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Abstract

The influence of die geometry on internal melt fracture occurred during co-extrusion was investigated
in this work. Polypropylene (PP) and Polypropylene filled with 20 wt.% short-glass-fiber were used in the skin
and core layers, respectively. The experimental results indicated that the occurrence of internal melt fracture
was dependent on the die geometry, which was directly related to the pressure drop in the co-extruders.
Increasing the die length at the exit increased the amount of the internal fracture. However, the internal melt
fracture was minimized and finally eliminated by using dies with tapered configurations along the die length.
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