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Abstract: Glass or carbon fibers have been verified that can enhance the mechanical properties of
the polymeric composite injection molding parts due to their orientation distribution. However,
the interaction between flow and fiber is still not fully understood yet, especially for the flow—fiber
coupling effect. In this study, we have tried to investigate the flow—fiber coupling effect on fiber
reinforced plastics (FRP) injection parts utilizing a more complicated geometry system with three
ASTM D638 specimens. The study methods include both numerical simulation and experimental
observation. Results showed that in the presence of flow—fiber coupling effect, the melt flow front
advancement presents some variation, specifically the “convex-flat-flat” pattern will change to a
“convex-flat-concave” pattern. Furthermore, through the fiber orientation distribution (FOD) study,
the flow—fiber coupling effect is not significant at the near gate region (RG). It might result from
the strong shear force to repress the appearance of the flow—fiber interaction. However, at the end
of filling region (ER), the flow—fiber coupling effect tries to diminish the flow direction orientation
tensor component A1 and enhance the cross-flow orientation tensor component Ay, simultaneously.
It results in the dominance in the cross-flow direction at the ER. This orientation distribution behavior
variation has been verified using a micro-computerized tomography (micro-CT) scan and image
analysis technology.

Keywords: injection molding; fiber orientation distribution; flow—fiber coupling; fiber reinforced
plastics (FRP)

1. Introduction

As the human population keeps increasing dramatically, CO; emissions from transportation based
on the burning of fossil fuels will continue to be a major contributor to air pollution [1-4]. To decrease
the CO; emissions from transportation, one of the most effective methods is using lightweight materials,
such as fiber-reinforced plastics (FRP), to enhance the fuel efficiency [5-7]. To understand how fibers
can enhance the mechanical strength of FRP products, many researchers have tried to study their
features experimentally [8-11]. However, there are at least two major challenges which people still
encounter in FRP injection molding. Specifically, one is what the fiber features are under the influence
of the polymer matrix flow dynamic, and the other is how the fiber will affect the polymer matrix flow
dynamic and generate the coupling between polymer flow and fibers.

One of the key fiber features in FRP injection molding is the flow-induced fiber orientation
behavior. Folger and Tucker [12], Advani and Tucker [13], and Advani [14] have proposed some
numerical models to predict fiber orientation in short fiber reinforced plastics injection molding.
These models have given great guidance for people to understand fiber orientation behavior and
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develop good FRP products [15-17]. However, when the fiber length is increased in the FRP injection
molding, the physical behaviors of the molten plastics become much more complicated. To discover the
microstructures of longer fiber reinforced plastics, many researchers have developed several theoretical
models. Phelps and Tucker [18] proposed the Anisotropic Rotary Diffusion (ARD) model for short to
long fibers. Wang and Tucker [19] developed the Reduced Strain Closure (RSC) model. Then the ARD
and RSC have been integrated into the ARD-RSC model and implemented into a commercial injection
molding simulation software, Autodesk Moldflow Insight (AMI) [18,20]. Specifically, there are six
parameters and inlet condition needs to be specified for the ARD-RSC model. It is very complicated
to obtain suitable parameters to avoid numerical instability for numerical computation. To improve
the above challenges, Tseng et al. [21-24] have developed the improved ARD model and Retarding
Principal Rate (known as the iARD-RPR) model. Based on the iARD-RPR model, people only need
to specify three physical meaning parameters: a fiber—fiber interaction parameter, a fiber—-matrix
interaction parameter, and a slow-down parameter. The iARD-RPR model has been adopted in a
commercial injection molding software, Moldex3D.

Furthermore, the fibers and their orientations will also influence the flow field as well. In fact,
many researchers have been studied the flow—fiber coupling effect. Lipscomb et al. [25] developed a
constitutive equation of the extra stress tensor to consider the fiber orientation effect on flow stress.
Later, Ver Weyst and Tucker [26] developed a finite element method to cover flow—fiber coupled
problems and applied to some geometrical systems based on the Hele-Shaw model. Specifically, at a
center-gated disk system, under the fiber effects on the flow field, the velocity profile did not change
significantly. In addition, when melt goes far from the gate, they found out that flow—fiber coupling is
not significant. Moreover, to understand the fiber-flow effect in 3D flow system, Tseng and Su [27] have
implemented the Lipscomb constitutive equation in Moldex3D software. They found out the velocity
profile almost does not change with respect to Np (a dimensionless parameter that characterizes the
effect of the fibers on the viscosity). The overall flow—fiber coupling effect by using 3D numerical
calculation is similar to that by using the Hele-Shaw approximation of Ver Weyst and Tucker [26].
However, when they considered higher flow—fiber coupling effects, the 3D numerical calculation
became unstable. To solve this numerical difficulty, Favaloro et al. [28] developed a scalar viscosity
model (so called informed isotropic, IISO, model) for fiber suspensions to enhance the calculation
of the flow—fiber coupling effect. The IISO viscosity model can be used to predict the wider core
orientation distribution region. Moreover, Tseng and Favaloro [29] have further proposed a more
comprehensive IISO fiber suspension constitutive equation (called the revised IISO model) which
includes the strain-rate dependent parameter of the Trouton ratio. They showed that using this model
on the complex injection molding flow of FRP, a special “convex-flat-concave” flow pattern and a
wider core fiber orientation distribution can be obtained in the end-gated plate system. However,
the flow—fiber coupling effect is still not comprehensively understood for the practical industrial
cases yet.

