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OPTIMAL SEARCHING FOR TECHNOLOGICAL PARAMETER OF FORMING
PROCESS OF ABS GUSSET PLATE

Fu Xiujuan
( College of Polymer Materials Science and Engineering, Wuhan Institute of Technology, Wuhan 430073, China)

ABSTRACT Moldflow software was used for searching for optimal parameter of forming process of ABS gusset plate by simula—
ting real condition. Some main factors which influenced the process of injection molding were found out after the simulation analysis of
filling and flowing. The optimal injection pressure, clamp force, mold temperature, melt temperature, injection time, packing pres—
sure, packing time and cooling time for achieving the best ABS products were set down. The simulation result had theoretic and practi—
cal meaning to some extent.

KEYWORDS ABS gusset plate, simulation analysis, injection molding, technological parameter
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