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Optimization of High Gloss Forming Parameters of Fog Lamp-Cover Plate based on MPI
Huang Ke, Zou Huajie, Liu-Jiang, Wang Yong
(Changzhou Vocational Institute of Mechatronic Technology, Changzhou | 213164, China)

Abstract : The structure of fog lamp cover of a certain car was analyzed, and the forming process of F1, the main specular
surface, was tracked through the whole process. The fixed point A on-‘the surface, was selected as the investigation point. CAD
Doctor 2016 software was used to remaove the small features.of 3D entities, improve the mesh matching rate and repair mesh defects.
The factors that have the greatest influence on the condensing layer, such as melt temperature, mold surface temperature and gate
length, were selected as the research objects.. Moldflow 2018 analysis software was used to construct the three-factor, three-level
orthogonal experiment. After range-analysis,-it was concluded that the freezing layer factor at point A was the smallest, which was
0.1, under the optimal parameter combination, namely melt temperature 270 °C., mold surface temperature 100 °C and gate length
4 mm. It was further verified by injection test that under the optimal parameter combination, the surface of fog lamp cover plate was
smooth and clean, no color difference, silver wire, weld line and other injection defects.

Keywords : high gloss molding ; freezing layer factor ; melt temperature ; mold surface temperature ; moldflow analysis ;
orthogonal test
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