In this study, we have tried to understand how the flow—fiber coupling effect is in more practical
cases. Specifically, the flow-fiber coupling effect on FRP injection parts is investigated using a geometry
system with three ASTM D638 specimens. During this investigation, the numerical simulation based
on the iARD-RPR model of Tseng et al. [21-24] and the revised IISO model of Tseng and Favaloro [29] is
utilized to predict the fiber orientation distribution (FOD) either in the presence or in the absence of the
flow—fiber coupling. Moreover, to validate the numerical prediction, the mechanical properties (tensile
strength and tensile modulus) have been utilized to check the fiber microstructure and macro-property
relationship followed the Ref. [30]. Furthermore, the FOD of real specimens have been studied by using
micro-computerzied tomography (micro-CT) technology to scan the specimen. The scanned images
were further analyzed using AVIZO® software. Moreover, the comparison of numerical prediction
and experimental observation of FOD was performed to validate the effect of flow—fiber coupling.
To get a better understanding, the rest of this paper is organized as follows. In Section 2, the theoretical
background is presented. Moreover, the injection molding system and related information have been
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addressed in Section 3. In addition, some experimental equipment and parameters are also described.
In Section 4, the results and discussion will be addressed. Finally, a brief conclusion will be given in
Section 5.

2. Theoretical Background

The theories regarding the FRP materials in the injection molding process will be divided into
three parts: the polymer fluid mechanics, the fiber orientation kinetics, and the evolution of viscosity
by flow—fiber coupling separately. The details are as follows.

2.1. Models for Polymer Fluid Mechanics

The polymeric melt is considered as compressible, non-Newtonian fluids. The governing equations
for the polymer fluid mechanics, which are regarded as 3D transient non-isothermal motion, are:

W L Gou— 0 1
d
E(pu) + V-(puu) = V-6 + pg @)
o=-Pl+7 (©)]
JdT
pcp(g + u~VT) = V-(kVT) +7:D “)

where p is density; u is velocity vector; t is time; o is total stress tensor; T is extra stress tensor; g is
the acceleration vector of gravity; P is pressure; Cp is specific heat; T is temperature; k is thermal
conductivity; D is the rate-of-deformation tensor.

For the polymer melt, the extra stress tensor without flow—fiber coupling can be expressed as:

T=2nD 5)

where 7 is the shear viscosity of a polymer melt; it is a function of temperature and shear rate as
described in Equations (6) and (7).

Moreover, one of the most important properties to influence the flow mechanics is viscosity,
which is a strong function of temperature and shear rate. To estimate the shear rate and temperature
dependence of viscosity, the viscosity characterization has been performed using a rheometer from
CoreTech System (Moldex3D) Co. Ltd. Furthermore, the measured data has been executed with
curve-fitting using various viscosity models. One of the best fitted is based on the modified-Cross
model. Hence, the modified-Cross model with Arrhenius temperature dependence is employed to
describe the viscosity of a polymer melt in this study:

: 1o(T)
n(17) = — 2 ©®)
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where n is the power law index; 1y is the zero shear viscosity; t* is the parameter that describes the
transition region between zero shear rate and the power law region of the viscosity curve; B is constant;
Ty is a reference temperature.
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2.2. Models for Fiber Orientation Kinetics

During the injection molding processing, the orientation of the fiber inside the FRP composite
will be affected by the polymer fluid mechanics. In general, the orientation of a single fiber can be
at an arbitrary direction, or at one of the three principal directions, as shown in Figure 1. However,
since there are hundreds of thousands of fibers inside the polymer matrix in injection molding, it is
too difficult to observe manually. Instead, to predict the fiber orientation kinetics, each single fiber is
theoretically regarded as an axisymmetric bond with rigidness. The bond’s unit vector p along its axis
direction can be described as the fiber orientation. The orientation state of a group of fibers is given by
the second-order orientation tensor,

A= 95 Y(p)pp dp 8)

where ¢(p) is the probability density distribution function over the orientation space. Tensor Ay is a
fourth order orientation tensor, defined as:

Ay = 95 Y(p)pprp dp )

where this tensor is also symmetric. Among the nine components of A;;, only five are independent.
Three of the remaining components are determined by symmetry:

Ajj = A (10)
The last component is determined by
A +Ayp +Az;=1 (11)

The acceptable calculation is obtained through the eigenvalue-based optimal fitting approximation
of the orthotropic closure family.

Arbitrary Three principal
direction direction

—

/ Ap

Ass

Figure 1. The schematic of the fiber orientation tensor components.

To handle this complicated tensor system, Tseng et al. [21-24] extended the ARD-RSC
models [18-20] to develop a fiber orientation model to couple with Jeffery’s hydrodynamic (HD)
model, namely, the iIARD-RPR model (known as the Improved Anisotropic Rotary Diffusion model
combined with the Retarding Principal Rate model),

A = App + Aisrp(Cr, Cut) + Agpr (@) (12)
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where A represents the material derivative of A. Parameters C; and Cy; describe the fiber—fiber
interaction and fiber-matrix interaction, while parameter « can slow down the response of fiber
orientation. The Jeffery’s hydrodynamic (HD) term can be written as

Afp = (W-A - A'W) + &(D-A + A-D-2A, : D) (13)
D = %(Vu +Vu') (14)
W = %(Vu ~vu') (15)

where W and D are the vorticity tensor and the rate-of-deformation tensor, respectively. & is a shape
factor of a particle. The rest of the details for the RPR model and the iARD model are available
elsewhere [29].

