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Selecting the Optimum Condition of Injection Molding
Process by the Tagucht Method and Neural Network

~ Jung eui Hong
Department of Industrial Engineering Chungju National University

Defining the relationship between the quality of injection molded parts and the process condition is very
complicate because of lots of factors are involved and each factor has a non-linearity. With the development
of CAE(Computer Aided Engineering) technology, the estimation of volumetric shrinkage of injection mold
parts is possible by computer simulation in spite of restricted application. In this research, the Taguchi
method and Neural Network are applied for finding optimal processing condition. The percent of volumetric
shrinkage is compared on each case and shows neural network can be successfully applied.
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Opt.1 1 1 3 3 1 3 1.718987 0.326506 1.392481 -2.8757
Opt.2 1 2 3 3 1 3 1.711674 0.272735 1.438939 -3.1608
Opt.3 1 1 3 3 2 3 1.728694 0.283422 1.445272 -3.1989
Opt.4 1 3 3 3 1 3 1.742259 0.274127 1.468132 -3.3353
Opt.5 2 3 3 3 1 3 1.6747 0.254254 1.420446 -3.0484
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Opt. 5 2 3 3 3 1 3 0.942 -3.267
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