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PARAMETER OPTIMIZATION OF INJECTION MOLDING PROCESSING BASED ON
CAE AND DOE TECHNOLOGY
Huang Song, Wang Xishun
( School of Mechanical and Automotive Engineering, South China University of Technology, Guangzhou 510640, China)

ABSTRACT Taking printer top cover as an example and volume shrinkage rate, warpage value and sink marks index as investi—
gation indicators, effects of injection molding process parameters including mold temperature, melt temperature, injection time, pack-—
ing time and packing pressure on the indicators were studied by combining CAE and DOE techniques. The forecasting models of volume
shrinkage rate, warpage value and sink marks index were gained by the regression of DOE software and optimal process parameters were
solved by using the forecasting models simulation experiments. The feasibility of the method was validated by testing.

KEYWORDS injection molding, CAE, DOE, process parameter optimization
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