2.3. Models for Evolution of Viscosity by Flow—Fiber Coupling

It was mentioned earlier that the fibers will affect the polymer fluid mechanics, and flow will
further influence fibers back and forth; it introduces the coupling effect between the flow and fibers.
To predict this flow—fiber coupling, the revised IISO constitutive equation has developed to handle the
complex flow—fiber coupling by Tseng and Favaloro [29]. This revised IISO constitutive equation has
been implemented into the commercial injection molding software, Moldex3D. During the injection
molding simulation, the governing equations of flow field and fiber orientation are solved by the 3D
finite volume method based on 3D geometry. After the velocity field and the fiber orientation filed are
obtained at the beginning, they are used to determine the revised IISO viscosity. Then the iteration
keeps going till they are converged. The details are available elsewhere [29]. Specifically, the revised
IISO viscosity is presented as below.

9% = (14 R7Ks )ns (16)
Rr(v) = Ry
r(y)=—"7""7 (17)
1+ (?/Vc)
_D:A4:D
K, = 2D:D (18)

where 15 the nonlinear Newtonian viscosity for the fiber-filled polymer fluids and is described by the
modified-Cross model; Rt is the dimensionless Trouton ratio parameter as a function of the strain rate;
R(% is the initial value of Rt; Kg is a stretching kernel which is related to the flow fields and to the fiber
orientation state; y - is the critical strain rate (1/s).

3. Injection Molding System and Related Information

3.1. Simulation Model and Related Information

The geometrical model is shown as in Figure 2. Specifically, the dimension of the whole model
is 400 mm X 165 mm x 3 mm. There are three standard specimens based on ASTM D638, marked
as Model I, II, and III, respectively. The dimension for each standard specimen is 172 mm X 20 mm
x 3 mm. To study the flow field behavior, we have designed those three models with different gate
types. In particular, one has an edge gate, another has a sprue gate, and the other has a double gate,
as presented. To fill the polymer melt into those three specimens, there is one plunger type melt
entrance with 40 mm diameter that is located in the center of the cavity. Moreover, the moldbase and
cooling channel layout are presented in Figure 3.
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Furthermore, several measuring nodes in different models are specified to study the fiber
orientation distribution (FOD), as in Figure 4. In particular, they are specified as three regions for
observation for each model: the gate region (GR), the center region (CR), and the end of filling region
(ER), respectively. Moreover, to perform the injection molding simulation, the associated process
condition setting is as follows. Specifically, the filling time is 1.49 s, the packing time is 5 s, the cooling
timeis 15 s, and other parameters are in Table 1. The materials used in this study are pure polypropylene
(later called PP) and polypropylene with short fiber of 3 mm length (later called PP + SF). Both PP and
PP + SF materials are commercially available and supplied by LCY Chemical. Moreover, the associated
material properties including viscosity, the specific volume against temperature and pressure (pvT),
heat capacity (Cp), and thermal conductivity (K) have been measured and saved as material data by
Moldex3D. In addition, to study the fiber orientation effect during the injection molding, the iIARD-RPR
model is adopted. In general, those three parameters are suggested in0 < C; <1,0<Cy <1,and 0 <
o < 1[29]. Here, the related parameters for the iARD-RPR model in this study are suggested from
Moldex3D, as listed in Table 2. Furthermore, to conduct the flow—fiber effect, the revised IISO model is
utilized. The associated parameters are also suggested from Moldex3D, which are presented in Table 3.

Model 1 Melt

Edge gate entrance

Model I1
Sprue gate

Model 1II
Double gate

Q
|_‘54 0__|
=y
165.0

109

(b)

Figure 2. (a) The geometrical structure with three ASTM D638 specimens of different gate designs;
(b) the dimension of the full sample.
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160 mm

I A{ mm

Figure 3. The moldbase and cooling channel layout.

530 mm

o

Figure 4. The observation locations at different specimen for FOD analysis.

Table 1. Process condition setting for injection molding simulation.

Item Process Condition
Filling time (s) 1.49
Packing time (s) 5
Packing pressure (MPa) 69.1
Cooling time (s) 15
Melt temperature (°C) 260
Mold temperature (°C) 25

Table 2. The parameters for IARD-RPR model in injection molding simulation.

Parameters Values
C 0.005
Cum 0.5
o 0.7

Table 3. The parameters for the revised IISO model in flow—fiber coupling calculation.

Parameters Values
Ry 2000
Ve 10

3.2. Experimental Equipment and Related Information

Figure 5a displays the injection machine (Chuan Lih Fa Machinery Works Co., Tainan, Taiwan
Model: CLF-180TXL). Figure 5b shows the real mold structure and cooling channel layout. The PP and
PP + SF materials are supplied by LCY Chemical as mentioned earlier. Specifically, the grade name:
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PP is Globalene ST868M and PP + SF is Globalene SF7351. Moreover, to perform the real injection
molding testing, the associated process condition setting is the same as that of the simulation, as listed
in Table 1. In order to validate the flow—fiber coupling effect calculated from numerical simulation,
the mechanical properties via tensile test for the real injected parts have been executed using the
universal tensile machine from Shimadzu, Kyoto, Japan (AGS-] mode). In addition, to validate the
fiber orientation behavior, micro-computerized tomography (u-CT) technology has been performed
using Bruker Skyscan 2211 with 40-190 kV and a resolution of 5 um, supported by Material and
Chemical Laboratories (MCL) Multiscale X-ray CT laboratory, Industrial Technology Research Institute,
Hsinchu, Taiwan.

(a) (b)

Figure 5. Machine and equipment setup: (a) Injection machine (Chuan Lih Fa Machinery Works Co.,
Model: CLF-180TXL), (b) the mold and cooling channel layout.

4. Results and Discussion

To understand what the coupling effect is between flow and fiber in the injection molding process,
we have tried to observe the mechanical property (macroscopic property) in the presence of fibers
for FRP first. Furthermore, the fiber orientation behavior (microscopic feature) has been discovered.
Through the relationship between mechanical properties and fiber orientation behavior, the flow—fiber
coupling effect can be further discussed. The details are as follows.

