LB EHEEIC,
REZERT LB TEE (FAKE 61-59899) .

Fig.3-16IC R I HR L=y bOIEE 23T 5, EX MU BTPFa L —
5 — ACC-1TRIEDEHNICEM U T REE ) AV ERTCERA~HHLThH
ZEREIET %o &M XKL ACC-1& ACC-2IC[EILT %,

HZAEBII RO TR TITH . BREER V-12HE. ER LD HIEKD
BEHEBE ZEIH L DD ACC-LIZEIR L. HRAEKDEHDBEHRA v F PS-4D
REMICETHE V-12EALT V-22B &, RIREEZYD X TEEICE
Fahi ACC-2AEILT %, ACC-20EN LHE% PS-3IC L D HERT 5,
PS-3DMEB L 2 WG E IR AR EDORIRAS R EL2BRREEZRLTED, 20
RIZERZFELESE. BEEBRBICHUT 5, HRAEDORPRDSZT TS L. K
CHEMRERIRICHET 2 V-4Z2B< LEKIC V-22EA 0T ACC-2RDH XKk %
V-3%#F T ACC-IRICER LT IR 2K TT %,

D) ANVEHRI=Y b, —BOFIHEREMICHMT L&D
GAIMBEBRZEIL, 2. BENCEBTE L, HRAZw b ZD
Ty bE—=Sv. RGATMA Y V& — R ML TRA L
EHEEBEDEE®#Fig. 3.1 TIZmLE. TOGAIMEEBIX 1978F 25
kx—ﬁ—m74t/x3n\Bmm%%@¢§ﬁ%m(hg3—6)%@$
EEIHERI N,
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Fig.3-18 Flow pattern of gas with GAIM.
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3.2.2.3 GAIMRERDRKE
GAIMTIRHRKIZSWHRIED I 7EORITIE—ITAS 21,
GAIMTHESZNAZBEROHZEEHDOERICDONWTHRET ZITV. BEE R
FRIERICTNIEH—HERBICT 2 BT E R,

Fig. 3-1 8ic¥y— R ZBRKT 2Bk RILROHI 2R LIz, Fig. 3-
1 8(A)CRTH—EAOHBREM X v V5 4 ClIHEBIIAY—IIR 2
M. Fig.3-1 8(B)cmdT4kicy — M (HhOES) HERT. BEHRERD
(BIH) PEAOHBERER XY ET 4, HDWIE Fig.3-18 (C) &
FTARREMFYET 4 TRY—BRPEBBERI N, Fig. 3-61ICRL
USRI PXDZIEHOMNE. Fig. 3-18 (B) & (C) iEWER
EHITHED. HEN—dhZhkhBEohk, BIoEHEIE Fig. 3-1 8
(B) ¥ (C) LR TRRERCETIMNEABOH—hEEB L2 HO>ARRK
ORIES (Fig. 3-7) &R L. 19804124 L /= (Modern Plastics,57
(3),22(1980)), FAMKERE LT, FEREDOH. HHEEZFOFTHE
ZRET L 7o '

BHEFI OB, YUEKHESBRLIRDTWE#EEREE (Structural Foan)
DRI, COGAIMEMZRHTAZ EIZDODWTHIERZIT> =,
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3.3 HRA7ZYZXMHHERBREZBWERBEHHRE

3.3.1 B (Structural Foam)

FERN 24ELL T O, FEFRERAF 2 ( Solid skin) & @2 7 ( Foamed
core)?» &z 2 REERBMA ( Structural Foam) (LLE S F & B&H )i ah (T MIME
BN, SERAMEL LTHHERINA TV, TRb5HITRIG LR
EARDITICHHTHED, BEICIWEEEZ 172120, EAZ2EICT
2y, B—EBRERKTHITEIEZ4ECR5,

CHHERICE A S FORKBIEODWTERTTIRELMETNLTNS?Y 2P,

BB £ B S FRJEEEE LT, K513 5 & Short Shot¥k& Full Shot¥k
Hdhd, TEMICHEAINTWSDIE Short ShotE D KRERZFTH %,

Short Shot¥:kTHIE T % & MHRMICHEEREREIC Swirl marke Hah 2 R
ELWHREDES B DRLET B, Swirl markHBDRVWEBRED S F K
RO IE Full Shot&EHBENT WS,

Short shot¥: TCREM~HETI2REH2SET I2HEEN. EFr E
FA4ERBETER+AREBTH DI LT, Full shotETEREE XY ET
4 BBELETCHAREOMEZFEE L TSR FYET 1 2HE LER, £H
*v EF 4 AT BHE ( Moving cavityxX) . H2VWEER XY ET 1
HOBIEZSHEX v EF 4 AARE L TREZ RS 5% (EgressionX) 7%
%, Full shotETIIBEEZE€M Iy ET 1 BHICEEOHIBELTHL DY
2-HEMEMEBEMNRL. BERRAOHERDEH/OND,

Moving cavitysgt& LTik. TAF¥%k (A% ) *V EHH b, Egressionii&
LT W.R.Graced A #%% . Allied Chemicaldk®® AN SN TWVWD. SW
BIEIcE 2 SFREECDWTIE. ICINSWHEERHEBLUIICREL TV
2 U L—ED SWHEE T, Fig.3-1 9 IRTLIEH—RAF /2
THREDIFELNRV.

COMICEEOS FRIEEDH 20, BB HEEIROLNTER,
COBERICEZ DR BEORBEZMRE L. BEREIHFRZ, EFQIC
LENE. GAIMZMALEREEEZS FREEZRER L,
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3.3.2 New SF(New Structural Foam)

GAIMBHALEY— XX/ 07 #&E2 DS FREILCOWTHE
BR ATV (BAR 53-25352,USP 4129635) . 1§ hi-kEEEZSF.
Wk ZOREEE New SFe@&LE, New SFE—RSWHEICLS
SFO#EA7Ov 2 #Fig. 3-1 91w Lk

New S FRREIZROHBE 7D LA 5125,

-+ 0.5~1 MPalREDHAKENTEE XY EF 4 2 IMERE (B2 —
7Ly y—iREE) oL (Fig.3-19, (1)) .

cFZERFYETACRIEMEEEZESE XY ET A 2WMET AT RRET
FEIU( Fig. 3-1 9. (2)). |

c RNWTEEHZAHE(10~30 MPa)ZH LT —BREMME» 622t
hEFELU( Fig.3-1 9, (3)). |

CEMEB(Y ) v K%L B)EBR LI (Fig. 3-1 9. (4)),

- RZEE D AR ESRIANCHE LT, BEEREZPERICRD> > TRE

XUBAHETCHS(Fig.3-19. (5)). |

New S FCIRAZEHMDOH R ke EHABIET 2 L. REROREDY 7
WOFWHEREIFERICADP>THEHLODDEET 220D, H—EAHDE
CEEZBRLTI7ELEDNREEL, W—RSFERd, JOAKICL YRR
T35 (Swirl mark-free)?z, W—RAFX> /2 7BESFHELN=,
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Hollow article - New SF

Fig.3-20 Photographs of hollow article and New SF.

Surface

L

New SF. ~ 2mm  Short Shot SF

|

Fig.3-21 Photographs of crosé-section of surface part
of New SF and Short shot SF.
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. FZEEL New SFOBEEY Fig. 3-2 0laR L7,

New S FiX Short shot SFIZHELTRFUBREL o/ (Fig. 3-
21), Fig. 3-21DSHBES BRXUBOELRFTT,

IE LIS F O%EEREELPE L, Fig. 3-2 21ZR L7, New SF X
RETFEEODRE AFVERENILIZEY, REROEEEFRREIIN
Rz o f=,

FLODHE, New SFIZHKRDERFZFH L T,

(1) RRELHRXREMNFERE (Swirl mark-free) .

(2) REGOREISDBME,

(3) BRERDOTERBERBE .,

(4) EARKES., RARFEROBEENTE D,

(6) LERFDOHDOEE. %,

ZORRBERND New SFIIBERE L TERELZLE LTI RERE &
ORFBIZELTW5B,

New SFEIFRI D #—T Ly vy —EHEHRE I, Bfins 0 ER%KE
26, MBIERTE X Y B+HHOKE
A—H—ltS4Er2Eh, HEE
ZEOHEHRBNV DT EOEER

20+
BRUE LT 5 KRG ORF I HIPS 8.5mmt
FRHINE, TRETIHEEHED \\ MﬁdeEhmt
HEEBBEANT IR E O T \ /

-~ - Tt V

TEHETHOL ONTELN, ZTOEEK
D, FT74AF—FA—a v

(OA) (e TH, FEBBENK
EAEEIZAD, New SFIXZ OFICE

. {~o_~e._ '~ NewSF
10 :

. .
P TN
- ~
- Y
L’
,

~®— _Short Shot SF

—> Falling weight impact strength(N * m)

D, BEHECT 7 v/ AEOEBE o
BT X —VERER ol . .
1.1 1.2 1.3

PPEMAEES® EICHWT New SF - .
BT SN, |

Foaming ratio

Fig.3-22 Influence of foaming ratio
on falling weight impact strength.
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Gate

I'l

. l
Dlsk cavity

csul@

{} Resin 4 L Resin

Dligomer

Injection of
1 st material

Injection of
2nd material

SW molding

Oligomer-assisted Liquid-assisted
injection molding

Gas-assisted
injection molding

injection molding

Fig.3-23 Flow pattern of the 2nd material in disc mold

g 300 oo it
~13
O
Thick rib ™
plate J,
3 ;5'“" : Gate
E .
©
N o
Thi“p'lf::; Fig.3-24 Dimensions of thick rib and thin rib plate

used in experiment.
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3.4 FVId~>—7 X MEHERE

3.4.1

SWHIE SR * v U5 1 I BMICHHIET 3 1 st W o+ 2

2 ndFRI VTN S SRS DBATH B0 1 stHNDSAREBIET 2 ndbhs
DAY Tv—DBADA ) Tv—P Y X MHERE (BAT 7-96243
USP 5424112 %) TH D, EHFHBREM I Y EF s 2HNVT. 2D 2nd
HROMEOEREZZ EHEREET V. 2ndiBOA D A Z R Lk,
ZDER% Fig. 3-2 32/ L= (AR 59-383, USP 4140672) . —HE D
IR * © U7 4 Tl 2 ndiB ORED N & < 52 3 & 2 ndbH T — 72
IFBEBR LD o

2ndHE A RETH 2 GA I MOBE. —RIREIL S ORIE T4 X
B 2 BRI R L. B TR — b2 @R kT 2. Bibs
DRI A S T — 72 H DA D 7 IR LT RS0 2B i
HRAF v U RVERR L. TOHRAF v 2L TRl BB EOH S %
EeBCAIMOBRNE HASN-ER, CAIMAHORIZE L,
ZOBTH, A1) ITT—F YR MBI BT, 2ndbH e U
TBAVTT—HGA T MOH R & [ I HF 5 OB % BRI 8
LT AVTR—F v L3 ERH L. ZhNSGAIMOHIF v > 3L
BICHEE D ERHRERRT 5D EMELEBREERT,

3.4.2 EBRAH®

ROEDER, EBEZHNVTERZTo o

BEBEL A ) I —DOMENE : Frvnr>7 (HEBKERT) » 8
W, BIMTIERE 1/1000(1/) THIE,

STHBRIEH BB (B) & /B S W HIBE#. FS80S12ASED,

F% Fig. 3-24 R THAY 7RAHETERE. BERY 7 SERO 28
DT EERDEF Y EF 4 2BT 28R EH A,

GRS TRV IFLY, A4 402 492 (JEILER T %)
R 7oEL >y, MIS00(fEfbpk T25)
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Viscosity (Pg-S)

| x 104
I x 103 \\
: ~—PP M 1500 Resin
\ fTE Jd 300 )
1x 10! N~PS sBI50 °
"V\-HD-SE 800P |
[ ~_LO-PE 720P .
~J \-LD-PE NL80OO Oligomer
Fxi d=CBs - STI2g
\‘L
PEG PEG6000
- I~—PP  550P |
X
1 x 102
1 x103 ' .
\,cher Liquid
t x10¢
air
' X 10.5 —>_——’

“Nitrogen gas ] Gas
o) 100 200 300

Temperoture (°C)

- Fig.3-25 Viscosity vs temperature curve.
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F)dv—  ERAFERVIXFL Y NAT—S TI20(=ZFEE) 2162
| g (PIVANVECBETIFR) 2 0L5BE%. YV 0% LOES
%ESLTHEA.
ESFREEY 70 L Y EXT—)V 550P( = ¥ bEs)
B EH - SEEEOHE ) V¥ —RE /230°C, A1) I —0D8H
2 Y F—RE/190C, £EEE,/30°C
CAEEE : ##EsrY 7 b C—Mold/Co-Injection(A.C.Technology)% A
WCEHEGIERZEEEZM). VI MU o 7BERICKELE),

3.4.3 ZEEBEERUEE
Table3-1 ICRT B AFMIE L 4 1) T —DES Fig. 3-2 5125 L,
K& H 2D S B D BHR L.

Table 3-1 Polymérs and oligomers used in experiment.

Symbols Polymers and oligomers in detail

HIPS 492 HI-PS : Asahi Chemical Polystyrene HIPS 492
(Asahi Chemical Ind.,Co.,Ltd.)

PP M1500 PP : Asahi Chemical Polypro M1500
(Asahi Chemical Ind.,Co.,Ltd.)

PE J300 HD-PE : Suntec-HD J300
(Asahi Chemical Ind.,Co.,Ltd.)

PS SB150 Low molecular wt. PE : Himer SB-150
(Wt.average MW of 60,000)
(Sanyo Chemical Ind.,Ltd.)

PS ST120 Low molecular wt. PS : Himer ST 120
(Wt.average MW of 10,000)
(Sanyo Chemical Ind.,Ltd.)

HD-PE80QP Low molecular wt. and HD-PE : Mitsui Hi-Wax 800P
(Viscosity average MW of 8,000)
(Mitsui Petrochemical Ind.,Ltd.)

LD-PENL80 | Low molecular wt. and HD-PE : Mitsui Hi-Wax NL800
(Viscosity average MW of 6,400)
(Mitsui Petrochemical Ind.,Ltd.)

PP 550pP Low molecular wt. PP : Viscol 550-P
(Vapor pressure osmotic pressure / Av.MW of 4,000)
(Sanyo Chemical Ind.,Ltd.)

PEG 6000 Polyethylene glycol : PEG 6000
Wt. average MT of 7,500)
(Wako Pure Chemical Ind.,Ltd.)

_41_



Oligomer -assisted injection molding

Resin ==>0ligomer _
(HIPS 492) (ST 120) Oligomer channel

Thick rib
molded
article

Thin rib
molded
article

1} Necessary mold clamping force
Gate 45 ton

SW__injection molding

Resin ==>Resin
(HIPS 492) (HIPS 492)

Thick rib
molded
article

Thin rib
molded
article

Necessary mold clamping force
72 ton

Gate

Fig.3-26 Experimental results of oligomer-assisted

injection molding and SW molding.
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B 7 EREEAY TEROERERNT, AV IT—7 R M
AT, AU Tv—QREREEFig. 3-2 610m Lk. HEE LTSWH
BORERS T Lo

) dv—7> R MHEEFTE. 2ndEOF ) I—BGAIMDH
ZKOBIHH L. BERY 7&HTE ) 7OMFROBAKICA Y Iv—F
YURNVEBRL. HEEHZHERDBEE CHRELE. LAL. HAY
TERTIRY THREABICREF v 2VEERE T, REROTREEE-S
=AY Iv—F v o RINDBEERENE,

SWEETIZER) 7£8, W) 7€V ThIZBWTH., 2ndME
OBEIZY — MR RESINATF ¥y 2 NVRICERERP o,

SWERIIHESEREE I T2 THho =05, AVIv—7 T X M
BTG H 45 THETCE, AV IR—F ¥ AN LDHHEIE
BB PHRTE I,
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L

A Y
Oligomer channel

Thick rib ﬁ Resin ==> Oligomer

plate ~ Gate (PP M1500) (PP 550P)

Fig.3-27 Experimental result of oligomer-assisted
injection molding.
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AERICERBECR) 7oLy A IV—IESFER) 7oL %
B, BRY 7EETH ) Iv—7 2 R MBI AT o RS Fig. 3-
2 TIRLE, R)Z7OEL VOB EKICY 7OM T ROBEHEHIA Y
dv—F v RNV EEELZ.

