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Automatic Setting and Optimization of Injection Molding Process
Parameters

ZHOU Hua—min, GAO Huang, ZHANG Yun, LI De—qun
(State Key Lab of Material Processing and Die & Mold Technology, Huazhong University of Science and Technology,
Wuhan 430074, China)

ABSTRACT: Process parameters are one of decisive factors impacting the quality of injection—molded parts. Setting
and optimization of them strongly rely on molding personal’ s experience and capability. Automatic setting and
optimization of process parameters are significant. However, many efforts must take to overcome difficulties in dealing
with so many process parameters, which are strongly coupled with characteristics of parts, molds and materials. In
recent years, in order to solve those difficulties, a growing number of studies have attempted to use computer
simulation and artificial intelligence technology, which is superior in computing and tackling strong—experience and
weak—theory problems respectively. According to methods, there are three categories: optimization based on simulation
and computation, expert systems or case—based reasoning, and Experiment design & optimization. This article focuses
on studies of these methods for automatic parameter setting and optimization in injection molding.
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