4.1. Mechanical Property Test

To conduct the fiber reinforced capability, tensile testing has been performed using the universal
tensile testing machine of Shimadzu (AGS-] mode). The testing method and procedures are based on
the Ref. [31]. During the testing, the deformation and the force were recorded. The deformation and
the force can be converted to the stress and strain using the following equations:

F
Os = A_O (19)
L-L AL
£ = % %100% = — x 100% (20)
Lo Lo
E— 035% — 025% 1)

€35% ~ €2.5%
where 0y is tensile stress; F is the pulling force on the original cross-section area (Ag) of the narrow
portion of the standard specimen; ¢ is the elongation ratio; (L) is the original length of the narrow
portion; L is deformation; E is the tensile modulus.
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For each tensile testing, those three models of ASTM D638 standard specimens have been installed
into the tensile machine under a constant strain at 20 mm/min. For each model, five specimens have
been executed for the same testing. After the five tests, the average stress—strain relation is presented
in Figure 6. From this stress—strain relation in Figure 6a, the tensile modulus is calculated around
the strain range of 2.5-3.5% to avoid the influence from the testing apparatus. The tensile modulus
are obtained as 1463.67 N/mm? for Model I, 1427.33 N/mm? for Model II, 1299.25 N/mm? for Model
III, respectively. Based on the tensile modulus, Model I is stronger than Model II, while Model III is
weakest due to the double gate design. Moreover, the tensile strength is also conducted for those three
models as listed in Figure 6b. Additionally, the tensile strength for each testing has been recorded
as in Table 4. Specifically, when material is changed from pure PP to PP + SF, the tensile strength of
Model I is increased from 23.35 to 75.71 N/mm?. It is increased from 23.04 to 73.34 N/mm? for Model
II, and from 22.65 to 34.38 N/mm? for Model III. Although the tensile modulus and tensile strength
of the Model I and Model II are close, the actual measured data (including stress—strain curve, stress
modulus, and tensile strength) of Model I are greater than that of Model II, as shown in Figure 6 and
Table 4. Overall, the mechanical properties of Model I are stronger than those of Model II, while Model
III's are weakest due to the double gate design.

80.0

70.0
€0.0
= 50.0

% 40.0
A

30.0
Maodel |

= = =Model Il
......... Model 1l

20.0
10.0
0.0

0.00 1.00 2.00 3.00 4.00 5.00 6.00 7.00
Strain (%)

@)

[==]
[=}

75.11 gk 73341

-
=

oPP
SF

n ooy
= o

34.38

23.35 23.04 22.65

Tensile Strength (Nfmm2)
¥ 8 8
—

=
=

=

Model | Model ll Model lll
(b)

Figure 6. The mechanical properties of the PP-SF material with three different models, (a) the
stress—strain relation, (b) the tensile strength properties.
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Table 4. The tensile strength (N/mm?) of three models for each test.

Experiment Model I Model 11 Model III
1 78.95 76.71 41.69
2 75.93 72.13 32.70
3 74.67 72.47 30.63
4 74.17 72.40 32.07
5 74.83 73.00 34.8
Average 75.71 73.34 34.38
Maximum 78.95 76.71 41.69
Minimum 74.17 72.13 30.63
Upper Error 3.24 3.37 7.31
Lower Error 1.54 1.21 3.74

4.2. Fiber Orientation Effects With and Without Flow—Fiber Coupling

To realize why the mechanical properties of Model I are stronger than those of Model II and
then to discover the flow—fiber coupling effect, the fiber orientation features have been utilized.
The fiber orientation tensor components are predicted numerically by using Moldex3D R16®. They are
also validated experimentally by using a micro-computerized tomography (micro-CT) scan of the
specimens and utilizing Avizo® for image analyses. The details are as follows. Figure 7a shows the
fiber orientation distribution (FOD) predicted numerically without considering flow—fiber coupling at
Point B for Model L. The flow direction orientation tensor component A is increased from 0.7 to 0.78
at the skin-layer then decreased to 0.6 at the core-layer. Overall, the fiber orientation is dominant along
the flow direction at gate region (GR). Moreover, Figure 7c shows the FOD observation experimentally.
Except at little skin region, the flow direction orientation tensor component Ay is around 0.8 to 0.9 at
the skin-layer then decreased to 0.8 at the core-layer. It also shows that the dominant fiber orientation
is at the flow direction in experiments. The simulation prediction of the FOD without considering
flow—fiber coupling is in reasonable agreement with that of the experimental result for Model I at
GR. Moreover, the simulation results of the fiber orientation tensor components are very close for
both without and with flow—fiber coupling for Model I at GR, as shown in Figure 7a,b. Their trends
are all consistent with the experimental observation. Since there is a strong entrance effect around
GR [30], the fibers are influenced significantly by the higher shear rate (shear force) that will repress
the flow—fiber coupling effect.
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Figure 7. The comparison of the fiber orientation tensor components for Model I at Point
B at GR: (a) simulation without flow—fiber coupling, (b) simulation with flow—fiber coupling,
(c) experimental observation.
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Moreover, considering the center region (CR), Figure 8a shows the FOD predicted numerically
at Point E for Model I in the absence of flow—fiber coupling. The flow direction orientation tensor
component Ayy is increased from 0.7 to 0.85 at the skin-layer then decreased to 0.75 at the core-layer.
Overall, the fiber orientation is still dominant along the flow direction at CR. In addition, Figure 8c
shows the FOD observation experimentally. The flow direction orientation tensor component Aqq
is around 0.6 to 0.95 at the skin-layer then decreased to 0.85 at the core-layer. It also shows that
the dominant fiber orientation is at the flow direction in experiments. Once again, the simulation
prediction of the FOD in the absence of flow—fiber coupling is in a reasonable agreement with that of the
experimental result for Model I at CR. Moreover, the simulation results of the fiber orientation tensor
components for both without and with flow—fiber coupling for Model I at CR are very similar, as shown
in Figure 8a,b. Due to the stronger shear rate (shear force) by the convergent section, the flow—fiber
coupling is not significant at this region.