SHBETEIC BV T, — A D E R B 1 IR R ORI DR TR -
D 20~50 MPaSE L ELNTWBE, = ORAEEHHSHER S 3EHO
—olt, BIENSHF v UF 1 2 HHT 2B ICIEOBHEDEDICET 2
KEREHIBECS B,

SMX v T 1 2 HBTAWEOEHEEAP E— KA TREIND,

AP:ﬁ.L.n.Q/HZ

AP EHEK B :EH
L :WEhEam n I KE
QA HRE
H E#&

FEHBEAPIIHE n KHHAITZ, ) Iv—DHEIISEMEOHED
¥ 1/500CHh. EHEED 1L/50000/h&E b, VI —F7Y R M
B TEA ) T —F v Y 2V EFHBENEEF » > 20 e LT, HHE
HDRERETNE ChEIN,. ZOERLEMUBDOADBEKTLEDDESE
ZAbh5,
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)

Co-injection: Cors polymar thickness fraction st Tima = 2.0000 s n 2 1

om—
{uarlftitan2_cmold/asehicliam/KLBS305-01-87/KLBS305-01-87 Ld

Co-injection: Core poly hick fraction at Tims = 2.0000 5 77 2 1

Fig.3-28 CAE analysis of oligomer-assisted injection molding.
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EWY 7EHMTA) Iv—7 2 2 MEHRIE L= BE 0 C A E FBI#iT
SWHIEAY 7 M & HWTH 570 ZSWHIEY 7 b 1 stiifis & 2 nditlis
DRI K& B TEE L,

1stiifis & 2 nditIs DML 02/ 01 e 1,710 & 1,/1000 TH.
ZORER% Fig. 3-2 8IImUio SEHD 1,/1000 OBAEDC A E§EEH,
Fig. 3-2 6ICRULES ) Tv—7 Y X MTHBEOERER L ZITARO%
By — BRI

SWHIEY 7 & HWEEHET, ) Iv—7Y R MHEEEOA ) I
—F YV ANVERAEEHF TS L EZ 5N,
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=

/",l'/ Sub-injection E:ylinder
o @ © o N \\\\\\\\\\\\
Pa— ‘{\\\
=== 2 ..\\\\\
Foraliijiinrmtees

Main-injection cylinder

Fi.g.3—29 Injection cylinder of oligomer-assisted
injection molding.

Table 3-2 Comparison of Oligomer-assisted injection molding and GAIM.

Molding method |Medium for Features Additional
channel " equipment
* Accurate design * Nozzle
Oligomer-assisted | Oligomer * Low pressure molding * Sub injection
injection molding * Transferability of mold cylinder

surface at the flow end
* High pressure gas
regulation law-free
* Solid article
* Cost of equipments

* Accurate design

GAIM Gas * Low pressure molding * Nozzle

* Transferability of mold * Gas unit
surface at the flow end

* Lightening

* Molding cycle time

* Recycling
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FVTT—P SR MBI 2 KOS )Y ¥ —2ET 5 —BDSW
SRS TERTE 2, ARTICRREERIE 2 AOF—ABOHE Y
VH—%5HETEHSWHIEME AW o LR TH S M, Fig. 3-2 9I0RT
Ha—RofsHBEEgCEINEED (EHEY )y —D1 /71 0UTOE
BO) UT7HEY )y —E[{MT A LI L D ERTE S,

TV Tv—F YR MBI HR 7Y R B Table 3-2 KR T
SEFEHEL. TNZROEFHEED LUCSBREATS3LEL 505,
Thbb, FEBEICENERERORE. KERE. BISHDREE To
HHENDOEZIIDODWTIRA )V IY—7 X MHBEEEGA I MoERD
EffiThd. #YITT—7 X MHHEBIEZ WIS Z TEE 7 X B 7
)—. PERERBREECEREET 2. —4. GAIMZIhITNZ T#
Bt B A 28 4 ADEH. BIED) Y4 2 VEILICER TV 3,
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Resin temp.(°C)

Resin temp.(°C)

Injection time

Injection speed : 725 mm/s
300

300-
2004

100+

300-

‘04s

Injection time : 1.0 s
Injection speed : 290 mm#sA

300
2001 J
00 g 200
1 00+ 100
%‘ (mm) 10 Q
Mold Center Mold
wall. of wall.
' molded
article.

- (mm)

Center
of

molded

article.

N N N N N N NS N o,

AN

NN N N . N . . .

r Omm (Gote)
]

"1 25mm{ A)

-145mm(B)

B RN

L290mm
(End)

Fig.3-30 Temperature distribution change with shear heating

during resin injection.

Resin

: HIPS Styron 495 \

Mold cavity :60 (W) X 290(L) x 2(T) mm‘ll

Resin temp. : 240 °C
Mold temp. : 50°C
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3.5 ZREHHAE

3.5.1 &

SWHERODR X VEEAIZ Fig. 3-1IRLETEL, @8XvyEF 4
CARBBIEEZHE L ERICERI N AELBEACIFFSE LI RS, 20O
LBEAIBERER. BIEORIEESEORIEOME. M X h R
B, SREE, HHEESOREEHECLINEEZ, AFVBLITED
BEHIERERRICR D RE RETEH. ARG Lo THRERS
F. HHEEEICL>THRESEEINS,

B BEE IZIE. Fig. 3- 1SR T & 5 ICELE & 3 B8 O S &8 D 55 i 2
EHRBHRELIRD, TOMAPCEPRICHFRAZET LOORIBIIRSY
T2, COENMRMARIIEIEOHEEEIIRS KEL. BEFLETS &
MMRMAKRE L, ZORADECBORE L RET 2HE25 2,

BB ORIEDY AWM ESE L KRS Fig. 3-3 0ICR L.
Fig. 3-3 0lX B 290mmOD ERDEE» SMIsEHH LK, Bxy
U5 4 REBESOBISORENF%. WEMEFTY 7 b Mold Flow,/FlowT
CAEREUAHEREZRLE. SENB(BEOESMF v EF 1 AWBIEE
725mm/Fb) & AR ST H (290mn/F) & HIR T 3 & BT RIS ARSI RENE L E
CBOBERIZENTED, Thbb EEEHTRELBMSEL 2D, 20K
RSWHERDRX VEHBL 2D, —BSWHETR. XX VEBLITED
E#HD IR EEEZEDRERMEIC LD LRORICEFIZEZOhEH, L
PLeASa7EEL/ 3P 1/ 5OBACTIHRRIBRIZEOWN
RLIREETH B, TITBICN) 7—HICEN IS, T2 Eh - BE
LRHHLEZNY 7A ML, WEMER MV EEEETIRAIEE LTD
NTNn22:2930 2y BItPETHIE. a7BIC&ESF DY, K7
DL — MEMFRAINTWD, 7RI 7—#IEZ ANhEN) 77— K
NVEOBEITIE., I7BON) 7T—BRE—BSWHEEDITEDOEAL DA
BICHATHATH Y. W—CTCHEOHADI7BEZ AN I LHBLETH D,

AKETIH. W—SWHRIERDPRETESS oYV a7 o—KEAN
DV YERAWT, SRO7PEBZLOZRBHEEEICIOVWTHERITo> -,
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Thin core layer ®
SW moldlng { 1 st resin
( 2 ) . - 2nd resin
Ordinary
O SW moldihg
5 layered . '
SW molding
(3)
Fig.3-31 Thin core layer SW molding.
| Ordinary
Thin core layer SW molding | SW molding
n1 > n2 .| pr—
Qi > Q= ) 3
Ve - —~ N

O ® ® ®

A A

JuLg2

Y.
U

Fig.3-32 Process of thin core layer SW molding.
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3.5.2 EEBWARE

ROBFFEERBE L EEBEZHERA L TERZITO =,

SRR : BREBIELE (k) fABSWS Yzl Yar7o—miE#.
BEBIE : ASKIIE. X145 v ASTET (JBILER L (kR)R) &M,
3.5.3 EBRERRUEER

Aoz vary7a—BERADISY Y URERIC, NV ICHERDT

B ANZREZTV. 2EOBEOHEY —r > 2E2 LI ¥ IEEE
EHRET U, Fig. 3-3 1 DERSWHIEEFERNIT7EZ & o LB RDK
FIZHELTWAZEEFERLE, §2bb, Fig. 3-3 1INV T.

(1), A¥VEGE(1stBE)ZHE L. WWTR¥ UERIE(1stkfE) &
7B 2ndEiE) 2 ROFRICEE 32 5% (ERNT 7 SWEE)
(A 60-16326,USP 4174413) .

(2). %> BHAE(1stilE) 2B H L. WNTRF 2V ERES( 1 stiiflg) &
a7 EBEIE( 2ndEiE)ZREOPRICEE L, BIZ XX BRIE( 1 sth
eI T 2 5% (ERNO 7 SWEIE) (AR 59-29416)

(3). AXUBME(1stilE). Rnca7BEEE(2nddiE). RWTIF
VERIEDEICH BT 3 5%E(5BSWEE) (RAR 58-30681) .

FEE()oFEZEIZFHFLL Fig. 3-3 2ICRLE. RAKHEHT 2 1 stk

E2ndi@fEDME(n ) L HHEE (Q) DBRM. 71>72, Qi>Q2 Z{R
BLDODOHHE L. B2 2ndis® Flow front# 1 stiflEDEICE WD DEIE
TEHIEHEETH /2. COBERBREEND LRFRY—ERIT7TENIE
KTERE. (NOFEEEZRAW, AXVEIZPETHRE. a7BICRY 7L
— ME2AVWEMES MVORALDRET I Nz, (1)DHFECEUDOREEK
CZORIEEBICOWTIE, #ICR>T Anerican CanttFIC L > TH%ZE
RMNVELTHEIEhTWE?Y , B)DORIEEER MIVA—H—IZZ71
2Zh. PETHEIE/ A0 3205 @) 77— MNVHEEBESR hVIZR
Hahlk. EFBITIWERRAEL)ITA 7LD, PETHMOD
)P4 I NHEEFTEIREEZD, FOETERICESER MNVEERT
LZZeZERDE T TERD, YR UFEMATS Returnable s MIVEIZIZ
SBROIERTEDEEZI WD,
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Gate

(B)

(A) e | » (///é////l

4 Wold cavity {} 1 st resin
N /4 ———.
; /zZm ' 7777]

Mold cavity U

i ?/’/i/%]

@“””h’- | (/%—\,
U o U -1 st resin
Q zl st resin(Skin)
~omd resin(Core) . _ﬁiﬂﬁ

" '9nd resin

2nd resin

Uniform skin ./ core Ordinary SW molding

SW molding
Gat
(c)
C (///%{—1“ ,
¥old cavity U Spihed cavity

e ——; - ]

@

Spillcd cavity method

Fig.3-33  Process of uniform skin ./ core SW molding.
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3.6 ¥Hy— XF2 /a7 BEYY FA v FHERE

3.6.1 F

B RO XV BOMEIC LD REELAINS, ZOBADPS X
FUBIENEMAEEETOIMEEHA L. a7 Bl LMikiEEftHT 2
ZEDITELV. B—EADIFUEEEOSWHEREHERETED
LHRODENT WD, L L, BERERDERIC RS L —DSWEFT
- ZFY /a7 BEDBONRV. BRITHT— DB DT VIR,
XYY UAR, PR, S — b S ISR B E T OIS AE L —5 D
RTIRE —h XF> /I7HEESWHRERDIEB SN D, —BROKERT
XXX /a7 SWEEK RS2 (Fig.3-33—-B)

B SWRIEREBE T 3RAN NI TV DOPFTbRTED. fix
EETX Y EF 4 2RI P EF A IHIIMAB I LIC LD —2F> /T
THEKRERET A ZEMTOILT WS (Fig.3-33—-C) o TOAHET
FETF Y EF 4 ICADRAR I stiISRBEEAT 2 LENET 2,

FICENEH— 2F2/37 BESWHREBEDNRDSNTED. AHXT
T hICEZ BRI DV TRET L7,

3.6.2 ZEEAH®E

ROPEEBE L EHMEEZEAL =,
AR - DR S WEEHS. BRSBTS (¥k) 8 FS80S12ASED % A
THHBIE Lz,
&8 15TmX 100mn X 2onn (JEHA) ¥4 ZOFERFEOEF v EF 1 ZEF L. 7
— MOREIPEFAMOBLNS 23.5mETRF - ~EICH &R 2 H
L7 (Fig. 3-3 6 ),
BEME : RVXFL UM, A4/ 02666 (JEBRTEMRR)E) 26
AL, AFVEMEZEA. 27 EMEZRBAICEECL THHRKIEL 2.

3.6.3 EBREREUEEXR
2HEOEHEEEZER XYy ET A ~BH T BRIZ Fig. 3-3 3-AIZRTH
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Actuater
On—off valve

' \\\\

"I///////Am'.',z'//,//

--------

)
2nd resin passage &3

AI

B— —8

1st resin passage

AW
Ist cylinder

o s

vt ar v v d

<

2nd cylinder

B Actuater
|

On—off valve

T

:—f”‘_ 3

i " 2nd resin passage
B'

Fig.3-34 Nozzle structure of uniform skin ./ core SW molding

used in experiment.



= R TaE - ARFHHEZNAD ZEICL V-2 X/ a7 EEER
B TEDZEERA L (AN 60-4769) , AMBIEREICBH R
TRETHEIN, 2BO#IEZ 7 — METHE - ARFHTS L, 20X
EREIINTRETERE XY ET A ICKEIN S,

2EDOEHBIEL7E - FARFHTEZ2EBORRBE LTV, Fig. 3-341(
T ) AVEBEME L, ROARICSL bR v F—) XL ET Oy
—/ ANVIPDRDSWHIEA ) AVESEL, TV ¥ —) X% 8ARDER
R, ZO8FKDBEREZ2T /Fax—4— 2L HBRIZHEETE 28BA
Lk, ZO8KDERDOEAMAL. 2AKDOHFHH VY V¥ —ORIRW2FHICL
V. ERBIEEZSE - ABHETAZ LN TE, ZofHEHETEE
(Fig. 3-35) ,

1st resin

Fig.3-35 Control of the configuration of 1st and 2nd resin at gate
by opening and shutting of 1st resin passages.
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Uniform skin/core SW molding l Ordinary SW molding
(Resin : GP-PS) ’ .

O] §

|” 100 mm

N~

- : ,[ r 102 mm nSSmm
Skin/Core = '35/65 Skin/Core = 70/30

Fig.3-36 Experimental result of uniform skin /” core SW molding.
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ERRRTARTHOD & o BT — b 555 (BHRORDOH
»5 102mm, fhiEH S 55mmDR - LB — N2 ET S ,/Tig.3-36)
SMEMA L. S8 - ANSHEHAADEEY 2%, /27 SWHE L.
R SWHREEG RS Fig. 3-3 6m Lk —RSWHETEI 7
BiiEIE 30% LB AS RV, Tabb. a7 @BHIEx 0% EANS L2
VBRI THEROAEEE H N —TE T, —B01 7 ERESEHEE
T %, AEIFREEESAADE R ARLORILETIED 7 BIIEE 65%
FCRAI TSI P BRI REECELT 22 LERp ok,
RV YA S VRIEORTEI SWHREEAT B2 EAE R0, N—Y
VHEEZHERAAF OB LTHEAL, TE3RTZED) YA 7 IVEEEZE
Wa7Ee UTHRIERFIZANZEZNVE WS ERITBW, FEHERIF VB
S, AR BN ISR B L WA B0 ARERMIE DA
EQBERIEZOND LEL TS,
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S WEIEIL B R iE D SR N REN DRt 2 T A ICRIA U2 I T dH 2 B8,
KEFRICHERAINTWRVWODBRKRTH 5. SWHIEZEE L =&ERE
BIEDOWTIIZE L, TEOICHARE L RBIEEZAHE Uk,

SWHERER XY EF 4 ~FHT 2 1sthhk. 2ndMEIPHICBEDE
BTHD. ZO2ndMRlZMMFHICTRZIZHECODWTHEI L, BiZ, 1st
fiE. 2ndBIEDHEH Y =7 > 2AE R EZ FREEICDOWTHEL =,

ROBEDORILEIZDOWTHIZEL., ThEhOBEEEZAIEL =
- 1stirRlicaalE. 2ndbrRlic H REEHH T2 GA IM.

s GAIMZAWEMHEREAROHHEF( New SF ).
- 1stArRIC &S, 2ndbiRlict ) O —2HHTE AV Iv—7

2 b & R '

- SWHIED 2 7E%ERICAN S S BH H K.
R AFXL/ATHEEEETHE— XX /a7 BESWHE.

GAIM .

SR v EF A ICHE LEREDRC, ISR EgEARKEHET I L
CEDHEENSBLINEZZEERA L. GAIMEZAIHL ko

Z— RN XWBHEA ) ANVD = — RV E D HRAEKERHIBETHZ LT X
b RiFrhZekzlE L. GAIMOEART7O X BHEMLL =,

Bz, GAIM#Z2%E, HE, BFNICERTE3GAIMEBDHRER
T, 2ZXNVeHRaZ=w bEBEFB LKL, 2 ANVHEE. BOMRICT7 %
— ) ANV F—=I)ZANVEBL, PUF—/ A)NeAF—7 Z)VHEK
CBEOULRWAELNES TH oo COGAIMEBEMHEHL CHARY
DGAIMBEEROEEIIE> =,

BEEEZEOHBEIC X 2HAREHFEZR-2L LEBILEKTIEDGA I MEF
AGIIZEL 4t AN TEHAINTED, BRES A ¥ —id 1005t
CELUTLLSERAS N, FHBEOEBEHO—DICR>TW\W5,
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GAIMZRHWEREHHAR ( New SF)

KOITRE D%, REFEE2(Svirl nark-free)#EHEME New SF %

BAF L =0

cHOPULOHLELRZIZLD 0.5~1 PanEHOMERRBIZHERIh R X
Yy EF 4,

C BEMERIE R ST v U5 4 B TIOR AR B R L

- EBEAREKZEHE LT —BEpZEEKEKE L.

