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OPTIMIZATION OF PARAMETERS IN INJECTION MOLDING BASED ON

MULTI-TARGET COMPREHENSIVE EVALUATION
Zhao Guo, Xin Yong

( Institute of Mechanical and Electronic Engineering, Nanchang University, Nanchang 330031, China)

ABSTRACT For the complexity of injection molding process, the diversity of factors influencing part quality and the multiformi—

ty of quality evaluation standards, the influences of the process parameters( mold temperature, injection time, hold pressure, hold

time, etc.) on the comprehensive quality( maximal warp, volume shrinkage ratio and surface sink index) of mobile phone cover injec—

ted part are studied by using Moldflow analysis software and orthogonal experiment method. The comprehensive quality of injection part

is evaluated by using comprehensive valuation equation of fuzzy weight. In this way, the optimized process parameter scheme is ob-

tained and validated.

KEYWORDS injection molding, orthogonal experiment, comprehensive quality, process optimization, fuzzy weight
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