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OPTIMIZATION RESEARCH OF GAS-ASSISTED INJECTION MOLDING PROCESS PARAMETERS
Jin Junli', Zhao Chuan’, Yang Jie’
(1. College of Science, Huaihai Institute of Technology, Lianyungang 222005, China;
2. College of Mechanical Engineering, Chongqing University, Chongqing 400030, China;
3. Chongging Communication College, Chongqing 400035, China)

ABSTRACT In order to solve defects occured in gas-assisted injection molding( GAIM) parts, the process parameters which
could influence parts quality were optimized and researched by the means of numerical simulation. Firstly, the mathematics model of
GAIM was established, and main process factors which influenced the quality of GAIM parts were educed from this model. Secondly,
the relationships between the key process parameters such as melt pre-injection volume, melt/gas delay time, gas filling pressure and
melt injection temperature and the defects of GAIM parts were analyzed by the means of numerical simulation. Finally, based on the re-
sults of numerical simulation analysis, the process parameters of GAIM parts were optimum selected and set.

KEYWORDS gas-assisted injection molding, parameters optimization, numerical simulation
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