- RO ERBTICEABDIIERS L., RAIBIREREhEE T 508 L
RET, PEHOHAEZERAIHE LT, BEEsiEz =il md»
S THHES B,

HW—EATCEALERFERBEAFVBEREITEP SR SNew S F2HE

U7o New SFRIEFHIES AL AX N, REEBEEENDY U ITEFEDRK

FEACERHINE,

ZF)dve—7Y X MBI

Istirplicamiis. 2ndiklicA Y dx—2H B LU THET S A4 TY
— 7YX MHEBEZAIHE LR, SRCEERBERARZHRIT S LICXDH
2F v ANVEUOF) T —F ¥ VAN ZHETHMBEICEHKT E. &2
YO —F v U ANDEIERIES E CHIBEDZ RIFICEET 5. FTHE
IHEEF Y RANVOEEEEE TSI L Z2IAL o

- ZEH MR
Aoz vary7o—FHERERD )Y VIZ, HFROIT7EZANDS
RET 2TV, ROSIFEDREFICHIELI 2L Z2HRL L,
(1) AFvEalE(1steig)z8 L. RWTRF U EMIE(Lstlig) &
a7 EEAS (2 nditls) 2 RO FRICH T 2 5 (T 7 S WEIE ).
(2). AFVEMRE(IsthlE) 28 L. RWTRF U BRIE(1 sthils) &
a7 EEES( 2ndEiE) 2 REOFRICHEH L, BICX X U BEIEZFHT
2 A% (HEE T 7 SWHE).
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(3). ¥ UEME(1sthifE) = a7ERE(2ndilE) = XX EHE
(1stiifis) DIRICHHT25E(5E SWEE)

¥)— S WH R
2HEOAHMEZERF Y ET A ~AHHBT2RIC, V'— MBTHE - AR
NthamAZzZickv¥y— AFx2 /a7 #ESWHRIEKDHKIETE 2,
2HEOEHRMEZSE - ARFHETEZ2RBORKEITV. BIFICERT
L/ ANEEEHER LUE. AOARDOA > F—2 AN 7085 —) )b
BRBESWHER ANVD, 7U¥—) X)VvE BKDBEREIIHT. FBEE
PIVFax—4—CLhHBRCHBATEAHEICILE. CORBBOBEHR
BHEAIC L b, SEEIEZ BEIKCHE - ARFNHETLI LB TEE,
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5) Echardt,H.J. : J.Cellular Plastics,23,555(1987)

6)  European Plastics News, (May),29(1977)

) TIRF v IERIEHEMTRER,36~39, (Fk) B T E(1994)
8)  BASF : USP 2,940,123

9) Siemag : USP 3,947,175, USP 3,947,177, USP 3,972,664
) NZV . R 52-11336, R/ARE 55-45374

) Hanning : Swiss P 528,359, %;BHIE 48-36255

12) Modern Plastics International, 6(7),42(1976)

) K~ 95 ,Ferromatic Milacrontt &R

) J8&¥ 7 . FBEAE 50-9663, USP 3,966,372

) Mohrbach : DEP 2,106,546

_53_



-9 s -




— = =
co - o

[g]
DD - O
N e e e e e e

23)

Roehm : USP 4,101,617

Union Carbide Corp. : USP 4,136,220

Colangelo,M. : Plastics Technology, 29(6),41(1983)

Peerless Cimpres Ltd. : GBP 2,158,002

M ¥ : SPEHAXMHERS ,24(March,1992)

ANES, REBRE— : BfmI,5,31(1993)

BEXH  7SAF VIRV UYL I ORT 4 TESR,
258(1974)

BB : 7SRF VI RAT—=I T84 7 0RT 1 PSR,
271(1975)

Shibata,0.,et al : Japan Plastics Industry Annual 16th
eddition,93(1973)

W.R.Grace : USP 3,211,605

Weir,C.L. : Modern Plastics,46(3),68(1969)

ICI : $/AH347-26108

S TLE : FFARE 61-56105

‘LA ETR] ¢ RfAHE 61-258751

TH ¥ TEAK,39(15),58(1991)

American Can Co. : USP 4,497,621, USP 4,511,528, USP 4,512,730,
USP 4,518,344, USP 4,712,990, TR 4-72685,45/AF 5-30607 %

- h4 -



Orientation in die.

A . B C

Temperature Orientation Cooling
control zone zone zone
A A A

17////{__/— Preform r Y Y )

J

| AN

| >4

Press orientation in die Extrusion orientation in die

Orientation with stretching.

SR
SERL

= S &

i i hin
Batch type stretching Continuous stretching

Fig.4-1 Orientation methods of synthetic resin.
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BAE T AEMEIC XD EHEHED 2 BT

4.1 F

EEAEIED 2 3R S — ME, BERRZ BT RIZ5] o5k 5 515RIEH A
TIFEALPEEENTED, FAATEMT 2 HEIBDTORN, ¥4
AT 2 8IIEM T 2 5 %KICIZ. EHMAITEMT 2 7L RS L BEE S CEMT
LD 2 5ENH D, Fig. 4-11C20FB%Z2RT. 7V AEMHSIT 28
JEMT DA (KRN TR 7L REM LK) OBREREBIIOWTIRE I
Fortin Plastic Inc.HEEDH:EF" © Dow Chemical Co. HBEDRFF? IZBIR
ThTBbh, ZOEMAFEZAWT PP THIZSH OB OER PMMA 2 #HiE
D —BEEIh T, — A, Fig. 4- 1 RIS I WOA, B, C
B TMHENC LD 2 BI3EMH T 2 M HEMR KL S <1 Roehm GmbH M B A4S
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WO TV REMFE. HHEMETIIEMRBOEAD Jmz iz 2 ER 2 T
S —FDRIENTE S, 7V AEMBEINNY FREL 2D, BOTER
ERETHET2EMMIENERTE, BRAESIRELRBESSFEES
KD 2 BHEMIZE L TWBo —K. ¥ A PR HIEM ISR HHETE © & 2 AR
FEnlgE R EDHEFGRIEN TEE2RMEET %,

7L RIEM E F A PRI ICHGE LT BRI Lk, EMEICS A R
Y ABBIEOREIC B 2 EEI B THBENRZ NS L. ¥4 NTEK
BIEE—2RFE(T7S V70— )TCHRHBZ L ILEND D,

FEAH e LT —RICHELSER IS M, J. L. VhiteF i 22K % M@igHIc
HW /= Air Lubricated Dielc DWTHELTWBY,

7V REMICEET B FEEOWMEEH DD, KE-HRICIFIFEHAIh T RN,
ZORREY —REMPEERZ L EEEDROBEXIIH D, KRXTIEZ
NEOREZMARL. ME. FEUFZIZIOE TV REMBEF I 2 A%
LEBRIZIDWTHRE, AR LET LV IEMEIHEMIMERETH 285
AFEEAED 2HEMICBIFICHHATE, XWX TIE PMMALRYF 57
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NABDTFL (Ll PIFELBEFR) OB E S FEESERD 7L X IRl % B
FL. H2WMEMY — PO DODVWTHELEHZERIZIOVWT RS,
BESFE PMA (LI#% UHMW-PMMALZ BRFER) I MAE/ ~—2 2D HF R
WRCERENEZEVICEALTEST S, WHBLEILFYIPERICED
REEHDY — IDBALLEEZINTWE, BEEXYAFRETEHAIZMZ S
UHMW-PMMAIE — R DB B TR L EARICHIE T2 C L IZRETH 2.
UHMW-PMMAD BN 2 BZE(H S — ML KkE D Swedlow Inc. FT/Nw FADE]
SIEDWRIEETEEIN, MEKOEA S AZHFHINTWS, Ny FH 5]
SIEDBE®RIC L B ER 2 #EM UHMW-PMMAY — M2 R EREHE L, B
BUXAMBEZOBRMTICEROFHZEL TS, MEHOEMICIZ. &
ZEEtE, BE, madlE. Mooy 7 aEREFOTHWEEIEKRKT N, XK
EOMILERO Zof LWERDSEHI N THE . BIEIX 2 ShixEddh UHMW-
PMMAY — DA ST W5, 2D 2 BifE(f UHMW-PMMAS — b DMREICER ¢
BV OhDOWREDNDH D, M7 I aEREIIEREILEMREEDL 3.3ED
Brlc|mKIchRD, fIEBOBN SR ZOEMEERLRNEIhTNSEY,
AFRIL 7L AEMEEIC L D —7 UHMW-PMMA 2 SlEE(H S — M DL & 2%
— P OMERIC DV TIT > EMERRTH %0

PTFEIX M Z24dE. TH3ERM. EXMEBRM. EEBUS IR Rl L =Rt
EEB. ERAABTIREREETATEMBL LTAASN TV S, PTRE
B FHEIMEUEI > EZLTBD, ZO-OMEEZRESRZICESFE
H108~107D A — ¥ —DiEESF =& PTFE(LIZ BT PTFEL BEH) A —% I
FRHEXNTWS. ZD7=8% PTFERBIMZHBZ CTHHOTEVEREE A L.
EHOEMMITIZRETH 5o €K, PTFEOEMS — MIDNWTHEL 5I3RD
EMETHESNESIE 7 4V A, D= )VERETHEI N —HEMH T
— TEN—BIZH SN, TEMICEEIN TS, £7—T7DO5REMIC X
BWMEHLTANLT Y TdrFyv I 2] PRLHISATNWSY , PTFEREE
1B EMTZ 2, HFENICENEZERIEONRE I &, BIUEICLD
MEXINTNB'O D, ZheDOMEITH DD, B2 2 83EMH PTFES —
MCBET 2 28HEIE RV, KX TIE7TLV REMHEZBAWE PTFED 2 i€ {# 5
ik b, BERFHEH S PTFE2MEMS — b2 L. #>— b OBEM
BRICDWTHIEL BRI DWTHER S,
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4.2 TUREMEE
UT. B3 LESHEESCERE. ERERRVUERICOVTIRNS,
4.2.1 £BAOH—HEEL

7L REMZ—HEOBEMBMITH ., EMaDERER ( L& Preform
BEFR) Z S EREETII L § 3= 8., PreformP3ific o FERDIE Z 5 BT
L BIEEMEEORRICRZER D TR B—REMDPREICR D,

P — 22 3E{H % 1T 5 12l Preforn &£ B & WL DR BIHE D E LnigiR (7
Sy70—) BRERARTHS. Preforn RH T HRE S ¥ TH—REH>
—MNZT B0, RE2BEDREB IR 2T o k. TORR,

(1) ¥4 BEAO RIF2EEH OB,

(2) ¥4 RHEOHEE 2HME,

(3) Prefornd ¥ 1 OMICEBRET7 A VLAEBNESE Do

(4) PrefornDFE L EBOAE 2BEEZ (RBZREILTS) o

(5) BERZL XHE (Prefornii MO F B HEN —1b) .
BEHTHDILBRR LR,

COL5EMEMAGDLEDZ LIV 2HIEM L REFRT L ASE
By — N EHBE, RICLEROREREITOVWTRR, ZORGEZHAGDET
7L REMBEEZIT > EERICDODWTHRRS,

a. HEROEE
EEAHICERINEZ LIBIRDOBIHTH o 1=,
(1) BERED /NI W,
(2) MAEMEDIRY (7L ZEMRICEERIADBRELRN) o
(3) BAEMDIREN (¥ RAEKCHLIY—IZEND)
(4) MDD 2o
(5) EERMBEEDH D (FIEKRIC Preformd Higb LWV) « %o
BrOREROEASDLEZRFTOER, ERKOMED WG F b
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Table 4-1 Coefficient of friction
on steel.

us: rk
PTFE 0.10 0.05
FEP 0. 25 0.18
LD-PE 0.27 0. 26
BED-PE 0.180.08~0.12
: POM 0.14| 0.13

" Preform // Lubricating resin film PVDF 0. 33 0. 25

PC 0. 60 0.53

. PET 0.29 0.28

Fig.4-2 Lubricating resin film Ny66 0.37 0.34
inserts for drug reduction. FsCIPE | 0. 45 0.33

PVC 0. 45 0. 40
PVDC 0. 68 0. 45

us:Coefficient of static friction

ik:Coefficient of kinetic friction

St Inserted film
@)
v
(@)
3 af
RS
5
(2]
Fy 3t
0
o
a
l ] N 1 1 i | 1
0 10 20 30 40 50

Pressing force (ton)

Fig.4-3 Draw ratio vs pressing force without lubricant.

- 58 s -



— I 20EAFRR)SAF N OF YL EA L EEBICHEOMER L
BRI EZRN L BB BEFICHEATER, ZOMBMIERRBED M
. BIERICEERN 2 REZIET, WEHEMDSD oo Witk & attAl
BEEHAOREBZEHEL CHOhEZEL L, ®SBHZREFICHE L,
b. ¥4 REME

YA RTMHEDEEUEZEAETIRERERTH . RETZY
1-SEBEORKICES BOVEEHESEOhE, ¥4 RECHEERMMDEE
T2HY, ¥4 EXEOMEICHEBALRHN. Moy TIh, EERIIhZ%2<
L. MEHOKREDZEHKEL LTEAELS 20T, REEHBEIERSIND
EHEEZLNS
c. H¥BAs 7 4« )V (Lubricating resin film)

M A EICR T8, Prefornd BEABMEOREIC, HEEOR
WEHBKIIE 7 4 VA (B EEEIET 1 VA LK) Z2NEI R LNE
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INSDEMHEWHET 7 4 VAL LT, Prefornds PMMADISE I HD-PE
Y PPOS IZ— b7 4 IVAEBEELz, Tabled - 1 I EMEDEHEHREDOX
BB 2R LULED. IMICHT 2 HD-PEOEBRBIIARMEOHTEIRD
EDWL~NVICH B, HEMZERLRZNT 0. ImEOEBEET 1 VLKLY
# Preforn® L & FHEIZHBWT. PMMA Preforn% 7L RIEM L RO 7L
AH L EREEFEROBGR%E Fig. 4-3WCmR L. COMUELTiILOMEL
ZHhEEALE,
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Fig.4-4 Viscosity-temperature curve.
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FREZGERTE2BBRETHEILHBDLETH D, EMKIC Prefornd
HELDREWILBLETH >k,

Fig. 4-41% Prefornl BB 7 1 WAKHEA L2 TEROZIBIEDRE -
WEHBEAELEKTH D, BlEEE L LT Rheometrics Inc.d
Dynamic Spectrometer RDS-7700% F\\, BAMIZEED 1 rad./s &

10 rad./s THIEL /=

Fig. 4 -4 CEEBOESHEBXROBIIETH 5.

- PMMA(MW4,400,000) : EE FH9 2 F= 44075 D UHMW-PMMA

PMMA(MW 150,000) :EEFHHFE 15750 MMA/Methyl acrylate(95/5:
EEH) OHEAK,

PP(MI 8):PPHERY v —, MI=8 (ASTM D1238,230°C),

PE(MI 0.06):HD-PE,MI=0.06 (ASTM D1238 230°C)o

MMA-MAAmide :MMA/Methacrylamide (92/8:E&Lt)DHESHK,

MMA-ST-MAH :MMA/Styrene/Maleic anhydride (70/20/10:FE&Ltt)DHEEK,

Nylon 12 :m.p.178°C,

Nylon 6 :m.p.225°C, _

Fig. 4-4 DB E-HEMZE L ., PMADIEMEE TH 2 130~150°C T,
PPIZPMMAL b REE M K E <. EMIFIC PMMADEXRHREZ R TE 2. — 7.
PEiZ PMAX b¥5EENS/NE K, B2¥ A LOEBHICENDS. ZORRPS.
PMMAE {8143 PP/PE(0. 1mm/0.03mm)D > I 2 —hF 7 4 WA ZRAW, PPEZ
Preformffilic. PEZ ¥ 4 REAIC L CHEERE 7 A VAL LTHATAI LI
X RIFREMS—MDBEShE,

Fig. 4 -4 OBE-EE L b, MA—MAAnided 5 Wi MMA— ST—MAHOTH
i A Y 2 ) VEIEREMT BIEA . PPORD DI Nylon 128 5 Wi
Nylon 6ZFWAZ EHFFE LIPo,

