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OPTIMUM DESIGN OF PROCESS PARAMETERS IN MICROCELLULAR
FOAM INJECTION MOLDING
Zhang Zhilian, Jiang Bo
( School of Mechanical and Electrical Engineering., Beijing University of Chemical Technology, Beijing 100029, China)

ABSTRACT Based on CAE and Taguchi DOE technology, the influence of process parameters on foam ABS was investigated in
microcellular injection molding. The results indicated that CAE and Taguchi DOE technology was an effective method to investigate and
optimize the process parameters; the melt temperature and injection time had great influence on bubble diameter, while injection pres—
sure and mold temperature had little influence within the range of selected process parameters. The results also showed that the bubble
diameter could be increased by reducing injection time, increasing melt temperature and injection pressure.

KEYWORDS microcelluar foam, injection molding, optimization, bubble diameter, ABS
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