Q
o000
CBA
[
FED
u
\
o000
| HG

k-

‘ I3
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Modell CR ModelI CR Modell CR
1 ) !
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:o's e — 1 5 e 08 ¥ b
H e o N ¢ ©-All —=-A22 -4 A33

Tensor Component |-

Terwor Component |-]

0.0 0.2 0.4 06 08 10
Normalized Thickness [-]

(a) (b) (c)

Figure 8. The comparison of the fiber orientation tensor components for Model I at Point
E at CR: (a) simulation without flow—fiber coupling, (b) simulation with flow—fiber coupling,
(c) experimental observation.

Furthermore, in the end of filling region (ER), Figure 9a shows the FOD predicted numerically
without considering flow—fiber coupling at Point H for Model I. The flow direction orientation tensor
component Aqq is increased from 0.65 to 0.85 at the skin-layer then decreased to 0.5 at the core-layer.
Overall, the fiber orientation is still dominant along the flow direction at ER. Moreover, Figure 9c shows
the FOD observation experimentally. The flow direction orientation tensor component A1; is around
0.65 to 0.8 at the skin-layer then decreased dramatically to 0.4 at the core-layer. The fiber orientation is
dominant at the flow direction A1 at the skin-layer and then changes to the cross flow direction A,
at the core-layer. From the experimental observation, the fiber orientation is strong in the cross-flow
direction. It is noted that the simulation prediction without flow—fiber coupling over-predicted A1 and
under-predicted Az, for Model I at ER. In addition, the width of the core-layer from the experiment is
wider than that of the numerical prediction. Moreover, Figure 9b shows the simulation result under the
influence of the flow—fiber coupling. Compared to the experimental observation, the simulation result
with the flow—fiber coupling is much closer to the experimental observation. It is noted that during the
melt flowing into the ER, the influence of the transport driving force is weaker and then the flow—fiber
coupling becomes more significant. It could be the reason why the Aj1 is over-predicted and Ay, is
under-predicted by numerical simulation without considering the flow—fiber coupling effect.
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Figure 9. The comparison of the fiber orientation tensor components for Model I at Point

H at ER: (a) simulation without flow—fiber coupling, (b) simulation with flow—fiber coupling,
(c) experimental observation.

Moreover, Figure 10a presents the FOD predicted numerically without consideration of flow—fiber
coupling at Point B for Model II at GR. The flow direction orientation tensor component A1 is 0.82
at the skin-layer then decreased to 0.4 at the core-layer. The fiber orientation is dominant at the
flow direction A1; at the skin-layer and then changes to the cross flow direction A at the core-layer.
Similarly, Figure 10c exhibits the FOD observation experimentally at Point B for Model II. It shows that
the simulation prediction of the FOD without consideration of flow—fiber coupling is consistent with
that of the experimental result for Model II at GR in the trend. However, the width of the core-layer by
experimental observation is wider than that of simulation prediction. Furthermore, in Figure 10a,b,
there is some difference on the simulation results of the fiber orientation tensor components between
both without and with flow—fiber coupling cases for Model II at GR. Specifically, under the influence of
flow—fiber coupling, more fibers will stay at the cross flow direction Ay, at the core-layer, as shown

in Figure 10b. The trend of the coupled case is more consistent with the experimental observation,
as shown in Figure 10c.
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Figure 10. The comparison of the fiber orientation tensor components for Model II at Point

B at GR: (a) simulation without flow—fiber coupling, (b) simulation with flow—fiber coupling,
(c) experimental observation.
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Furthermore, Figure 11a presents the FOD predicted numerically in absence of the flow—fiber
coupling at Point E for Model II. The flow direction orientation of tensor component A1; is 0.83 at the
skin-layer then decreased to 0.75 at the core-layer. The fiber orientation is dominant at the flow direction
Aj1. Additionally, Figure 11c exhibits the FOD observation experimentally at Point E for Model II.
The flow direction orientation tensor component Ay is 0.7 to 0.95 at the skin-layer, then decreases
to 0.7 at the core-layer. Although the fiber orientation is still dominant at the flow direction Ay,
the fiber orientation prediction at the core-layer, predicted numerically without considering flow—fiber
coupling, is over-predicted. Moreover, Figure 11a,b show the simulation results of the fiber orientation
tensor components for both without and with flow—fiber coupling cases for Model II at CR. Due to the
stronger shear rate (shear force) by the convergent section, flow—fiber coupling is not significant at this
region except for the core-layer area. However, in the presence of flow—fiber coupling, the numerical
prediction is closer to the experimental observation.