PEEIE 7 A WADNMERS ) AV A A NVEOEEHN T L AEM L — b
KB TH20EBCHRBES N,

d. Preform® Nk
7L RAEMBEOREEFERET S =0, EMKFIC PrefornDEA SR DR
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Fig.4-5 Heating rate of Preform(Simulation).
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Fig.4-6 Flow pattern of lateral flow end
during press orientation.
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EohDHLZENEETHo . 7V AEMRICIZL2REBFIROHEE
BTH . ERICITLRBRRIIBICLL, ZheBLO T3 HHN
NEEWZRD B ok,
PreformDEXEBZAK L D ETHELS RSB TR EZLRELL L E. REZAK
IODESRB I VI DI RKBELAKRCETOREZEZR2 DT THE L,
Thbb, 7VAEMIZHIL D Preform MNEAER I 2 A TR X2 O Ry B2 AR
# L. Preforn®ORE & AKICHEERIEEZEZ DT TCRBORIME Z X
B U, BHBEOEISMEZRELODORBI LI EDENTH oo
AR DIBE % 135°CIcE%E L. 30mmE & 40mmE D PMMA Preform# finZh
RIZIE S ATEMMZL L 72/ PreformtBIREDL{LOEEES Fig. 4 -
S5IZRU7zo PrefornEA D 30mdD A, MNEAKRE £2352ICHRET S &
Preforn®&RJEH 135°C. WHEH110°Cice b, CORETT L AEMTZ L
Fig. 4-6 TR, REMORBBE D ENVREHHE % HF D D DOEMS .
RIFRIEMS — M DE STz
e. 7V AHE
7V RAEE L PreformdiH DO WREHEDRICIZ. WOBRANDH 5.
WMEREE=1/4-V0- 5. (D-vt) "1-5.v
V : Preformd & #%
D : Preform®E#
v 7L RAEE
t o B
TVAREE—EDHA. 7V ADETT B DN Preforndn BB #E I
Hrd, Z7VAREZIAEH U CREREBEE Z —E LA DPRELENE
FWRBINE, TV REEE 1~20m,/ sec. DEHTHRETLEHER, 7L R
HEDBWVEFRAELLRZVWD, L LEXREOREDOELLOKESRZITO
TLIzolo COMEZZE LT PMAD 7'V AWM TIIREREE L LT
£ 2 mm/sec. EREL =,
f. 7VREHDRER
TV ABADY) -Gt E ZKT 5 LED 5 &EFEAV. ROBRELRET
PMMAD 7"V RIE(H % 1T > T2,
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Unifomly press oriented sheet

Preform =
Fig.4-7 Photographs of Preform and press oriented sheet.
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Fig.4-8 Photographs of Preform and ordinary pressed sheet.
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Preform : PMMA (Mw 4, 400, 000) . 100mm X 100mm X 25mmt,
HIIEGE : 135COMBRT L AT 255 FMEA,
T DA TRARICRES R, B—REBR— BB LR, Fig.
4-7IZHEHRTD Preformé BB OEM L — FDEER2R L, FFBKR~—
¥ 7% Uiz Preformid 7 U REM THEFBIKEFR L TR, H—REMH
fTonZ xR LTNS, H&EE LT, ABRKR~—FU 72 L7 5mmED
Preform% 5 E T 25mm/ED Preform& L., HEFRENEEHIET 4 /LA
PRAWRWTT VA LBE %2Fig. 4-8 5 LT, PreformDFREITIFEE)
BT, BB ETARB LR —R— Mot
WAL 1V ZHWTLERED PMMAT L X > — R O FE OB M KE
ZRFEL T Fig. 4-9 R L7z, MRDOKH 0. 05umEHRD—E T 1 /L A OEL
KEEZHEE L TRLE, PVREHRT— M 360E2F I — R EMR
(Wb BEEIEMS) BfTLR T\ (Fig. 4-10) ,

O

Press oriented PMMA PET film Nylon 6 film
(Commercially used film)

Fig.4-9 Angular distribution of polarized fluorescent light.
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Fig.4-10 Biaxially stretching and multiaxially stretching.lé)
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(Press orientation)
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Fig.4-11 Process of presé orientation with stacked Preform
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Fig.4-12 Force required for press orientation
of PMMA at draw ratio of 5.
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4.2.2 EHEHROFL

7L ZIEMTIE PrefornZ N4 LU =RET 7LV AEM L. ZOEMKEE
BREUEFIHRCEEUTCAHNTILEDNH 2, GVWIA VYA L A
TRANVF—ZEFLDODT LV AGHRAMOME,/ MHZBEDRTHEDD B,
HiZ, CEBZRTEEAT, Bo—HOTVAIETEHROEMHY — %
BETDIZENFELN, COZLEZERTIEOICELOFEZRET L.
BB REME, =27 —Fr v Tk BEE-SEPRIFRERZ2GE,
a. BE7L REM

#HH D PrefornZz /& L CEA Preform& L. EMEBICKIEMS — b2 3
BLUTHEROERY — 285, BB L AEMEEERELE (FFAE 3-
32054,USP4668729), Fig. 4-1 1 ICEEB 7L RIEMEZ R L=. % Preform
REMPICEZS R WEDICE PreforndBICHIE 7 « W AEE S, I
7 4 )b Preform& —#EICEM UTzo FBET 1 NV AXEBEEZ 1 VLD
HTHRARELSIC, EMBCRAREZRETCEIEKRETH . HDOIE
BRI ERSNWEMBEZRTIEDPBETH S,

PMMA Preform®iB&icid PPASRIEE 7 «+ W AIZHE L TH D, PreformdHs MMA
—MAAmide. & %W\ i MMA-ST-MAHODH&IZIE Nylon 12H5%0E 7 4 W AKCHEL
Tz,

JEMY — FOREZE R T50IC. HE PrefornZEHEMIE7 1 VAT
BoTHEZOE L. & PrefornfflOR@ZHFRL. b v T7INTET IR
EHDIEMS — b FICBROBRWRIC T DBENTH o,

% PrefornZz /B L T 2M4&L UTERA Prefornic 2. LBV XIEM
HEEBEIRIHEND o/, Fig. 4-1 2R EMHS —PDEAHLHETL X
HOBFRE TROXRMTHAELEHERTH D, EfS— FBEWE
(PreformD BV )MEWT L ZHTCEMTE /=,

Preform : MA-AARESAKD 2mmE > — b ZEE LT 8~30mnic UTHEH.
7V REMIRE  MERERED 140°Co

FEfPfE R : HAELLT 5%,

7V A 50TV R,
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b. 7L REME

7L REMEL LT Fig. 4-1 3WRT =7—F v v 7%, HEE—-
BHEZBERE L, METLE4AEZRIITRT,

- SRS BHE  EHLKREMALTTVRAEM L, RNTEREHK
EHHUCEMS— P EBAUTED BT

TP —XY v T FTREOSRAICHERNS A 7L — b ERIT. ER
¥4 7L —heERAKEIEEM(Z7—F vy 7OFELE) LEMO (=7
— Xy v 70N REZEDRUTHET 2. SEAKIEREBAL, JF
FEAREE (27 —F v v 7DELZRE) TLTERS A 7V —DAZME
L. RWTHOF# TV AT T2 L 7= Preforn® FELEHERS A 7L — b
AT, BHXhTVWAERAKLEMI BT DODOT LV RAEMT 2 HE(RL
B 63-24806,USP4752204) »

c 2 —RF—YarE MAIhEEETVREBHSINEZRETVAOD
207V AZMAEL, Prefornz @AY 1 7L — MIRAZKRETERET L
ZTFE L. WNT PrefornzERI A4 7L — b HRIIBETLV ACHELT
BHILDDT7 L REMT B o

- SRIERE Y EEEET ANV LEHBAME UTHERATIHETHD.
Prefornz B DOEHEMIE 7 1 WA THE L TFH# L. ZhZ PreformD#1b
EELDETFELBELETLVIATHHLDD 7L IEMT B ik, BBk
Js7 4 WADBERODRED, BHUE7TLV RICEMLUTHFE LK Prefornds
BHIXNAICIIETFORMBZEL, 20 PrefornDBHII N B HIIC 7L AT
MLTLEIAETH D (BFAFE 4-T4167) o

ZD4DODEMEICEZNAZNREEN DD, TOLEE Table4-21Z/RL
P REIMXTIE. PMMAD FARREM S — PDOBEEICIE =7 —F ¥ v TEZ{E
FU%. $7= PMMAOHEREM > — b D, KU PTFEDEMH S — b DK
ISR EE—EEE2EA L,
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4.2.3 Hham

TV REMEH I, BOBRRB LTI REEICDODVWTHIE L. RO
v
7L REMEFIC PrefornZ ¥4 ATH—RBRFETHEB I . BH—1 2 #HE
[ — b &H/ 3
- RIFREEAO Y 1 REHE.
FARHE7SY 1 -SEEOHEE.
- EEBET 4 VLD,
- PrefornRB L BEBOEE RIBEZE.
- BER TV AEE
DEEBEZMAGDLEDLIELBEHTH >,
7V REMEREY LT
- BB 7L RIEME,
e A
- SRR —E
DHEEMOEE. BEY A 7V 4 LEHREEDORTRIFRBERZR/ .
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Fig.4-14  Process of air gap type press orientation.
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4.3 BESTFEPMMAOTL AEMEKE

UHMW-Polymer & L T UHMW-PMMAZ FiW . 4. 2IHRCHEHIDO 7L AEMHIET
UHMW-PMMA®D 2 BHFEH S — P 2R L. B> — P OMEEIC DWTHIE L =,

4.3.1 Z7VREMRE

4.3.1.1 ZERICAWEREMH

a . UIMW-PMMA®D Preform

ENWVFY R NETEALEFEEA. &S FEO UIMW-PMMAS — b,

b .7 1 VL

0.1mmE D PP(FER)T—)T7 4 )1,

c. EWBEETANVL

PPRENR ) v —(0.1mm).~HD-PE(0.03mm) O F I 2 — 7 4 VL ZFE 7 «
VA L. PE% ¥ 1 £HE{#l. PPZ Preformf@]ic UTHHA L =,

d. HBEAl

ERFOWMED 10t FRXA M=V ADERFFERIAF VLI OXFT Y
ZHAL U EmicMEo MR BRI Z RN L 2 EERAEEA L,

d. 7V X

TVAAM IO >DTV AEE,

4.3.1.2 7V RIEME

B 7L REHED S b 7—F v v TR EHERE —EEZH V.
ZRICHEEBE L AEMEEZEAGDETHERL .

s IV —F Yy THET L REM
IP7—Frw THICHER L -SMEBERVZOEMKEDO LR %2 2Fig. 4 -
14RLE, T7—F vy v 7HETVASHERZ LT 2HOFERY A 7
L— FTHE L, @AY A 7L — b eSBIREKIT. BRIERICHEEM(z7—F
v TOEE)CEMOREZEDET., SRAKCIBEEZRL TERGH
LERETHRET 2. TR KLERMRED L TOHERS 1 7L — 1
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Thickness of die plate : S mmt (SUS)

140

Insulating plate

O .

v 120] 5 mm
=

t 100}

pon
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S 60F "~
a

5

—

L

0 2 4 6 | 8 | 10
Cooling time (min ) '

Fig.4-15 Cooling rate of die surface (Simulation)
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DRUCIMEIRZHATETO 2HOERY A 7L — b DOAZMEAL. RWT
MR ESZYA TV — PRAECH—ICERT 5, JIOFHRTLVITHLDIU
Hinzk L= Preform® 2 MDMEL L 7=HER YA 7L — MEICEA. EMEL T
MEY A 7L — 2 EHERKEKLEMIEDODOTVAEML o

MEY A 7L — MIRHSHEARE B L OS24, %> T Preforn
B H IO DOEMI NJ=, Preform& FEMH S — b DBERRIC R E Y — I WA
Thazrl, ZOBEELRSHEEIEHS - ORBEELTIEERE
HTHolo BHBFRE—RBHICIE. EHS—MNIRDPOBADIEEL
AS

BERORBNEELETE D &, EHFIZ PrefornRBMD B D 2
b, JEMHRICHER PrefornDBRFE (7277 0—) RENMRRTERSR
So ZDFER. Prefornid ERECEMI N, ¥ REOEBENHEVIRE
CHMOREE R, B—REMS— MBH{ONRDP DI,

YARKBOBHEEORAG &, BHOY—MHEZRDOEDIZ. ¥4 7V —1
QEMAIC (F4 7L — b eBBREDOEIC) SmEOKBAR(TS > 73—
H—t DK Y A TTHEtEWEhs — b 2 H) 2 HATHEIE L,

Fig. 4-1 51 SmEDQRF > L AMWPF 1 7L — F OREK Sm 5mod
EHOWERZED 1T, 140°CITME U ZWEAE L 51 7L — b DB EEH
Z 25°COMKICIBMI B ERD, ¥4 7L — MERAREDOERE/LDOEEE
ZRUKke SERGTT L AEMERS ULHER, SmEOKEEZ DI K
DOBHEEIY—R2 7L AEMIEL TV, RKERTR SmEDS 1 7L
—h& SmEOWEHBEEZED LY THER L,

- BTV R

BIESHEROE L BBETV ZHOEMD =0, Fig. 4-1 LITRLERET
L RIEERFERA Lz, 6~288 @D Preform& #E7 A WA ZRXRAICHEL T
EQ Preforn L. ZDENR Preforn®fkz EHEMAE 7 4 )V AT, HD-PEZ S
B U CEZGE LA DE—DOERMEE Preforn& U THWT 7 L XL
MlL/e Z7VREMBIEZBZFE LU THIEEADT L AEMY — F 21Fz,
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- 7V REMEHF

0P TVRZRAW Z7—Fv v 7HLBB 7L RAE2#ME8bY -5kE
#7C.0.2mn. 0.4mm. 1.0mmDEEHAD SEEM (MRELEMEE) > — b2,
Table4 -3 ICR U EBERGTHEELE.

* TV AEMDOETHE

FHRRTV REMS — b BRIET 22 TE% Fig. 4-16cR L=, 7L
AEMBICIZ -V TNE (FZ—) Y TUHE) 2iTok. ThOBEMS
— b2 UNMW-PMMAD H > REBEE (105°C) X bHFEW 100°CT. T
TV RHTEAT 10~20HOBMEZITV, EMS — FOTHRESEZE
< UZeo UNMW-PMMAIELR ) v —8EB+ DI AB > TB Y. HS REBEEN
MCT—Y Y JNEEFT>THRY v —#HOTRITIIRBERT. o CHRM
BMEEZ 57 MY — MERDETIRIZL A B ok,

Table 4 -3 Press orientation condition of UHMW-PMMA

Stacked Preform
Thickness of Preform size Thickness
oriented sheet Preform of stacked
Release film Preform
0.2 mm 240 x 240 28 sheets 31 mm
X1 mm 29 films
0.4 mm 240 X 240 . 14 sheets 30 mm
X 2 mm 15 films
1.0 mm 240 X 240 6 sheets 31 mm
X 5 mm 7 films

Preheating condition of stacked Preform -
Mold temperature : 140 °C
Heating time : 35 min

Press orientation condition :
Die plate temperature : 140 °C
Base mold temperature : 30 °C
Draw ratio : 5 (Area ratio)
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~ Low pressure High pressure
heating press orientation press

(Flat surface ' (Spherical surface
mold) mold)

Lubricant
\\\\ Preform - coating
////J—\/ :f) Spacer

AN

Pressing
(ond cooling )&

Curved oriented
sheet

Fig.4-17 Press orientation to make curved oriented sheet
with fixed temperature process.
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- BHEREHF S — b O

IRERD 7V REMS — b BEIET 21BA 1, Fig. 4-1 710 RTHRER
SREZHVESBBRE—FEEH =, Preforn 1 7 1+ )V A% R H KB
UCHERBRIIEZ 1 WVATEZGE L ER PrefornZ. FHAEE 7L X ¢
135°CICFE# L, HORAEBRREE L DETEY 95°CICRE L EREROSH
B Prefornz A, BET L AT7L AEM U TIREREHRS — F 25
ELk,

HRBE-FETHRIET 2841, F# L Preformid 7'V R T 2
B ETZOFHMBREICABINTWBEILDNEETH D, 22T =0,
Fig. 4-1 TERTHRICEE 7L 2&RICF 2 Prefornz B =Kz, T
Preformid Z DIIAETOABE 7L A &R & AiEft LT, F# Prefornd
HAZ7VAERMEICTERRTEMLURZWERICL, 7L REMBERIICRZ>T
X UDTCHBMEIRZZ L HEETH ok
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Table 4-4 Typical propertieslof press oriented
UHMW-PMMA (Mw 2.6 % 10%)

Press oriented Non-oriented
Properties Test method Unit
UHMY-PMMA UHMY-PMMA

General Specific gravity ASTH D792 - 1.19 1.19
prbperties Water absorption | ASTM D570 % 0.3 0.3

Transmittance ASTM D1003 % 93 93
Optical

Haze ASTH D1003 % 0.3 0.3
propertie

Refractive index ASTH D542 - 1.49 1. 49

Tensile strength ASTM D638 MPa 85 76
Mechanicall Tensile elongation { ASTM D638 % 20 5
properties Flexural modulus ASTH D790 MPa 3,400 3,500

Falling weight Height:1 m

impact strength Missile: Nem 10 0.1

(1 mmt sheet) 3/4 inch R _

Heat distortion ASTH D648 c 116 105

temperature
Thermal Expansion coeffientj ASTH D696 | cm/cm«°C 6. 0x10-% 6. 0x10-3
properties ' 85°C % 0.1 0.1

Heat air oven

shrinkage 90°C % 0.1 0.1

24 h
95°C % 0.1 0.4
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4.3.2 EMNBEERRUTSE

LEAT 2O UIMWN-PMMAZ 7' L R3EM U, B S50 — 2 #iEM S — b
B, 20 0.4mEQ T HIEHS — F OB —EMEERTIEEIC RS Y S
—54 > = fEik 14nm(one path)Ta b B—Ic 2 EEMI W T W=,

4.3.2.1 2W%E UHMW-PMMAS — b OME

a. BHIEE

. UHMW-PMMA (ESEHHFE 2.6x108) © 7L AEMY — M 1mF)
D — ) 2t E % Table4 -4 TR U7z UHMW-PMMARE(#H S — MIXTERLILT
BEHEM U= — b TH b, EHICK D BMHE L EEHFERESFL (X
L7

Fig. 4-1 81c UNMW-PMMADFE(dfiEsk & R HBEBE DR Z R L 2o JEMH
fERMNIEPS 5B ITTHEEHFREREIRE BRI

Sheet thickness.Imm
Height I Im

Missile . 3/4 inch R

Ot
5
Q. 8t
E~
= E 6t
oZ
=<
- 4r
o
=5 2t
L &

2 4 6
Draw ratio

Fig.4-18 Relation between draw ratio and
falling weight impact strength.
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Height . I'm
Missile R : 3/4 inch

40}

Oriented PMMA:B

AO (Mw 2.6x108)

E

z

ol

o

& 30} © O 14

5 /

O

S .

g 20t

= © ¢ H

] /DO a

'g ol & Non-oriented

s @ "

W O /0 1 AIFI ! 1
@) 2 4 6 8 10 12

Sheet thickness (mm)

A . Oriented PMMA (draw ratio 5)
(Mw 4.4x1|06)

B . Oriented PMMA (draw ratio 5)
(Mw 2.6 x108)

C . Oriented PMMA (draw ratio 5)
(Mw 0.9x108)

. Oriented PMMA (draw ratio 5)
(Mw 0.I5x 108)

' Non-oriented PMMA
> Glass

(W)

. Laminated safety glass
. Tempered glass

. Laminated safety glass
of tempered glass

— I & Mm M

Fig.4-19 Relation between sheet thickness
and falling weight impact strength.

