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Optimization and Test Verification of Injection Parameters of Large Flow Length Ratio for
Rear Abrasion Strip
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Abstract : By analyzing the model of rear abrasion strip of a.certain brand bus, it is'found that the whole product is streamline

distribution, and the effect of single gate is the best./The mold surface‘temperature, injection pressure, holding pressure, holding

time were studied. The results show that'when the'mold surface temperature is 90°C, the injection pressure is 106 MPa, the hold-

ing pressure is 80% of the injection pressure, the holding time is 12 s, the sum of warpage at N28258 and N27632 is the minimum.

The process parameters of this group were-tested and verified. It is found that there is no obvious warping phenomenon at N28258

and N27632 points, the surface of the products is smooth, and the gap between the gauges and the products is uniform and the light

transmission is consistent after the gauges are detected.

Keywords : flow length ratio ; mold surface temperature ; injection pressure ; holding pressure ; holding time ; orthogonal test
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