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Optimization of Injection Molding Process Parameters for Air Conditioning Plane Frame
Based on Minimization of Sink Index
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(1.Hunan Provincial Key Laboratory of Health Maintenance for Mechanical Equipment, Hunan University of Science and Technology,

Xiangtan 411201, China ; 2.Hunan Vocational Institute of Technology, Xiangtan 411104, China)

Abstract : Aimed at the problem that the sink marks is easy to appear in the frame thin-wall plastic products with grid, the

research on the optimization of injection molding process parameters for air conditioning plane frame based on the minimization

of sink indexis was carried out. First, the 3D model of air conditioning plane frame was built, the gating system and cooling flow

channel were designed. Based on the use of moldflow simulation and four levels orthogonal experiment L,4(4°), injection time,

mold temperature, melt temperature, relative packing pressure and packing time were designed as variables. The influence of

various parameters on the sink mark index were obtained by using the range analysis and variance analysis, and the optimal process

parameters combination were obtained, the sink mark index was decreased to 2.159%. Finally the method was confirmed to be

effective by using injection molding experiments. It provides a new way of low-cost and high-quality design for the frame thin-wall

plastic products.

Keywords : air conditioning plane frame ; process parameter ; orthogonal experiment ; sink mark index
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