Non-oriented PMMA sheet

( Sheet thickness : S mm, Height:1 m, Missile : 3/4 inch R )

Oriented PMMA sheet
Fig.4-20 Photographs of falling weight impact tested sheet.
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- Fig. 4-19 Y- OBEA L HEEHEREDOBGZZ R L, UHMW-PMMA
TUVRAEMY — P OFHEHEREIZE L S KEW, UIMW-PMMA 02 FEDHK
EVWEEMY— FOREHRBEIEALE, KB LTIV -Y U THEL
T—RICHERAS N TVWAREN S X & EEMH PMAY — P OFEEERE 2
WMELUTHRLUE. 7L RAESH PHMMAS — MZEFEM PMMAS — MICHEBILTK
BICEWRERREZELTEY. BREASRCHERLTY 2EU LOWE
BREEZAELTWE,

S5mE PMMAY — P O EBEEEREABEOWEINEY - MDERZ
Fig.4- 2 0ICR U7z, EEM PMMAY — MBS THZ AR LT WS
hs. UHMW-PMMAZ L REEM Y — b CIIEMRBIEZREC LTEBD. BET D2
LI DZRZINF—RIBIEREL kb, AR —FTHo,
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- Table 4-5 Solvent resistance of press oriented

UHMW-PMMA.
Press oriented Non-oriented | Press oriented
solvent
UHMY-PM¥A UHMW-PMMA PMMA
Acetone O X X
Methyl ethyl O X X
ketone
Ethyl acetats O X X
Toluene © X X
Xylene © x X
Kerosene (@) X X
Hethanol O X X
Ethanol © X X
Isopropyl © X X
alcohol 7
UHMW-PMMA : Mw 2.6 x10° © :No craze over 30 minutes
PMMA : Mw 0.14x10°¢ O :Craze in 15~30 minutes
Draw ratio(Area ratio):5 X :Craze in less than 15 minutes
Testing condition {Surface stress : 65 MPa
Temperature : 23 °C
Punch
Clamping force |
s
Oriented § % é = §
PMMA sheet \
AMNTNRNNES C NN\
7777777 i [ 7777777, Y22
A1 Y Die Al
0P % NN\ 7
/ g' 4 I | Clearance
—Jg 0.02mm
Clamping force $

Fig.4-21 Punching process of preés oriented sheet.
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b. bt

7L ZFE{H UHMW-PMMAS — + DT AKIME# Table4-5ICR L7, ke L
CHEFE UDW-PMMAS — h &, BRRETE 2ERTEHATE 450 PHA
7L REHY — FDOHBREZRL =,

SEERL T S 5 —RA TR PMAR AR 7L RIEM LT bIESIELIE
A EFILE LRV, 7L RIEM UDH-PMMAS — M3 Z L WiEEFE DR L%
RUTeo MIEMRIET S, UMH-PMARBRRE TS 2 —BRATED PHMALK
i LT iAFE I B WA BICIX D B H5. UHMW-PMMAIL 7' L REMIC & D THE
FIME I B T K L

URMW-PMMAIE 3 FSED 5 & A AN+ IR > THB Y. +ARPLAICE
D ATHEOTHIIPET DEVWREIC R>TH Y. 2EEMICL D HRY v —
DRI B SIEE S N 7L RIEM URMN-PMMAS — M ICid, #RIBS Y — b
HITEALTHY v — A S < ko TWA 2 & BTHERIMEN Lo S
BEERLEISND,

4.3.3 HEMHEI—ID2EWMT

UHMW-PMMA ' L A ZEf# S — M 2 SZEMIC K D OB R U, sREE g
AU, Fig. 4-2 1CRTHEBECHBREMIBARIC B>, EMI—1 2
AU ERETH R LT HREHEOME DD DBRF LR o o
UHMW-PMMAIZ  FED+ 2D 5 AE>TH D, 2HIERL TIPS AED
EATHOTHITINREI SR\, JD=HE—x 2 BhiEM UHMW-PMMAZ L R
JE{R S — b Z EHFREECH S AEBEEL EICNEAT 2 & —ITIHE L T
EfeIc Preformt 4 Xicd &b (M1 /EMGEER) CWHEL) « ELHFRE
BEEM EICMEALTHIMHIRET 5 R WR DIERY — ok
UHMW-PMMA 7' L REEf#H S — b Z s BRICYIHIM T U CHUhEZD < b,
ZOWHEEMBL TH—CINES ECBMIMEER2B 2L TER (HX
B 2 s, 57(538),C,342(1991)) o UHMW-PMMA 7°L REMMY — + %
PMMAD H 5 ZEBIRELL EICMEALE 7 LRIV Y XERTMEER L. E
HBLEFFRHLT VANV Y XRIECEET 2 &0 MERICUHED FEE L
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BWESH, BRERORAEZEETET. BRI LRIV Y IDHELN

- UHMW-PMMA 7' L REE(S — MIEMEAL THIHE LR W D g
ERIXE VN, 2O 2t 150°CTtOR S(Orientation Release Stress)%
BETRHE. 1BBBETHORSHEIETLRNWI PSR L .

4.3.4 HEREMS —bDOEE

EERE 7 4« WATEZEE L-ER Prefornz AW, Fig.4-1 7TIZRT
SRBE —FHEIC X D IRERO 7L RIEMH UHMW-PMMAS — b ORIE DS REFIC
EHET &),

B R 2 BHIEMIS — b2 RE T2 2 L IE— DB o R b EMETIEIWRHET
Hb, Fr20EMS— FEEMTCHERIC2ERMI T2 RDE
Lo B 2 BIEM S — N OERIZ 7L ARMEDOHFRDO—DTH D,
DEFETIEATOMERREVAREROKERSRIETE 2.

4.3.5 fhm

UHMW-PMMA PreformZ =7 —¥ v v 7H BB 7L REEZHWT 7LV XEMH
E1To7. UIMW-PMMAT L REE(H S — MEH—7z 2 EEM DRI hTH D, 4t
BRI THD., MEHBMLWARAMICE LI BhTWE, JOMEEY L
ARMEOR EIX PMAO S FRICAKESEFRL. CoMmEROR LIZEE2F
EEAERDS 2HIEHI N T UD TER I N,

HIER 2 BHEE(H S — P B SBRE — ST RFICHIETE .
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Low pressure High pressure
heating press orientation press
(Spherical surface mold) (Flat surface mold)

AN

Lubricant
= oating

Preform

(Pressing ){L Spacer
and cooling

Flat oriented —
sheet

N

Fig.4-22 Press orientation of PTFE
with fixed temperature process.
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4. 4 FVSFIPSI)ADTFLLOTV AEMERTE

UHMW-Polymer & UCEBEHLFEISETHF O UIMW-PTFEZ W, 7L R
EHBEICE D 2EEMY — FOEEETV. TOT LV AR EORELZKY
— F OMEEIC DWTHIZE U (FAT 4-2408, HAF 4-58839, HAF 5-
6495, USP 4824898, USP 4820787) »

4.4.1 7V REMBEFE

4.4.1.1 ZHRICHWESEMH

a. WEMHT 2 PIFEERJEAR( PTFE-Preform& B&F5)
HA SV — )8, /U7 o> #7000, tLE 2.16 (UHMW-PTFE)

b. HS5AEBHERAPTFEY 4 WA ( GFES PTFEZ 4 )V A L BEFE)
BV H— () B, /5L 7 O EI8IF — 7 #7900-2N0 ( GF 20% & %K
4 PTFE, B 0.3 mm)

c. PEHl : M) 32— KF965(10000cs)

d. 7LV X
EHASEZTLVR : 7L AAH 1000k & 2500 D 2D 7V R
THEMBAKE 7LV X : 7V RAHMB 100 >D7T VR

4.4.1.2 7VREMEK

BRIclE LBV XEMEOPOEMEE—CEEFEA L. &R
BE—EHORELESY Fig.4-2 210R Uk, Fig. 4-2 2BV T, KER
HRORERSHEET 5 FHMABAFEEZ 7L R, FERRAEEZET S
TVAEHABE TV AD 2606k 5%, 7L AEMASHREICHEAZ
AT %o 300°CITHNER U F= PR INEFKE 7 L 2T Prefornz 300°COIRME
RICTEL, RNT—EIRE(80°CH B Wik 240°C)ImMEA L EHARL T
L 2 &R CHREIR 2 Prefornk 7L AEM Lz, F# Preformid 7L 3E
HT2EHECZOFRBEIREINTVWEILDEETH 5. TOLOD,
Preformid F4 9 2 ICHIERICLCFE L., ThEEMATL AGRIIEY
EEIC. ZONIOAMOADNEE TV AEBEE AL, 7L EMF
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(Press orientation)

Z AT S A 43
IZIVTI A Vi A & .Y
1[ A4 L 1)

L e Lo L £, V. v

Stacked and curved preform

(Peeling)

1111111111

Oriented sheet

Fig.4-23 Press orientation of PTFE
with stacked Preform configuration.

A/

Draw ratio
N
X\
o

/ O-PTFE-S, SS
o 2500ton press)
3t A 1000 ton press

[ i 1

o) 100 200 300

Compression pressure - (MPa)
(Compression force/ Preform area)

Fig.4-24 Compression pressure vs draw ratio curve.
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CHIDTHEMS T,

Preformid Fig. 4-2 3R THIC, 4~408 D PrefornzZERE L. &
Preform® R ICIX GFECE PTFEZ 4 WA A, Bic2E%Z 0.15mmED
PIFEZ 4 WLATEZEARK L, G5tEHA%30~40mmDER Preform& L7z,
PIFEIZFEREF M TH D, HESIh= PITFEREMARKICHAEICESE LRV, HI
7V ZEMEHCHEEICE D S, TOBY 2HL< TR2OIICREHSHAM M MR
D GFEE PTFEZ 1 )V A %% Preforn®BICAEXE. 2D GFEEAPIFET +
WV ARE DI PrefornlEDE D % (L, 7V AEMKOEEZ L
FEWR> T,

B3 IIEE PrefornORBIC SN S v 7 NBOEHR U CEMS
— OB ERFICTZI L, EBAEZEMS — MINESERWVWEDT
H 5o PIFEE+AICHEEMEMNR L, EEEEZ 1 VADHEH LI,

FHEMEARKE L X T 10MPaDEFI T PreformZ FE L. 7L AIEMHH
SEZ7VATREEATCEMEEMR Lz, EMREDLEMEEOREFRZAELT
Fig.4-2 41Z/R L7,

7V ZEMEROEEIE 80°CL 240°CO2FEMT TV REM ULz, 28D
EHOBRE L 2HEOEMERDOHAGOLRTHIE L, Table4-6ICR7 45
DT L —Fk, §=kbs 0-PTFE-S. 0-PTFE-SS. O-PTFE-H\ 0-PTFE-HH® U /=,
TV RAEMRERHATEM L TH 100 EREZ T, WA UL PTFEZ &R4H
WCHDH Uz SRACERBUZEMRY — ME—EaWHEZRE I U, Table
4-6 R HRIEMBERDOY — 2B, REEREEIBVWHEATHHI L —F

FEHEIPOSEMOHUERICRE WAL =,
Table 4 -6 Grades of press oriented PTFE sheet

Oriented PTFE sheet Press orientation condition
Grade Draw ratio (Heat Temperature of | Draw ratio within
resistant high-pressurelhigh-pressure
properties  |mold mold
O-PTFE-S 35 | Beginto 3.7
shrink at 80°C
O-PTFE-SS 45 80 °C 4.5
O-PTFE-H 3.5 | Beginto 6
shrink at 240 °C
10-PTFE-HH 4.2 200 °C 6
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4.4.2 RBERRUEE

4.4.2.1 28hiEH PTFES — b O— &tk

AFED 7L R PTFES — b O — 4t % REM PTFEE ML T
Table4 -7IC/R U7 o PTFEE GRIXILEDIZIIR—TH 5.7 L RIEf PTFES
— MIHLED 2.10EEBEETH D, 0-PTFE-HE 0-PTFE-HHIZ M #4t% I Eh,
200°CE CUlfE 2Rz & 9°, 0-PTFE-S& O-PTFE-SSi 80°CZ X % & W5 %
I U=,

7L RJE(M PTFEY — MABIEBMEAS . MEMRZ ) -7, 74V v M
BRI BN TV, RICEALDHEREIZDWTER S,

H7V—REUHHZ L —RE7VIEMHTZEREED 240°CTH D
HoTTVAEMBIEEGBEIVEDHE LUEY — MEZORIC 240°CTIHET
BEREIFIHEL TV,

— B STV —RKRES ST L —FRiZEBBEDN 80CTTLVREMLTED.
80°CTUMET AREEITLIBHL TV, HE>T 80°CEMZ % & UUHE % 5
Alko COBMBHIPERTZHAT Y P LTOY—WHERICKRESRKE
L. SEUSSZ7L—FOERY—IHEEIELIENTVWE,
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(%)

80 Creep test conditions
. Test strip . 50x50x3 mm
70 Conditions . 200°C, 50 MPa, 1h
O Measured value
60T v Sample broken (partially)
% Sample broken (completely)
& o
-E § 50t
o V]
" S 40}
1
° 0O
8 -
N 30¢t
= Sample broken
o (4.8~ fold)
g 20“ b
: |
10} \
, Cow
I 1
QI 2 3 4 5 6
Praw ratio

Fig.4-25 Influence of area draw ratio on creep.

_ 50 Non-oriented PTFE
&
> i 0-PTFE-
E 4.0
5
2 3.0}
g
£ 20}
(o]
o
| ob , 0-PTFE-SS
0 ' ‘ .

O 20 40 60 80 (0O 120

Compression pressure (MPa)

Fig.4-26 Relation between compression pressure
and compression set.

