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Processing Parameters Optimizing Design in Building Template with

Injection Molding Based on CAE Technique

GUO Mei', LI Jinguo'*, LIU Hong'

(1. College of Mechanical Engineering,Zhejiang University of Technology , Hangzhou 310014, China;
2. Mold Design Research Institute, Taizhou Vocational & Technical College , Taizhou 318000, Zhejiang, China)

Abstract: As an important construction tool, building template is used to ensure the flatness of the concrete wall.

Because of the larger area and thickness wall of building template, it is easy to warp deformation, which unable to meet

modern architectural requirements. Combination of engineering experience and CAE, the gating system and cooling

system were established. Based on orthogonal experiment method, the key process parameters were optimized and the

best process parameters were obtained. Through testing on the spot the results show that the warpage of the template is

controlled and meets the requirements of industry standards. [ Ch,11 fig. 6 tab.9 ref. ]
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Figure 9  Optimization course of orthogonal experiment
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Table 3 Level of the processing parameter
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Figure 10  Analysis of the index trend and factor
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Runner System Design of the Gas-Assisted Injection
Mold for Plastic Knife and Fork

MOU Yinan', HE Jianjun’

(1. College of International,Zhejiang University of Technology, Hangzhou 310023, China;
2. Zhejiang Jindian Mold Co. , Ltd. , Taizhou 318020, Zhejiang, China)

Abstract : Gas-assisted injection molding( GAIM) is a special injection molding process with less perfect design system
on products and mold. Taking a plastic knife and fork as a example, this paper introduced the running gate system
design in GAIM mold based on the simulation on filling flow of plastic melt and preservation of gas, the design is
evaluated the design by the fill regions of melt and gas cores. Feasible process parameters were also recommended based
on the simulation-design. [ Ch,5 fig. 10 ref. ]

Key words:mold design ; gas-assisted injection molding ;simulation ; running gate system
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