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CAD / CAE integration and Tagushi method in finding parameters injection molding of

polypropylene plastic in 2 cavities plastic injection molds plastic case study pencil box
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Abstract

An application of software simulation in flow of molten plastic for problem-solving in injection molding could reduce

setup times and testing costs. However, the levels of factors have not been assigned for the best parameters. The tools
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of design of experiments (DOE) were used as applications with software simulations for simulating the flow of molten
plastic. The results would show the real factors that affect to the defect in injected parts. This research used a software
package for simulating the flow of molten plastic integrated design of experiment using Taguchi method. These methods
were used for solve the defect of injected part, such as incomplete filling simulation of two mold cavities. The optimized
injection parameters were used melt temperature, mold temperature, fill time and adjusting the injection gate size .
Cause the complete filling part. The difference in filling time between two mold cavities decreases from 0.2953 seconds
to 0.1332 seconds. The workpiece is complete. Previously, the area at the end of the pencil box lid was not completely

injected.

Keywords
plastic injection molding; taguchi, CAD/CAE; polypropylene.
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