Sample size :100mm x 100mm x 2mmt

Testing method: Set the somple between polished sheet,
load compression pressure for | h |
unload the compression pressure,
measure compression set,
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- T MM

0-PTFE-SXi3 O-PTFE-SSOREM M CREMBERZE X THF L. 200°C,
50MPa. 1 BffioEMEY V—7 8 (HRt) LEMEE (EHL) ORFRzZHE
ZUTCFig. 4-251CR L. EHERIAESVWEY ) —7TREHED L. WE
Wy ) —THiEEELE. MEMZ V78NS W EDBHRAT v FED
v itteEm EX B,

Fig.4-2 617V R3EM PTFEY — b OEMEEF1 & EMiIAAE#H
(Compression set) DEHRZER U= HEMERDKEW 0-PTFE-SSOEHET
KAEAIBDTIE L, MEMBECENTWE,

Fig. 4-2 Tk 7L R PTFES — b & #E3E(H PTFES — h D EAEEIE R
BRUE. &MY — MEEIEADE L. Fio 0-PTFE-SSIZ[EIE 11 M5,

7L REEM PTFES — b2 AR v MRIZHI D HL T — Vb & LT OMRE
ZIMT 2 EEY - NVRBROBR%Fig. 4-2 8o LE (Y—VEREIER
JSIVH— (BR) « Y—IVIFERRICIRELE) o Y—IVEBREZA X7 v MK
OHEEREOTS v IOKESE L, BROBZERNERBTI SV V2RO
(i3, BIBBEH (Y—IVTEIRIERESH) 2RDD2FETHB. RNEA
HRERIE 150 THB. 7L RIEM PTFEY — MGMEM PTFES — MIIEE L
TENEY—IVEMZRLUE. FiIZ 0-PTFE-SSIZEN > —VEZR LU,

PTFEII T FERMICENT WS =0, (LZEREFEOFSR. RIS, /34
TEDY —NVMICE LFEHINTWS D, EEM PTFEE ) —T Lo TWE
DICFERBEBEICR UMD ELEL LTE R, 7L REM PTFES — MW7 Y
—7HICENR. HRT Y VEOY —WHICIFETH Do 55 0-PTFE-S8 %
Wi
0-PTFE-Sid 80°CHMZ 3 L INM L TERICR A5 LT 518, 80CH LTl
W7 Y—) U TEERER LTV,

AL OEM PTFEY — b RIBESFEATH D, WML RTNEFRICL
THIRHEMIRI SRV, ZOZ 6 —IVEEREICI>TERTT 2
ZXide, 2@ O-PTFE-SSTHRUEL=H A v b &L TE (Fk) Ot
2SS NMNIEELT, 1EFROTRA V2RI RoEDEKEDELELET,
BMHTENEY—IVHEREER LU,
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Clamping plane pressure (MPa)

Clomping plane pressure (MPa)

Clomping plane pressure (MPa)

Sample size : 159 ¢ x 115 ¢ X2t mm

23 °C
40 [~ / :/
| a
30 | "
/"/ ,/ O-PTFE-SS
V4 /
0 T VI
- A/ ,,/
IO B /"/ /
for o
0 . — . : . .
O 1.0 20 30 40 50 80 70
50 |
40 | v
. S /
S
30 B // :/
| s /
0 | e :
| 7 /
gl * O—PTFE~-H
|O | 70! / / ’/
YA ‘
/;/ / ’/ /"/
oL /f T _—
O 1.0 20 30 40 50 €0 70
S0 r 1
. T
49 L ]
— /
o | e /
/7 Non-oriented PTFE /
/1] ’
{/; | /
/”',/ :
o | A4 /
7/ Y
A"///' —
o x| : , T :
0 10 20 30 40 50 60 70

Strain amount (X107 mm)

Fig.4-27 Compressive recovery test.
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Sample size : 159 ¢ X 115 ¢ X 2t mm

23 °C
20 PTFE (Non-oriented)
(o]
o [o Seal ©
E 15 @ leok
T
@ 10
0
a. Opening force
)
g 5}
LS
B
as]
O " 1 " 1 i L L 4
0 2 4 6 8
Internal pressure(MPa)
20 -
O—PTFE-SS o
: o
NLEe)
& [o]
2 o
310 o
] Opening force
a. 0 °
257 o0
Ty
m
O 1 i 1 i i 1 .
0 2 4 6 8
Internal pressure(MPa)
20
. O—PTFE—H
£ s )
p o
g
2 10t
z :
o Opening force
g 5
o)
8
M
O s F'l re L i A i i
0 2 4 6 8

Fig.4-28 Sealing properties at room temperature.

Internal pressure(MPa)
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Stress (MPa)

80

70

60

50

40

30

20

//./ ./O’- B
’ o000 Non-oriented PTFE

Temperature : 23 °C

O-PTFE-SS

.
/ O—PTFE—H

0

0

100 200 300 400
Strain (%)

Fig.4-29 Tensile stress — strain curve.
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- B3R b #tk

Fig. 4-2 9137 L R3EMM PTFES — b DB -3E h RERKE DG — EA
ZmUlle ZVREMS — bOFIRDBEMERIIE LI REL R,

Fig. 4-3 017 L R3EMM PTFES — b DE(HfEE L B3R h 3 BIZE h {H0X
DOBFRZR Ui, EMERMSERT 2 LRI AL, BIFHEIZETL
T=o

00 400

Temperature : 23 °C
30
y
BOE\\
N 1300
70 F ..
\ N A
\

60 ~
: 2
z 50 1200 §
£ AN g
g\ 4 O AN < . S
40
= AN o
2 30 rfﬂ\ -
v A
@ 1100
= 20 f

© 4 Original sheet (non-oriented)
10 OA O-PTFE-S type
@A OPTFE-H type
O 1 1 1 1 Il O
I 2 3 4 5 6 7

Draw ratio
Fig.4-30 Influence of area draw ratio
on tensile strength and elongation.
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8 V'  Original sheet (Non-oriented)

; O Oriented sheet
3 @ Oriented sheet subjected to
5 6 : 80°C,2h
o 7 1 150°C,2h
S| 8 : 220°C,2h
fﬁ ~ heat treatment
v
(@]
c
o
i -
(8]
'6 _IO B
c
ke,
[72]
c
(18]
£
a) 5

-5 .

| 2 3 4 5 6 7
Draw ratio (Area ratio)

Fig.4-31 Dimensional changes before and after heat treatment.

X 102

o4
/

Heat treated (300°C)

5 | /

4 [ ; _ Heat treated(220°C)

Izod impact strength (notched) (J .~ m)

O N i 1 1 A
l 2 3 4 ) 6 7

Draw ratio (Area ratio)

Fig.4-32 Influence of draw ratio on Izod impact strength.
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- RALEER

7L REMY — MTIZEBLIEIC X b KIgREEELIEALNE,

Fig. 4-3 1% — % 200°C. 2R§REMNZA L =R D~ 2L (MiHE%)
ERULTEe Thbb, SYLV—ROT L REMEHTEM L EESEMERD
JEMY — hOFHELRE. STV — RO SEEMS — b 2 ZHHEIEE TN
LDy —FOFTHEMERL 2o

Fig.4-3 213N HE b L BB LD 7 L XEM PTFES — D/ v F
fF&E7A4 Y NERRBE L EHEROBERERLUE. LI LD 7MYV Y
MNEEREERNBICHALE, BEHMS—LDO7A Yy MEERED 120
J/ARNTCHBDIIHLT, 4.5FEMI— T 250 J7n b, HiZZh
Z 300°CTHUET B E 600 J/m ICF TEKRLU =,

RECRTEFHEMEHAZ> S S pRIC, PIFEIX L XEM, BHIZZ
DHEDHAMBIZ L D FERBBEDEM L. HEEREIS KRB LELUZ EHE
Ehb,
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PTFE (Non oriented) O-PTFE-SS

o g <

3

3. 06KY

Commmep—— o

T - . hat "‘k

U 18. 2K% 988n 109

18.2K% 988n 189

Fig.4-33 SEM photographs of PTFE.

Non-crystalline
matrix

Crystalline
platelets

F—lpm
Fig.4-34 Microstructure of free-baked PTFE 7
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- EEETEMSIBE
Fig 4-3 3ICHKERCAN LR OB EOEEBTERE T+ 7
L7,

Speerschneiderid PTFEQEEIZOWTHELTWE'", Thbb, 7
—~—% > PTFE(#EIEM PTFE) iX Fig. 4-3 4 IZF4HIC 0. 1~1u mODIE
EHTHRVE Band) & TOHICEBDOFMICIEA FE (Striation) 1 HAR D .
PTFES FIIMRICEATICE S| LB R R I 7 o EF T3, Zh% 1 8zt
W9 DL, Fig. 4. 3 5ITRTHEREEB/EI V. FICHRBTLEHLTNS
t®ELTWHB,

TV Rk PTFEY — OB FEMEBEORER, 7L REMI— ML
Fig. 4 -3 3T IHRIC BandERFERIC R Ro T, P L REME L
RMeB(LEDEIT R P oz, TUVREMT— FERAL FITBT 2 & 20
BandB#EICE S5, AL T CMET 5 & UINFENA = » B FAILE S 5. Band
BEICREL P o, TVREMICE Y ESBOLERAERICE - ) 48
Platelet D3I HIE DI o - LHEE SN S,
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Fig.4-35 Polymeric arrays in PTFE sheets before and
after monoaxial stretching.!”
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(A-1) (A-2) (B-1) (B—-2)

/' a / [\

G P G G P G G P G P
(G/P)>>1 (G/P)<1 (G/P)>10 (G/P)=1~5
G/ PG 3 layered sheet G/ P 2 layered sheet

Fig. 5-1 Glass ./ Plastic laminates.
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(UBEARBRETIIHIC G/ PY—F LRIBAIE. 73 2F v I BHLE
MERNT, BOoHhIcEEEEZETS G/ P¥—b, —fRICIX
G/PVB/PY¥—bF2ETRT) o KW/ETHG/ PY—IDTIRFvIE
(PE) LT, BEAT. BE. Bk, @akicEnE. 28EHPMMAY
— M (ZFUVREEHY—F) EPCY—I2ZEIZHEAL =,

- 83 -






HOZABL TS 2F v I BOEELEICIE. RAMLUTROFEDH B,

- ERCHEE-——— - ERBEER ) v —CEH
B/ R ZERTEAITTES
CIELUTHE——— - BEMERY Y-S — b2z, MELCES
ARETHEREOMAMBEZEZFEA Lz, MBEBR IOV THEEICS < O
EWH OO D118, 20 papprse ) o) LTPVB®714 4/~ —

PEASNTHVS, PVBREDTHRIWT, BTV — 0 VO hEEI 4
HAT2CEPVBYRETHD. FRXCHPVBEIIHEA L. foT.
AmMXTHEIZG/PY—PMLem53BAICIE. PYBESREEL UTHEALTW
5o

HIZRETZZF v U IZMERGHMDERR B = 8. EAERSCHERFOIRE L
LI XD EEIH, Kb, ?ﬁ%TE%@F?%#%EL ZTNERH L DHE
THb,

PVBZAHREEL LEADEHNS ZDOMBE R DN TIIS < OWMEHH b .
TOWEREDPHEEMICARESBET 2D, b H S I DHE %
BYIal—aliZonWTiHEHED®ME?Y b 5,

KIRLG/ P — F OBHEZBERE L. B LETS — P OMEREM S
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Fig. 5-2 Measuring apparatus of dart impact test.
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B Sl ZEEMm L= — b

- PVB : BAKLZETE () £PVBI7ANVATZ ALY I 7 4)VA
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G G
PVB \\_ C . PVB
0 _

<P
l- Lamination l Lamination

At

* Vacuum packaging - Vacuum packaging
* Loading of bending force
- Packaging bag

{ w&,

+ Heating * Heating
} in autoclave ) 1 in autoclave
+ Cooling . Cooling J
- Removal of packaging film - Removal of bending force
\! v* Removal of packaging film
Remaining stress in laminate- Remaining stress-free laminate
Conventional lamination process Lamination process with bending force

Fig. 5-3 " Lamination process of G ./ P sheet

Adhesives

VA

Peeling strength ( kg ./ 25 mm)

80 100 120
Adhesion temperature (°C)

Fig. 5-4 Influence of temperature on adhesion strength
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Table 5-1  Influence of temperature on G/ P sheet curvature.

G/ P sheet Curvature radius of sheet (mm)
—40°C| —20°C 0°Cl 20°C| 50°C

c3/pB®,/p1 | 1400] 1650 1900 2100 2500
Influence of

G3/pvB@/p %8| 1600 1800 2000] 2200] 2500 | | thickness of
plastic sheet

3/pv8®/p%2| 1900 | 2050 | 2200| 2300 2500] |

c2pe®/pl | 1900 2050 2200 2300 2500

c3pw®@/pl | 1300] 1500] 1800 2000] 2500

G3/PVB®/P1 1400 | 1650 ; 1900 2100 2500 Influence of
thickness of

c3p®@/pl | 1500 1800 2100| 2300 | 2600 | PVB

c3/pve®/pl | 1s50| 1900 2200] 2400 2700

—

G3:Class 3 mm pvB O. PYB(0.38um)x 1, 0.38mm
Iﬂ:OPMMA 1 mm WB@ ’” x2, 0.76 mm
PVB : Polyvinyl butyral PVB Cl ” X3, 1.12 um

Curvature radius ( mm )

9400 J.o.oovov . ..................
2000 A, e / ...................
1600 4
1200 - i T Y
—40 - 20 0 20 40 . 60
Temperature (°C)

Fig.5 -5 Influence of temperature on curvature radius of G/ P sheet.
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5.3.3 G/Py—LIoDBEEICXZHRE(

TS AT INECHE LG/ Py — NI/ BHT 2 L AERREDZE
L&Dy — b DHERIEMT . HFEMZHELT TableS-1L
Fig. 5-51CR Lze HZRED 3mmT—EDHAE, OPMMABHENE,
FEPVBAHWERIIERES R0 L,

5.3.4 TEBRNME

G/PY—bOMERMZ TS IAF v 7l ¥y— MEEEZMA T, FIZ¥
— MBRET L=V U THIZELTWAERE D DOBIAD S ME B 2 HE
L7zo

G/PY— hOHEARIE. RO2EOHEHEE TITo ko,

- A7 ABOADPWIRINZ RN F—L X)),
(FEREEE T 2 )L ¥ —1L ~)b : non-destructive energy level ).

" HIRABLTSRF v I BOMADBEEINDZ TRV F—L )b,
(B 2 V¥ —1L ~)L : destructive energy level ) o

TSRAFw I - EBEMZ DL, G/PY— MDA T X BIIHIE
Thad, 73 RF v VBEBEEIhRVWRENEON D, COREETED
RLLBTIRF v IROREFTACHERIND, BICHBWEERZMITH
SRABLTSRAF v VEBOMADPKBEINEZIEATS. BERRFICEDJEE
KT 2REMETIRFVvIBOAFBENRTWS,

HERHERO, FFE vs HE, KB vs ZRXNVX—, EfL vs WE, EfL
Vs TARNVF— ZRELE. BIELEZY— MDOEHK%E Table5-2 &
Table 5 -3 IZ/R U7zo WM vs TE, K vs =RV F—, Kfi vs E, &
fI vs Tx)V¥—% Fig.5-6 ~ Fig.5-18Ic/RL /=, Fig.5-6~
14t Fig.5-17~183WBEL AN TOHEAROHEREZRL, Fig. b
-15~16RFEHRL NV TOHRBRAROKERZ R L. HRABRROBIR
LERHBROER% Fig. 5-1 9 IR L. FXOHFICRTBEINAORFIX
Table 5-2. Table5-3IZ/R9EEH No.( Run No.)Z R U7,
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Table 5-2 - Testing condition- 1 of dart impact characteristics.
Clamping of Impact
Run Test piece test piece speed
No. Material Thickness | Diametern Clamping (m/s)
. (om) | Cinch o ) with rubben
1 Teg‘l’zggd 5 1 No 4]
ol  ~ 5 2 ” 4
3 ” 5 ” 4
4| P2 2 1 " 4
5|~ 2 2 ” 4
6 ” 2 3 ” 4 -Impacting with
| 2 3 . 10 Srorgy. Tevel
8| cZ/pve/G2|2t0.7602 | 3 ” 10
o | c3/pvB/P | 340. 7641 3 ” 10
10| G%/PvB/P2 | 240. 7642 3 " 10
11| G2/D/G2 |2+0.542 3 " 10
12| G3/D/Pl | 340.541 3 ” 10
13| GZ/D/P% | 210542 3 " 10
14| G2/pvB/P2 | 2+0. 7642 3 ” 4
15| GZ/pvB/P2 | 240. 7602 | 3 % 10 J}'{iﬁéé‘?ﬁiﬁ?e;sooc
16| p!l 1 3 Yes 2.25 |
17| 63pveYp Y 310.3841 | 3 ” 2. 25
18| 3/pve9prY 340.7641 | 3 ” 2.25
19| ¢3pe9pY s 1an | 3 " 2.25 ||Impacting with
20 | 63/PvBY P 340, 3841 3 ” L5 || orerey lovel ¢
21| c3/pvB® | 3+0.38 3 " 1.5
22 [PBYP! | 0.3811 ” 1.5
23| pl 1 3 ” s |
P2. OPMMA 2 m PVB : PVB 0.76 mm
G2 Class 2 um pvB . PVB(0. 38um) x 1, 0. 38mn
D :Dumilan 0.5 nm g @ . x2, 0.76
(Modified EVA) op @, <3 112 un
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Table 5-3  Testing condition- 2 of dart impact characteristics.

Test piece Clamping of Impact
Run test piece speed
No. Material Thicknesd Diameter] Clamping (m/sec. )
(mm) | (inch ¢ ) With rubber]

101| pcl g 3 Yes 10|
102 | opcl o 3 ” 10

103 | osg! 1 3 ” 10

104 pl 1 3 ” 10

105 | G3/pvespc! | 3407641 | 3 ” 10

106 | G3/pvBsopc) 3+0. 7641 | 3 ” 10 - Inpacting with
107 | G3/pve/pl| 3407641 | 3 ” 10 iﬁiﬁ;ﬁcféiil
108 | c¥/pve/oskl 107641 3 | ~ 10

109 | c4/pve/pct | at0. 7641 | 3 ” | 10

110 c4/pve/pl | 4s0. 7641 | 3 ” 10

111 | G4/pvB/osRY 4+0.76+1 | 3 ” 10

112 dpvespc! | 5407641 | 3 ” 10

13| copve/pl | se0. 7641 | 3 10

114 | G%/pvB/oskY 5+0. 7641 | 3 ” 10

115 | cl/pve/p3 | 140.7643 | 3 ” 10

116 | GZ/PvB/P2 | 240.7642 | 3 ” 10

117 | ¢3/pve/pl| 3407641 3 ” 10
n8| clpve/pd| 1407614 | 3 ” 10

119| G%pv/p3 | 2107643 | 3 ” 10

120 G3pv 22| 340.7642| 3 ” 10

121 | cY/pve/pl | ar0 7641 | 3 " 10

122 G2/pve/P 4| 240, 7644 | 3 ” 10

123 | G3/pve/ P3| 3407643 | 3 ” 10

124 | GY4pvB/P2 | 4407642 | 3 ” 10

125 | c°/pve/P ! | 5407641 3 ” 10

PC1 : Polycarbonate 1 mm SR1 : Rubber modified PMMA 1 mm

opcl : Oriented PC 1 um osk! : Oriented SE 1 mm
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Force (Newton)
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i L2 inch ¢ (2)
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4000 H
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2000 f ]
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0 |/ AN ] 1 1 1
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Fig.5-6

Time ( ms)

Dart impact characteristics of tempered glass.

