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Parameter setting optimization in injection molding process using
aggressive space mapping
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Abstract: Aggressive space mapping algorithm is investigated to optimize injection molding parameter for saving time
and experiment costs. Penalty term is used to guarantee the uniqueness of result of parameter extraction in each iteration.
Optimal injection molding parameter related to size index is obtained by using fewer experiment results and information of

coarse model. Time and experiment costs are saved. Experiments on Moldflow analysis software show the effectiveness of

the algorithm.
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