_ mm - = s i
« I

’ Center Region (CR) ‘

Modelll CR ModelIl CR Model Il CR
1 1 . 1 —
- =-All --A22 —=A33 - =S=All =<A22 —-A33 P W‘ " o,
o8 ey o —e—0—0—0 | |08 — S 0 Tos [ ﬁq‘{‘m&; cH
E ) - 3 T E 4 e
] 2 g“ O-All % A22 -A-A33
S06 - io06 { £o
E z £
< o4 o4 ¢ 04
: § i .
Zo2 o2 | T { 5oz [k
B e e v i L » j
g A 0 At — i et 0 e Wxsgyh
0.0 0.2 0.4 0.6 0.8 1.0 o 02 04 0% 08 1
0.0 0.2 04 0.6 0.8 1.0 . .
Normalized Thickness [-] Nomalized Thickness [-] Normakzed Thickess [

(a) (b) (c)

Figure 11. The comparison of the fiber orientation tensor components for Model II at Point
E at CR: (a) simulation without flow—fiber coupling, (b) simulation with flow—fiber coupling,
(c) experimental observation.

Moreover, Figure 12a shows the FOD predicted numerically without flow—fiber coupling at Point
H for Model II. The flow direction orientation of tensor component A1j is increased from 0.7 to 0.8 at the
skin-layer, then decreased to 0.5 at the core-layer. Overall, the fiber orientation is still dominant along
the flow direction at ER. In addition, Figure 12c shows the FOD observation experimentally. The flow
direction orientation tensor component Ay is around 0.6 to 0.8 at the skin-layer, then decreased
dramatically to 0.3 at the core-layer. The fiber orientation is dominant at the flow direction Ay at the
skin-layer and then changes to the cross flow direction Ay, at the core-layer. From the experimental
observation, the fiber orientation is strong in the cross-flow direction at the core-layer. The simulation
prediction in the absence of flow—fiber coupling over-predicted A1 and under-predicted A, for Model
IT at ER. Additionally, the width of the core-layer from the experiment is significantly wider than that
of numerical prediction. Moreover, Figure 12b shows the fiber orientation tensor component at the
ER for Model Il under the influence of the flow—fiber coupling effect. Compared to the experimental
observation, the simulation with flow—-fiber coupling is much closer to the experimental result. It is
noted that during the melt flowing into the ER, the influence of the transport driving force of Model II
is much weaker and then the flow—fiber coupling becomes much more significant compared to Model I
cases. Overall, from Model I and Model II, it can be concluded that when the melt flows through the
higher shear rate (shear force) regions, such as GR and CR of Model I, the flow-fiber coupling will
be repressed. However, when the shear rate (shear force) of the melt is reduced gradually (such as
at the ER of Model I and at the CR and ER of Model 1), the flow—fiber coupling effect will become
more significant.
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Figure 12. The comparison of the fiber orientation tensor components for Model II at Point
H at ER: (a) simulation without flow—fiber coupling, (b) simulation with flow—fiber coupling,
(c) experimental observation.

4.3. Correlation between Mechanical Property and Fiber Micro-Feature

Moreover, comparing the orientation tensor component A1 of the experimental observation from
GR via CR to ER for both Model I and Model II (from Figures 7c, 8c, 9¢, 10c, 11c and 12c), the A1q
component at the central line is increased by the convergent structure and then gradually reduced
by the divergent structure. The variation of the FOD is quite different for Model I and II. Specifically,
from Figures 7c and 10c, the A1 of the Model I is much higher than that of Model II at GR. In addition,
the A11 of the Model I is also higher than that of Model II at CR and at ER. Overall, the stronger
alignment in flow direction presented in A1 of Model I is expected to provide stronger mechanical
properties (including tensile modulus and tensile stress), which is consistent with that in mechanical
property testing. The reason for this difference is due to the entrance effect that occurs when melt
flows through the edge gate design. That entrance effect will further provide some flow-induced fiber
orientation to the melt, which will further enhance the tensile properties of Model I, as described
in Ref. [30]. Moreover, from the comparison of the fiber orientation tensor components between
the numerical simulation and experimental results, the numerical simulation, with consideration of
flow—fiber coupling, is much closer to the experimental observation.

4.4. Melt Flow Behavior under the Influence of Flow—Fiber Coupling

Finally, during the injection molding processing, the molten plastics are delivered from the sprue
via the runner and gate and flow into the cavity. The melt flow front behavior is presented in Figure 13.
Clearly, when the flow—fiber coupling is considered, the melt flow front exhibits “convex-flat-concave”
behavior, while it shows “convex-flat-flat” behavior without flow—fiber coupling. This phenomenon is
due to the free surface advancing faster along the side walls of the cavity due to the flow—fiber coupling
effect. This flow—fiber coupling-induced melt flow behavior is similar to that described in Ref. [29].
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Figure 13. The melt flow front for the PP + SF composite in the injection molding simulation, (a) without
flow—fiber coupling, (b) with flow—fiber coupling.

5. Conclusions

In this study, we have tried to investigate the flow—fiber coupling effect on FRP injection parts
using a more complicated geometry system with three ASTM D638 specimens through both simulation
prediction and experimental observation. Results showed that in the presence of the flow—fiber
coupling effect, the melt flow front advancement presents some variation, specifically the original
“convex-flat-flat” pattern will change to a “convex-flat-concave” pattern. This observation is consistent
with that of Tseng and Favaloro [30], in that it is a simple end-gated plate system. Furthermore, through
the fiber orientation study, the flow—fiber coupling effect is not significant at the gate region (RG).
It might result from the strong shear force to hold down the appearance of the flow—fiber coupling.
However, at the end region (ER), since the shear force becomes lower, the flow—fiber coupling effect tries
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to diminish the flow direction orientation tensor component A1; and enhance the cross-flow orientation
tensor component Ay, simultaneously. It ends up with the cross-flow direction dominance at the ER.
This fiber orientation distribution (FOD) behavior variation to cause the flow—fiber coupling behavior
has been verified using micro-computerized tomography (u-CT) scan and images analyses. This overall
A11 dominance of the FOD arrangement for Model I has provided stronger tensile properties that are
consistent with the experimental observation via tensile test.