( Influence of clamping plate )
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Fig. 5-6 & Fig. 5-7TIXBIERFEORBRAI IV A XOEEBZRL,
HIAIEHRIATA XB/PAEINE, WE., TRXAVFXF—HIZKELLRDHMA
wHH, OPMMARZOHOERMBR BN, LL#EEY A X1t 3 incho

PEEELL,
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2000 T - _ :
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)
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|
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74 S 11 1)
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i

Time( m s

4

Fig.5-7 Dart impact chacteristics of OPMMA.

( Infuence of clamping plate )
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Force (Newton)

20

2000 — , .
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Fig. 5 - 8

Dart impact charateristics of OPMMA.

( Influence of impacting speed )
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Fig. 5-8 & Fig. 5-9 IO PMMA DHIEROEREEEFEEZ R L,
SIS AR 10m, B RS L L,

2000 : : . . : 20
L P: 2 mm, 3inch ¢
4 m/sec (6) : {
~ L_10m//sec(7)
: /N
ES !
Z
j‘; 1000 —410
2
o
o
4m/s (6)
10m/s (7D
0 o X L \’]\ N N N A 0
0 10 20

Distance ( mm )

Fig.5-9 Dart impact charateristics of OPMMA.

( Influence of impacting speed )
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3000 1 GYPVB, P, 10m/s ,3inch b
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E 2000 |- Clamping with silicone rubber( 9 )
qé Clamping with steel( 107 )
: N
1000 |- / \
IAWER'N
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0 - L 1 't L ] 1 i
0 1 2 3 4
Time( ms )
Fig.5-1 0 Dart impact characteristics of G / P sheets.
( Influence of clamping plate )
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Dart impact characteristics of G / P sheets,
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Fig. 5-1 O AEBHMUERICARE ZEETI2RBA X 2 5. Bl
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Fig.5-1 2 Dart impact characteristics of G / P sheets.
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Dart impact characteristics of G / P sheets.

( Influence of impacting speed )
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Fig. 5-1 3 IXHEBEEN 4m L 10m HOERFZRLE, HREEE
2B Am/BHOBESICIHEO Y — 7 BNEBATENLE,
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Fig.5-1 4 Dart impact characteristics of G ./~ P sheets.

( Influence of lamination temperature )
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Fig.5-1 5 Dart impact characteristics of OPMMA and G ./ P sheet

with non-destructive impact level.
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Fig.5-1 6 Dart impact characteristics with non-destructive impact level.

- 093 s -



WY — P CFERBET RN F—L <)V OEHEENZ EBAOEHIIONT
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ET. RO4ABEDOBHEHEDOY — FOBEEFE#Fig. 5-1 6 KB U TR L.

G/PVB/P ( G/P>¥—})
G/PVB

PVB/P

P

G/PVBIRYMHELY — 7 H 3BT RN F—RINHEKL . FEHICHED
S—b+TCHoko PPVB/PTIPIRHEYT. ILVIOREDOE -7
BEELT., TRV F-RIEHRIZEEETH . ThiIIXHLT
G/PVB/P (G/P¥—}) BYUIMHEY -V DHFEHALKRERIRAINVF—
B AH b, BTV 7 LTEN-FEE2TR L.

Table 5 -4 Max. impacting speed
without destruction of OPMMA.

Thickness off Max. impacting speed
OPMMA sheet | without destruction

0.6 mm 1.75 n/s
1.0 ~» 2.25 ~»
2_ 0 r” 3. 0 ”
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Fig. 5 - 1 8 Dart 1mpact characteristics of G ./ P sheets.

(' Influence of plastic material and thickness of glass sheet )
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Fig.5-1 7  Dart impact characteristics of plastic sheets.

( Thickness : 1 mm )
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Fig. 5-2 O Dart impact characteristics of G ./ P sheet,
PC sheet and laminated glass sheet.

- 96 s -

Energy (Joule)




( ZF3R )

1) RESE, KB — BRES HRAE. S8 XE © BkmT, 9,598
(1997)

2) du Pont: USP 3,547,766

3) Swedlow Inc.: USP 3,616,839

4) UCC : USP 3,622,440, USP 3,666,614

5) 1ICI : GBP 1,315,489

6)  General Motors : USP 3,652,379

7) PPG Ind.Inc.: USP 3,625,797, USP 4,160,853, USP 4,081,581
8) Goodyear Aircraft Corp.: USP 3,700,534

9) BHEB#HH: $/ARE47-5555

10) JEWSTF: HANE4T-16828

11) EMI Ltd.: GBP 1,384,542

12) Mertensh : DEP 2,134,750

13) Kazakova NG : SUP 449,020

14) Atlantic Richfield Co.,: USP 3,900,655

15) Libby Owens Ford Co.: USP 3,900,673

16) General Electric Co.,: USP 4,027,072, USP 4,123,588,

USP 4,204,025, USP 4,204,026

17) BFG Glassgroup : DEP 2,532,412

18) Rohm GmbH : DEP 2,524,729

19) Deutche Gold & Silver : DEP 2,606,569, #¥/\IR362-4345
20) Monsanto Research : USP 4,137, 364
2l) #®AbBL : FARE60-1191
22) Commiss Energie Atomique : FRP 2,907,899
23) MAKALE : FARE60-26069, FFAARE63-24828
24) Bolton NP : H/AAF5-30621
25) Saint Gobain Vitrag.: FRP 2,547,809
26) Pilkington Bros.PLC.: GBP 2,156,736, GBP 2,157,618

- 06 -



- 97s -




27) Katsuki,K.,Shibaoka,K.,Onishi,S.,Miva,T.: J. Non-crystalline
Solids, 42 ,619(1980)

28) Browne,A.L.: SAE Technical Paper 861,405

29) Snelgrove,J.A.: HEEEHSHE, 21?489(1985)

30) RH+/\,Zang, M. , EIINE X : H A FZ WX E (AR), 63,630
(1997-3)

_97_



- 98 s -




BO6E KRENER

EERBIETRIE T TASSRELTCE LD, BEICR > CURBBES
Mz MEREL RN D DA S REHFR. KEK Y < —0RBRIR RS IR 2
STETWVD, REMIICL D R v —DBARAKAT AR LD SRR

BBZlE, ThECUEREBEIR>TE R,

RN TICEMTHC X VBETEZRERTYA VB H oD,
BRIERMAEE R LES L T2 LB EMET T 5. BIEM%E LBk R
BEDOND UV REDZ L DHIREDH 2. ZNSDHIBEDLUTHHR L. BIE
DEBERETBREEEADHETIEDNERIA TV S,

AREEBEMTIC LD, B RSEERRI DI IOV THERT
SEERTH D, EHINENR 2EORHYE. TROLBBMEEMIEY
UCRFECHBEEE. EENTHRE LTR 7V AERE L DB, BEE
W & B ERMBIEREROMEEN LICE T 3EETFo k. SEORHKOE
BEMUTIZRT,

TR =R i N Y ) 5 A

FHAEC 7D —BE CTRERAEEMHZRITHIILR>BILERINT
ERRECH D, COREICEZ D, HANMBEZ SRRMICHE L =Mk
B EEHERE L. COFHZERA U EHHBRERF 70 —BIEICXD.
BEROBEEREEMEZZ LI ALIELI LB TEE,

Wiz e L CTEEESESTERVAIR (PI) PERATWEZLEHER
L. COPI#HBSHZFEHL. A TEN 0. ImEDOWEE T, 7o
—BETIE 0.2~0.5mEREOHMARB T +o/RBEREEREMEMNE S h i,

Bio, MRAREMZ TR TREREREOMEFER L. REROEERHEIR
BEORRELCOHERRPS. CORKABEEMORRAN=XLEHL D
UKo Thbb, BEAGBEEMRERIIRDANZILCEZEER L,
- nEEIE SRR T OM BT L. SiEd ot 21 L b IS
RHAOBREF—REICEREICHETFIN (MABICL O SHEEHSETLT
REREFP—RNCERECREIN) « ZOMABEREIBEOR(GRE

_98_



-99s -




T ECREINTOWIBIEHEBEAD T O —HIEHIC &L b HEHiE
HIEH LD oD H, MEATMEEMREREANILATHDEER L,
- WABHRAS CIIRERTICH LA 2BIEE 2250 5 2 & HE
RABEMERDREAREL Uk, HHBEETEIMEOSRF Y P74 A%
BEEFEVREN R TENIEL D, BEEMERLLE, 70—
BIETEN)Y U BRECHEMLTHS T 0—HREHADMD 2 £ TOE
MIEZES T LY, REAEEMZZE LB TAIL2WL ML
Ay

AMEOHBERBESHEZMCLD, BERORMA L. BEEOBINT
DEBIERTE e BFILTLDRGFED 7 4+ 5 —BAKIED Y ¥4 2 Uk
FEFEONE D BNBIEORE CIINBRANEN RSN L2 HIZ L.

S W B IR 4=+ 1
2HEOGHBIE. &2 WX SIS L8 & 5 IHRE T 2 8 S5 IBRE
B RERELDOFRO—DL LTELHEIh TV S, AN MR L
LTSWERIERU S WEIEIRERRICOWTHE R o =0
HRA7ZIZ MBI (GAIM) 28R L. Bl ZheEHT 2HER
BZHEL. MR OHEROEEICE >, COEMEIZLDEFREA L.
WEROFHIMBIHFE L HIRBEEDOS S 2R L. HHERCEH LWAE
ZYIDEW. EEFHBEOREARHZR—I L LEBIRKD G A T ME:#f
AGIR. K4V REINTRAINATED, BESA L —H 100
HIEELUTAL AT L. HHBEOEREFTO—DIcm>TWV S,
SWHRIEIZEE X v EF 1 ICHHT % 1sththl., 2ndbtR st ic i
BTHED. 2ndM B2 HABRICRIEFRENHR 7S R MR CH b
2ndMEE A ) I —ICRAEFREDSF ) I —P L X VRBRETH 2,
ANVIR—7Y R MRHHBEBICOWTHIHEETFV., 2V Tv—F+ 2%
WO EDF ¥ RINWVICLDHBEHGENEETHL -,
BT, SWHIETREHHT & LT,
P HATY X MVHUBEERAWEREREICL 2. REEEREERE
KD BT

._gg_



i
|
‘
|
|
|
‘ ;
i i
|
i
1
1 ‘

-100 s -

e MY A 000




. SWHIL® 3 78 % B AR % I TR
CH—EROR % EEET BE— S WH,
COWT HFI% L. BIT R R % 8 5 B E 2 B% U,

7L R EEM R
EHET AN TERMAOTEMT D 7L AEMIZONVWTIHERZIT> o
TV REMICIXT A N THERZBRRETCHBII LI EBLBERARTH D,
ZNZERTIMEZITH. ROFEDPAMTHLIL2RRAL o
- ¥4 RENDORFR (FEENWEEZ I 2W) BEEROESR
- A REORERHEEE (RE7>Y 1 SEE)
- Prefornd 44 OREICHEEHIE 7 1+ VA ENESE DS (7 4V A ZEE
HHEME LTHATS)
- PrefornDEE L HBOHEERBEZZ2 D% (REHZ2ERICTS)
- Preform O HEEE DY —1b GEER 7LV AEE)
TDOSEMEAAEDLEDIZLICED, B—R2HEMS — b EFE BT,
BINEDH LD DI, BB TV RIEMS OREFR 2R EE B Lz,
7'V RIEAHEEIL N TR S D 2 BRI RIFICISA T E 2o AR
TREBESFE PMAL, BESTE PTFEO 7L RIEMZEHEL. ThHD
T AEMEY — N BBRESFER) v — 28EMS — MEEDOBNZEEE
BLTWBZEEZHLDPIZ LI,

HSR/ATSAFvIZR2EY—F (G/PY—})

ﬁ%z%t,ﬁ%f%ﬂ&?%x%vb%(ZME@PMMA\%6mﬁ
PC) »okb, ZoPRIcEERE (HRE) 25356/ PY—HMZo0
THERZITo 10

TSR L b, ERTERBBADIFILALEVNVRERG/PY—
bEBHFEL .

HREH R 2 EOKE. G(3m)./PVB(0.76mm)./ P (1nm) > — b id#]
HHEC—J L ARERIANF-RNOWAE2E L. BRETV—U U THE
ULTENEREZR L.

- 100 -



-101 s -




%
Ao, PARE. BSEO®RBEX YX b

WIZAE R E 22 2 B W SRR O 5T HI B

CEWX THIABHESHE AV EAREED 70—
Rk, AR, MBIBEME, MEKE  SHFHUE ,
A 55,671(1998)
- 5 MBS B SR % B\ A BRBIS 0N LT,
~MRHEBMIC S 2 HAEORE—
R &, MBI, ML : BT, 9,889(1997)

Y R A v FREHEEIRE OS5 R

* B X FrA)dv—7> X M, ,
Frig &, 38T Be : g, 10,282(1998)
RS TH Y RSy FHEIHBR BB L U7 OIRERMIC X S BRE, |
R s BJEAMI, 10,111(1998)
- Bafrikes TV 2 FA v FHEBRED S IRE LU ESH R
bR % : SPE,The 11th Regional Technical Conferrence,
Oct.14-15,1997,Tokyo,Japan, Technical Paper,79
KRE TAR7UX M), R #R © BRI, 9, 483(1997)
FRE THR7ZUZbEIEL , AR &R : BEINT, 8 354(1996)
& M3 UWESEH e onwTy ,
FR &5 75 XF v 2N, 7(4),114(1980)
- fRER MThrough-the-nozzle gas injection produces Class-A
foam parts},
Modern Plastics, 57(3),22(1980)
- fRE e REZH T 2 8ERMOH BN, |
FR & : 72 2F v 22—, 24(9),70(1978)

- 101 -



-102s -




BEBIIED 7 L X TR

- BT

- BT

- R

- SR

-

rﬁ%x/752%v9%2@9—b@m@§ﬁJ,

R SR, FURRINR « BN T, 10, 381(1998)
rﬁ%ﬁ?%ﬁUX%»X&bUD—F@7&ZE@&C£%
ZEHEMRRIE )

R 8, B &, KAXERF%, Bk E - IEMT,
9,713(1997)
FﬁU?b%7»ju1%vy@7bxﬁﬁ&ti5
:ME@m%J,%m&;mm&&,%mm#,%m%&
FRIEINL, 9,356(1997)

P77V ZSEMBRE DB | |

R AR, B B AT, 9,306(1997)
F7b2ﬂ@%%\&U%@&%Hﬁ%%utﬁ%ﬁ%é
LS — b DBE% )
H%%&EWH%:%?z?%%%@M%X%M%%%%ﬁ,
G120,135(1992)
FME%W%ﬁﬁm75x%vﬁ@it%T%E%WH%J
(5B 13, MITFEmrERE) ,
Eﬁﬂ%ﬁ%ﬂ%ﬂﬁiﬁﬁzam%mﬁﬁﬁii,

57 C,342(1991)

r7v%ﬁ%:%@@>—b\7f—AJ,

e &L, HBI=#R D R E T2, 35(8),91(1988)

FEY. R, SEEZ LTRERS S —
(2BIBEMHRA & 7 ) )URES — 1)

Frid &k, A 7t bFE L T2, 38(6),438(1985)
MEEMED 2 M7 7 ) )V — ) |

Fi 8, Gl 5t : 75 2Fy 7 X, 34(12),89(1983)

- 102 -



-103 s -




EAREFHEY X b

X ¢ OHNEARGFR I FICBEHEO TN HHEER R T

No. FEHDOGWH FHE X
(HiEEH) (*BHH) (A%H) (B&H)
1| P44-006007 P47-019498| P0667378 [O X bUw 7 ZgEEIC [#EH B
(544.1.29) (547.6.3) |(S47.11.30) |\ B, MRKEEREE R (KR %%
BELER il EY) (S -7/8
2| P44-046816 P48-041264| PO732563 |ERMERORESAE|FE % |O
(544.6.16) (848.12.5)[(549.6.18) |BLUR®E
3| P44-047303 P46-029988| P0646170 |ERRFEROFHAE|HE
(544.6.17) (546.8.31)|(S47.5.30) | BLU&m
4| P44-064468 P48-009590( P0704008 |RF L v R¥EORE | HE
(544.8.16) (548.3.26) ((S48.9.20) |Hk ST /8
5| P44-091110 P47-003177] P0653235 |ZANJEMMIIREICX 2B |HM fk
(544.11.15 (547.1.28) [ (547.7.21) |PREFER ORI 7 &
6| P44-097144 P46-029930| P0677427 |ERNRFROBEA®|EE %
(544.12.5) (546.8.31)(548.2.13)
7| P45-012605 P43-001777] POT41212 |5 RARIEA D ATB B #k
(845.2.16) (549.1.16)1(849.9.9) MBI RS &% |BE BX
8 | P45-033474 P43-006385) P0745503 |FRIEMA b #TIEME A %
(845.4.21) (549.2.14)((849.10.15) iR oL RELE F ¥ |[EHF 22X
9| P45-043261 P50-024335) P0809452 |ZARTEEMEBIIE DS HIAL | %t BKEB
(545.5.22) (550.8.14)](851.3.23) |EAH* I A
BEF BA
10{ P45-082501 P48-012411) PO717352 |ELWABIEUEE 5 X |HF &3k
(845.9.22) (548.4.20)1(849.2.7) |2 AT EMERIGERY) | FH BHE
Rk
FEFLHA]
11{ P45-108481 P50-013818| PO797803 |ELWWAIBdKE S X |HIBE H3k
(545.12.9) (850.5.22)[(S50.12.20) | B #fs4 51 FH BER
i
LKA

