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Optimization Design of TV Deputy Shell Injection Molding Process Parameters
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Abstract : A TV deputy shell was taken as an research object, Taguchi techniques were used to arrange injection molding
simulation experiments for studying the effect of the sequence valve opening time, melt temperature, mold temperature, packing
pressure and packing time process parameters on the warpage and weld lines. Selecting these process parameters as variable factors,
Moldflow software was used for orthogonal table simulation. Through the comprehensive analysis, the optimal combination of
process parameters based on warpage and weld lines were gained to provide guidance for selecting the actual process parameters.
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