Author Contributions: Conceptualization, C.-T.H.; methodology, C.-T.H.; software, C.-T.H. and C.-H.L.;
validation, C.-T.H. and C.-H.L.; formal analysis, C.-T.H. and C.-H.L.; investigation, C.-T.H.; resources, C.-T.H.;
data curation, C.-T.H. and C.-H.L.; writing—original draft preparation, C.-T.H.; writing—review and editing,
C.-T.H,; visualization, C.-T.H. and C.-H.L.; supervision, C.-T.H.; project administration, C.-T.H.; funding acquisition,
C.-T.H. All authors have read and agreed to the published version of the manuscript.

Funding: This research was funded by Ministry of Science and Technology of Taiwan (Project number: MOST
108-2221-E-032-013-MY2).

Acknowledgments: The authors would like to thank Ministry of Science and Technology of Taiwan, R.O.C. (Project
number: MOST 108-2221-E-032-013-MY2) for partly financially supporting this research. The authors deeply
appreciate Tzu Hung (Dusty) Lin, Likey Chen and their team from MCL Multiscale X-ray CT laboratory, Industrial
Technology Research Institute (Taiwan) for great technology supports in u-CT scan measuring experiments.
The authors also deeply appreciate Huan-Chang Tseng (Moldex3D) for his consultation regarding the iARD-RPR
and the revised IISO models. The authors also thank Jia-Hao Chu and Wei-Wen Fu for providing some simulation
and image analysis data.

Conflicts of Interest: The authors declare no conflict of interest.

References

1.  Roser, M. Two Centuries of Rapid Global Population Growth Will Come to an End. Available online:
https://ourworldindata.org/world-population-growth-past-future (accessed on 18 June 2020).

2. Schmidt, C,; Li, W,; Thiede, S.; Kara, S.; Herrmann, C. A methodology for customized prediction of energy
consumption in manufacturing Industries. Int. J. Precis. Eng. Manuf.-Green Technol. 2015, 2, 163-172.
[CrossRef]

3. Ritchie, H.; Roser, M. CO2 and Greenhouse Gas Emissions. Available online: https://ourworldindata.org/co2-
and-other-greenhouse-gas-emissions (accessed on 18 June 2020).

4. EPA of USA. Sources of Greenhouse Gas Emissions. Available online: https://www.epa.gov/ghgemissions/
sources-greenhouse-gas-emissions (accessed on 18 June 2020).

5. U. S. Department of Energy Report, Lightweight Materials R & D Program; Vehicle Technologies Office:
Washington, DC, USA, 2013.

6.  Othman, R.; Ismail, N.I; Pahmi, M.A.A.H.; Basri, M.H.M.; Sharudin, H.; Hemdi, A.R. Application of Carbon
fiber reinforced plastics in automotive industry: A review. J. Mech. Manuf. 2018, 1, 144-154.

7. CompositesWorld Report. The Markets: Automotive. Available online: https://www.compositesworld.com/
articles/the-markets-automotive (accessed on 19 August 2020).

8.  Thomason, J.L.; Vlug, M.A. Influence of fiber length and concentration on the properties of glass
fiber-reinforced polypropylene: Part 1-Tensile and flexural modulus. Compos. Part A 1996, 27, 477-484.
[CrossRef]

9.  Thomason, J.L. The influence of fibre length and concentration on the properties of glass fibre reinforced
polypropylene: Interface strength and fibre strain in injection moulded long fibre PP at high fibre content.
Compos. Part A 2007, 38, 210-216. [CrossRef]

10. Wang, C.; Yang, S. Thermal, Tensile and Dynamic Mechanical Properties of Short Carbon Fibre Reinforced
Polypropylene Composites. Polym. Polym. Compos. 2013, 21, 65-71. [CrossRef]

11. Cilleruelo, L.; Lafranche, E.; Krawczak, P; Pardo, P; Lucas, P. Injection moulding of long glass fibre reinforced
poly(ethylene terephtalate): Influence of carbon black and nucleating agents on impact properties. Express
Polym. Lett. 2012, 6, 706-718. [CrossRef]

12.  Folgar, F; Tucker, C.L. Orientation Behavior of Fibers in Concentrated Suspensions. J. Reinf. Plast. Compos.
1984, 3, 98-119. [CrossRef]

13. Advani, S.G.; Tucker, C.L. The Use of Tensors to Describe and Predict Fiber Orientation in Short Fiber
Composites. |. Rheol. 1987, 31, 751-784. [CrossRef]


https://ourworldindata.org/world-population-growth-past-future
http://dx.doi.org/10.1007/s40684-015-0021-z
https://ourworldindata.org/co2-and-other-greenhouse-gas-emissions
https://ourworldindata.org/co2-and-other-greenhouse-gas-emissions
https://www.epa.gov/ghgemissions/sources-greenhouse-gas-emissions
https://www.epa.gov/ghgemissions/sources-greenhouse-gas-emissions
https://www.compositesworld.com/articles/the-markets-automotive
https://www.compositesworld.com/articles/the-markets-automotive
http://dx.doi.org/10.1016/1359-835X(95)00065-A
http://dx.doi.org/10.1016/j.compositesa.2006.01.007
http://dx.doi.org/10.1177/096739111302100202
http://dx.doi.org/10.3144/expresspolymlett.2012.76
http://dx.doi.org/10.1177/073168448400300201
http://dx.doi.org/10.1122/1.549945

Polymers 2020, 12, 2274 17 of 17

14.
15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

28.

29.

30.

31.