- 103 -




-104 s -




No. ¥ B 0 & W diiE
(HEER) (ZABEH) ~nEH) B#H)
12 |P45-110580 P50-015025 | P0801887 |%EMAMEBiISHLEY Mk &R
(545.12.14) (850.6.2) |[(S51.1.30) EH O BR
ik
a8 FE
13 |P45-118595 P47-041424 | PO797518 [BATMMBIEMESY (B %
(S45.12.26) (547.10.19)](850.12.10) FH BB
. BER %
14 |P46-008422 [P47-021457 (P54-003490 | P0970340 |ABEHEEWORE |KE W
(846.2.23) |(547.10.4)[(S54.2.23) |(S54.8.31) FH BHR
HR %
15 |P48-072837 (P50-022867|P55-029806 | P1035933 |&mkitfsrie sk TB &
(848.6.29) (S50.3.11)|(855.8.6) |(S56.2.26) AR %k
KIE  EF
Zih B
16 (P48-091372 |P50-039749|P55-016060 | P1024779 |tIMimERMosLEsE|EE
(848.8.15) [(S50.4.12)](S55.4.28) [(855.12.18) N
B #
KE  #F]
17 1P48-104524 [P50-055674 [P56-010343 [ P1067380 |Fimifz&o Bk | N
(848.9.18) |(S50.5.15)(856.3.7) |(S56.10.23) TE #
KR #EH
18 |P48-120318 |P50-071756 |P57-014968 | P1121700 |shZemMod Rk s: Zih B
(848.10.25)[(850.6.13)[(S57.3.27) [(S57.11.12) B %
Tt
KR ZEH]
13 |P48-133068 [P50-083808|P56-048643 | P1103439 |+ i1mzmmsk B $h
(548.11.29)(S50.7.7) [(856.11.17)((S57.07.16) M XE
20 |P49-001245 |P50-098564 |P53-025352 | P0945213 |F@B Mok Zi BB
(548.12.28)(850.8.5) [(S53.7.26) |($54.3.20) A
BN =
21 |P49-001246 |P50-098553 P56-030172 | P1085416 |(EMREOHBII:|(EE %
(548.12.28) [(850.8.5) |(S56.7.13) |(S57.2.25) |¥> K4 v Fumy |z o
DEI:

- 104 -




-105 s -




No. | ¥ BH O LM i E
(HEEH) | (ABEB) (A%H) | (B58)
22 |P49-073628 |P51-002763 |P54-015291| P0982865 |BERMISRORMESE |&itt WE
(549.6.27) [(S51.1.10) |(S54.6.13)[(S55.1.11) | Ry EE %
B #
KIE %7
23 |P49-074061 |P51-002764 |P53-008335( P0927827 |#E&aWMROEEAE KM %
(549.6.28) |(S51.1.10) [(853.3.28)1(S53.10.13) | Ruextim +BE ®
KB %7
i B
24 |P49-142893 |P51-068675 |P58-001659| P1278245 |&AE Mo ks oy N
(549.12.12)|(851.6.14) [(S58.1.12)](S60.8.29) B #®
X #H
Zih
25 |P50-041995 [P51-117123 |P57-020063]| P1125909 |&H%BIGHDT 35k |%iMt WB
(850.4.07) 1(S851.10.15)|(S57.4.26)|(S57.12.14) | B L ysE FRE #k
TBE &
KR EH
26 |P50-089153 [P52-013561 |P58-003815] P1171049 |Hyai&kp by (% B
(850.7.23) |(852.2.1) [(S58.1.22)](858.10.17) o N
27 |P50-148436 [P52-072762 |P59-029416| P1338314 | @R RoOsLEE: |FE %
(850.12.15)](852.6.17) [(S859.7.20)|(S61.9.29)
28 |P51-027447 |P52-110776 |P59-022662| P1247125 | AERORE LM &
(S51.3.13) |(S52.9.17) {(S859.5.28)|(S60.1.16) BHE IE
i N
29 [P51-04855 ([P52-132070 |P59-028172| P1251690 [Tl bW HEE|IFE &
(851.4.30) [(S52.11.5) |(S59.7.11)(S60.2.14) |AEBLUEHEI Y Y (% BE
V-2 TtE ®
BE &
30 |P51-050290 {P52-133362 |P60-004769| P1279858 |# &AM R
(S51.5.1) |(S52.11.8) [(S60.2.6) |(S60.9.13) it B
31 |P51-094458 |P53-021269 |P59-005103] P1230490 |HEEWoRKEAE (EHE
(851.8.10) [(853.2.27) |(859.2.2) |(S59.9.19) eIl
] BEA
i S
32 |P51-132308 |P53-057260 |P59-035335| P1256605 |ABEIEROKESE|EE
(851.11.5) [(S853.5.24) [(S59.8.28)(S60.3.29)

- 105 -




-106 s -




Hi A B A | @
No. ' £ WO & | RwE
(HEH) | (&8B) | (a%) | (38A)
33 |P52-000316 [P53-085852 [P59-000383| P1223612 |mmopiftik HE % |O
(852.1.5) [(853.7.28) [($59.1.6) (559.8.15)
34 [P52-048971 |P53-134062 [P60-016326 P1336771 |%ERiith: oMK M # |O
(52.4.27) [(S53.11.22) |(S60.4.25)|(S61.9.11) |FHkmoseE WRE EA
2t R
35 [P52-078917 |P54-013567 |P62-018335] P1408135 BRRFEHEMOER (K E 4%
(852.7.1) [(S54.2.1) [(S62.4.22)|(S62.10.27) |3
36 |P52-106775 |P54-040859 [P60-034446| P1309931 SR A R A
(852.9.7) [(S54.3.31) ((S60.8.8) |(S61.3.26)
37 [P52-118651 |P54-053171 |P62-018327| P1487284 |stitinkliesssh FH
(852.10.04) |(554.4.26) [(S62.4.22)|(H1.3.23)
38 |P53-018504 (P54-111557 [P61-053208) P1527143 |pypy) Tt — k=R s A |O
(853.2.22) |(S54.8.31) |(S61.11.17 (H1.10.30) B L UzomE#k |FE &
I
39 [P53-030525 |P54-123173 |P61-059899] P1396257 hZERIYIE N T R R | B (O
(53.3.18) [(554.9.25) [(S61.12.18)(S62.8.24) |MIRIGOOEI MBS o | Fm ot
WE
40 [P53-082938 |P55-009863 |P59-049902| P1273281 RN HBSIE , XV [8RE 34 |O
(53.7.10) [(S55.1.24) [(S59.12.5)|(560.7.11) |2 P
BA K
41 [P54-053396 [P55-000291 |P59-019017| P1244135 hEMROEEA® |FE £ |O
(554.5.2) |(855.1.5) [(559.5.2) |(859.12.14) tE #
K %3]
2t BB
42 [P54-105999 |P56-030809 [P63-24806 | P1474588 |2 AR Mtttk | HE # |O
(854.8.22) |(556.3.28) [(563.5.23)|(H1.1.18) |EERUZDMREHE
43 [P56-020861 |P57-135164 [P1-22151 | P1553101 |RudAiiis FE
(856.2.17) [(57.8.20) |[(H1.4.25) |(H2.4.4)
44 (P56-020864 [PS7-135120 [PG4-5540 | PISAI119 |MARTEKERISD 2 iR | HH 4
(56.2.17) ((557.8.20) [(S64.1.31)|(H2.1.31) |M1>— h RUXZ DMtk
45 |P56-028353 |P57-144728 |P1-41489 P1572136 | Hr¥is Bl kIS iR
(856.3.2) [(557.9.7) [(H1.9.6) |(H2.7.25) WA Rk

- 106 -




-107 s -




H k8 N n & B &
No. X HHDOLH FEEAE
(HEEH) (/ABER) (A%H) | (&88)
46 |P56-103171 |P58-005225 |P2-58093 P1642579 |EEmMmEROBEE |FE &%
(856.7.3) |(S58.1.12) (H2.12.6) |(H4.2.28)
47 |P56-167051 [P58-069046 [P64-03223 | P1520459 BEREVCZFOREE|FM %
(556.10.21)1(S58.4.25) (S64.1.20)|(H1.9.29) pig == |
48 |P57-101319 |[P58-219217 |P5-87525 P1877500 |#E b RxT8ills (BM %%
(857.6.15) [(S58.12.20)|(H5.12.17) (H6.10.7) s K #H
49 |P57-234239 |P59-124814 |P1-32054 P1546211 |¥riR ik i I N
(857.12.30)1(S59.7.19) (H1.6.29) |(H2.7.10)
50 |P57-234240 [P59-124815 |P1-55087 [P1568217 suEMEIEoRE (KM %
(857.12.30)1(S59.7.9) (H1.11.22)|(H2.7.10) |sfEw:
51 |P58-011507 (P59-137902 |P3-76212 |P1706216 GREER 7 LAV (KM %
(558.1.28) [(S59.8.8) |[(H3.12.4) (H4.10.27) |L > X
52 |P58-121005 |P60-013515 |P1-32055 |P1546222 PR BnIBMRBsD ([ %%
(S58.7.5) [(S60.1.24) |(H1.6.29) (H2.2.28) |siek
53 [P58-137496 |P59-052623 |[P60-059847|P1331735 BEYRO8LERE | %
(558.7.29) [(S59.3.27) 1(S60.12.27 (S61.8.14) TE #
KB ZEH]
Zith B
54 |P58-153016 |P60-046227 |P4-42176 |P1755923 BaFMEOREAE R %
(858.8.24) |(S60.3.13) [(H4.7.10) |(H5.4.23) |AHERUHEHRIEES DR ik
B pRs
55 |P58-234950 |P60-149420 |P3-67845 |P1705915 MEB% AR 153 A Vaa A
(558.12.15)((S60.8.6) [(H3.10.24) (H4.10.27) |
56 |P59-113065 |P60-257212 |P04-74167 |P1787799 SO EMEIEERARIE | AR %
(859.6.4) [(S60.12.19) (H4.11.25)[(H5.9.10) |SROEHHRIE®
97 |P61-058340 |P62-218469 [P4-58839 |P1763290 BESFERVIFLIFEA &
(561.3.18) [(S62.9.25) |(H4.9.18) (H5.5.28) | o3 —NE |[BR  Sii
/INEH BAIE
58 [P62-061302 |[P63-239019 [P05-06495 |P1801222 FENZI7NVAOZFLV(IFM
(562.3.18) [(S63.10.5) |(H5.1.26) (H5.11.12) |V RY > —8IS— VM [RR 8ok
NN

- 107 -




-108 s -




i RE AN N KX D3
No. : FEHD AR FEHE
(HFEH) (2BER) | (AER) | (B8H)
99|P62-179156 | P64-02254 [P6-65487 | P1940926 |ZLERBAORILA® [FIAR &
(562.7.20)|(S64.1.25(H6.8.24) |(H7.6.23) B s
TR Boe
60 [P63-071892(P01-23201 [P04-2408 | P1716156 |:R)F > 704 o< A B
(563.3.28) | (H1.9.18) |(H4.1.17) |(H4.11.2T)|F L v REEAHKHEHR |&F &
R #k
61]P02-102796 {P04-04128 P2824803 |t mOBIE |HA 4
(H2.4.20) [(H4.1.8) (H10.9.11) MR SRR
' KR &
62[P03-6435 [P04-23961(P07-80211 | P2074905 |#H & HRLERE R %R
(H3.1.23) [(H4.8.27)|(H7.8.30) |(H8.7.25)
63|P03-317835|P05-16217 | P2673623 |EREIIERIEAER R |HM
(H3.12.02) | (H5.6.29) (H9.6.10) [rZhzAWERES |HEH Bl
64|P03-336860|P05-16945 P2733400 | &SRR A #h
(H3.12.19)[(H5.7.9) (H9.12.26) B B
65]|P04- 49160(P05-24588 P2714308 [HT#l7a s KBk R
(H4.3.6) |(H5.9.24) (H9.10.31) B B
66 {P04-145541[P05-33795 P2715357 (akElEEME®  |FHE
(H4.6.5) |[(H5.12.21 (H9.11.7) i B
671P04-230715|P05-33133 [P06-94523 | P1972730 |ZEmAM 2G4 2H5 X |[FE %
(H4.8.31) |(H5.12.14|(H6.11.24) [(H7.9.27) |WEHESRGEAAT RS
M DELE
68|P04-315543 [P06-14327 P2627131 [l kst i D R T 1 Rk
(H4.11.2) |(H6.5.24) (H9.4.18) B Bt
691P05-17574 |P06-22674 [P07-80187 | P2055759 |AmMNSHERASE |KW &
(H5.2.4) |[(H6.8.16)[(H7.8.30) |(H8.5.23) i B
701P05-212155|P06-21065 [P07-96243 | P2073331 |AmKIIENERERE |FF &
(H5.8.5) [(H6.8.2) [(H7.10.18)|(H8.7.25) |vZzomicik i | meml
B
711P06-317187|P08-17456 P2706221 | ERMIIERIE A oW (R
(H6.12.20)|(H8.7.9) (H9.10.9) |EHESR
721P07-84515 {P08-11836 P2727303 |EREIIERERORE |FE
(H7.3.17) |(H8.5.14) (H9.12.12) | ¥ M B
AlEH B

TOft BED HHVIE BEFRFTE K3 0

- 108 -




-109 s -




ERHGREEY X}

B N N 2% 5%
No. ERHFEOHKN EEXE
(HEEH) (ABEH) | (A%H) |(&8H)
1 |U50-094285 |U52-010101|U58-030681|U1568143 |5 @A 8
(850.7.8) |(S52.1.24)((858.7.6) [(S59.9.12) 523 KB
2 [U53-166967 |U55-083343|U62-026196|U1713434 |ZLv—v v r 4B |[AFA %
(853.12.6) [(855.6.9) |(S62.7.4) [(863.1.14)|& sk IstR
3 |Us4-171591 |U56-088515(U59-025630|U1641522 |amEiss REE (K E &
(S54.12.13)|(856.7.15)(859.7.27) [(S61.6.26) | &R & =R EA
|yl X
53 i
4 |U56-128698 |U57-078918|U60-004743(U1610291 |&SmBiisH LR A |FE %
(856.9.1) |(857.5.15)](560.2.12)[(860.9.27) | &= BER EA
B
S it

- 109 -




-110 s -




SNEFFEFHEEY X b

No. Pat.No." Title Inventer
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Tsutomu Fujikawa
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2 1 US 4129 635[Method for producing foamed moldings| Akio Yasuike
DE 2 461 580(from synthetic resin materials. Hiroshi Kataoka
FR 2 256 021 Kaoru Toyouchi
IT 1 027 943
3 | US 4 106 887|Apparatus for injection molding Hiroshi Kataoka
: synthetic resin materials. Akio Yasuike
4 | US 4 140 672]|Process for producing moldings. Hiroshi Kataoka
DE 2 800 482
5 | US 4 174 413|Multi-layered molded articles. Akio Yasuike
DE 2 733 913 Hiroshi Kataoka
Norito Takao
6 | US 4 229 395|Method for injection molding Hiroshi Kataoka
thick-walled articles. Tadashi Nagumo
Akio Yasuike
7 | US 4 550 057|Acrylic sheets. Hiroshi Kataoka
8 | US 4 629 650[Process for producing molded Hiroshi Kataoka
DE 3 371 051|thermoplastic resin.
EP 0 113 117
(GB,FR,DE,NL, | It)
9 1 US 4 668 729|Process for compression molding of Hiroshi Kataoka
thermoplastic resin and moldings
molded by said process.

10 | US 4 752 204 |Apparatus for compression forming Hiroshi Kataoka

thermoplastic resin sheets.

11 | US 4 820 787|A shaped article of an oriented Hiroshi Kataoka
DE 3 782 261|tetrafluoroethylene polymer. Kinya Matsuzawa
EP 0 238 076 Hiroji Oda
(DE,FR,GB,IT)

12 | US 4 824 898|A shaped article of tetrafluoro- Masayuki Sukigara
EP 0 284 165|ethylene polymer. Yasuyuki Kaneko
(DE,FR,GB, IT) Hiroshi Kataoka

13 { US 5 362 226|Metallic mold for molding synthetic | Hiroshi Kataoka
EP 0 559 908|resin. Yuo Unmei

14 1 US 5 424 112]An injection molding of synthetic Hiroshi Kataoka
EP 0 599 009|resin. Masanori Mawatachi
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