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Injection Molding Process Parameters Optimization of Air Conditioning Connector
Zeng Wei', Zhou Xizhi' ?, Qian Yingping' >, Liu Dan', Cheng Cheng'
(1. School of Mechanical Engineering, Hubei University of Technology, Wuhan 430068, China ;
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Abstract : Taking air conditioning connector plastic products as an example and the warpage value as evaluation index,

combined with orthogonal experiment, the effects of injection molding process parameters such as mold temperature, melt

temperature, holding pressure, holding time on the warpage of the products were studied. Orthogonal experimental results were

analyzed by the range method and the primary and secondary effects of the process parameters on the warpage were gained. Finally

the optimal combination of the process parameters is obtained, which is that the mold temperature is 60°C, the melting temperature

is 240 °C, the holding pressure is 35 MPa and the holding time is 15 s. The warpage value under the optimal combination of the

process parameters is 0.0921 mm.
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