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Optimizing the Injection Molding Process for Cooling Filter
Using Computer Simulation and Taguchi Methods

Seung-Hoon Lee + Byeong-Hyeon Min + Byeong-Gon Kim

Division of Mechanical and Industrial Engineering, Dong-eui University, Busan, 614-714

The injection molding process is a one of the most efficient techniques for manufacturing plastic parts of
complex shape at low cost. In injection molding, molten plastic material is injected into the mold and
cooled. Selection of molding conditions greatly affects the quality of molded parts. In this case study, we
attempted to optimize the injection molding condition for a cooling filter using Taguchi experimental
design methodology. The injection molding experiments were carried out using the Moldflow simulation

software.
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