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Abstract : Taking melt temperature, mold temperature and packing pressure which could influence the quality of air

conditioner as the design variables, warpage deformation of air conditioner panel as the objective function, an orthogonal experiment

project with three factors and five levels was designed, then finite element analysis for each project was made with Moldflow

software, the combination of optimal process parameters are that the melt temperature is 270°C, the mold temperature is 60°C and

the packing pressure is 70 MPa. The results show that, under the combination of optimal process parameters, the maximum warpage

deformation after optimization of air conditioner panel reduced from 2.667 mm(before optimization) to 1.032 mm . The combination

of optimal process parameters is applied to actual production, the warpage deformation of air conditioner panel is ameliorated

significantly.
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