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Parameters Optimization of Injection Molding Process of PUR-Wheel Based on Moldflow

‘Wu Jun, Cai Jianchen

(Department of Mechanical Engineering, Quzhou College, Quzhou: 324000, China)

Abstract : A mold and five cavity injection molding system was designed by a polyurethane(PUR) wheel as the research object.

It is arranged in a balanced manner. The orthogonal experiment scheme of five factors and four levels was established by the injec-

tion temperature, the mold temperature; the injection timey; the holding pressure and the holding time as the influential factors. Test

results show that : the factors that affect the quality of the workpiece quality injection temperature >injection time >mold temperature

>holding time >holding pressure. The injection temperature and injection time have the greatest influence on the quality of the plas-

tic parts. The results of orthogonal experimental is : the optimum injection molding process parameters is the injection temperature

175°C, mold temperature 40°C , injection time 30.8 s, packing pressure 50 MPa, compress time 16 s. Processing and testing verifi-

cation results show that the optimal warpage deformation is 0.2404 mm, in line with the actual process needs.
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