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Fender Forming Process Based on Continuous Hopfield Network Model

Zheng Shuowen, Liu Hongbin, Che Yingtian
(Faculty of Mechanical and Electrical Engineering, Kunming University of Science and Technology, Kunming 650500, China)

Abstret : Taking fender of electric vehicle ‘as research-object,. the three indicators of shrinkage marks index, shear
stress and warpage as optimized indicators, the standard deviation method was adopted to calculate the weight of the three
indicators. Comprehensive evaluation value was calculated according to weight and efficacy coefficient method. The initial optimal
parameters were obtained through the analysis of range and variance, and then the parameters were optimized using continuous
Hopfield network model and the best process parameters were obtained. The best parameters were simulated using Moldflow
software. The results show that the three optimization indexes are shrink mark index 0.027 3%, shear stress 0.2814 MPa and
warpage 1.085 mm respectively. The proposed method based on the efficiency coefficient method and continuous Hopfield network
model can improve product quality and shorten the test cycle, and provide a new solution for injection molding product optimization.

Keywords : plastic molding ; standard deviation method ; multi-objective optimization ; efficacy coefficient method ; Hopfield
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