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PROCESS PARAMETERS OPTIMIZATION OF GAS-ASSISTED INJECTION MOLDING BASED ON
ORTHOGONAL EXPERIMENTAL DESIGN
Lai Jiamei, Luo Zhang, Liu Hesheng, Jiang Xiongxin, Huang Xingyuan, Xiong Aihua

(School of Mechanical and Electrical Engineering, Nanchang University, Nanchang 330031, China)
ABSTRACT The 21 inches color TV front cabinet was used as an example and Moldflow 2010 software was used for CAE

platform, the gas penetration degree and warp effect of parts during gas-assisted injection molding(GAIM) were investigated with

melt temperature, mold temperature, melt injection time, gas delayed time, and gas injection pressure as the key process parameters.

The CAE results were analyzed by orthogonal method and range analysis. The optimum parameters was determined and then verified

that it was reasonable.

KEYWORDS gas-assisted injection molding, color TV front cabinet, orthogonal experimental design, process parameters
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