Advani, S.G. Flow and Rheology in Polymer Composites Manufacturing; Elsevier: New York, NY, USA, 1994.
Han, K.H.; Im, Y.T. Numerical simulation of three-dimensional fiber orientation in injection molding including
fountain flow effect. Polym. Compos. 2002, 23, 222-238. [CrossRef]

Vincent, M.; Giroud, T.; Clarke, A.; Eberhardt, C. Description and modeling of fiber orientation in injection
molding of fiber reinforced thermoplastics. Polymer 2005, 46, 6719-6725. [CrossRef]

Ortman, K.; Baird, D.; Wapperom, P.; Aning, A. Prediction of Fiber Orientation in the Injection Molding of
Long Fiber Suspensions. Polym. Compos. 2012, 33, 1360-1367. [CrossRef]

Phelps, ].H.; Tucker, C.L., IIl. An anisotropic rotary diffusion model for fiber orientation in short- and
long-fiber thermoplastics. . Non-Newton. Fluid Mech. 2009, 56, 165-176. [CrossRef]

Wang, J.; O’Gara, J.F; Tucker, C.L., III. An objective model for slow orientation kinetics in concentrated fiber
suspensions: Theory and rheological evidence. . Rheol. 2008, 52, 1179-1200. [CrossRef]

Wang, J.; Jin, X. Comparison of recent fiber orientation models in autodesk moldflow insight simulations
with measured fiber orientation data. In Proceedings of the International Conference of Polymer Processing
Society (PPS), Banff, AB, Canada, 4-8 July 2010.

Tseng, H.C.; Chang, R.Y.; Hsu, C.H. Phenomenological improvements to predictive models of fiber orientation
in concentrated suspensions. J. Rheol. 2013, 57, 1597-1631. [CrossRef]

Tseng, H.C.; Chang, R.Y.; Hsu, C.H. Method and Computer Readable Media for Determining Orientation of
Fibers in a Fluid. U.S. Patent 8,571,828, 29 October 2013.

Tseng, H.C.; Chang, R.Y.; Hsu, C.H. An objective tensor to predict anisotropic fiber orientation in concentrated
suspensions. J. Rheol. 2016, 60, 215-224. [CrossRef]

Tseng, H.C.; Chang, RY.; Hsu, C.H. Computer-Implemented Simulation Method and non-Transitory
Computer Medium Capable of Predicting Fiber Orientation for Use in a Molding Process. U.S. Patent
9,283,695, 15 March 2016.

Libscomb, G.G.; Denn, M.M.; Hur, D.U.; Boger, D.V. The Flow of Fiber Suspensions in Complex Geometries.
J. Non-Newton. Fluid Mech. 1998, 26, 297-325. [CrossRef]

VerWeyst, B.E.; Tucker, C.L., III. Fiber Suspensions in Complex Geometries: Flow/Orientation Coupling. Can.
J. Chem. Eng. 2002, 80, 1093-1106. [CrossRef]

Tseng, H.C.; Su, T.H. Coupled flow and fiber orientation analysis for 3D injection molding simulations of
fiber composites. Proceedings of PPS-34. AIP Conf. Proc. 2019, 2065. [CrossRef]

Favaloro, A.J.; Tseng, H.C.; Pipes, R.B. A new anisotropic viscous constitutive model or composite molding
simulation. Compos. Part A 2018, 115, 112-122. [CrossRef]

Tseng, H.C.; Favaloro, A.J. The use of informed isotropic constitutive equation to simulate anisotropic
rheological behaviors in fiber suspensions. J. Rheol. 2019, 63, 263-274. [CrossRef]

Huang, C.T.; Chu, ].H.; Fu, WW.,; Hsu, C.; Hwang, S.J. Flow-induced Orientations of Fibers and Their
Influences on Warpage and Mechanical Property in Injection Fiber Reinforced Plastic (FRP) Parts. Int. |.
Precis. Eng. Manuf.-Green Technol. 2020, 1-8. [CrossRef]

Grellmann, W.; Seidler, S.; Anderson, P. Polymer Testing, 2nd ed.; Carl Hanser Verlag: Munich, Germany, 2013.

@ © 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
@ article distributed under the terms and conditions of the Creative Commons Attribution

(CC BY) license (http://creativecommons.org/licenses/by/4.0/).


http://dx.doi.org/10.1002/pc.10427
http://dx.doi.org/10.1016/j.polymer.2005.05.026
http://dx.doi.org/10.1002/pc.22262
http://dx.doi.org/10.1016/j.jnnfm.2008.08.002
http://dx.doi.org/10.1122/1.2946437
http://dx.doi.org/10.1122/1.4821038
http://dx.doi.org/10.1122/1.4939098
http://dx.doi.org/10.1016/0377-0257(88)80023-5
http://dx.doi.org/10.1002/cjce.5450800611
http://dx.doi.org/10.1063/1.5088279
http://dx.doi.org/10.1016/j.compositesa.2018.09.022
http://dx.doi.org/10.1122/1.5064727
http://dx.doi.org/10.1007/s40684-020-00226-2
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Theoretical Background 
	Models for Polymer Fluid Mechanics 
	Models for Fiber Orientation Kinetics 
	Models for Evolution of Viscosity by Flow–Fiber Coupling 

	Injection Molding System and Related Information 
	Simulation Model and Related Information 
	Experimental Equipment and Related Information 

	Results and Discussion 
	Mechanical Property Test 
	Fiber Orientation Effects With and Without Flow–Fiber Coupling 
	Correlation between Mechanical Property and Fiber Micro-Feature 
	Melt Flow Behavior under the Influence of Flow–Fiber Coupling 

	Conclusions 
	References

