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DESIGN OPTIMIZATION OF TURNING LID MOLDING PROCESSING PARAMETERS

BASED ON THE ORTHOGONAL EXPERIMENTS
He Huabo

( Faculty of Engineering, Ningbo University, Ningbo 315211, China)

ABSTRACT By the combination of orthogonal experiments and moldflow simulation tests, the surface shrink marks of a turning

lid under the combined effects of multi-molding process parameters are analysed. By using fewer number of simulation test, the experi—

ment data which can basically reflect the overall situation are obtained. In addition, the effects degree of different molding process pa—

rameters for surface shrink marks are researched, and the optimized parameter combination is obtained. The one-sidedness of individual
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analysis of the various factors is avoided and the unreasonable appearance of process parameter settings are solved. With the help of re—

sults, the mold developing schedule is accelerated, the cycle of product development is shortened, and the quality of products and the

competitive ability of enterprise is improved.

KEYWORDS moldflow, orthogonal experiment, shrink marks, minimization, process parameters
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