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Abstract

The gas-assisted injection molding
(GAIM) process, being an innovative
injection molding process, has good gas
pressure transmitting characteristics in the
melt that can assist the melt fill, pack and
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cooling in the mold cavity. This can
substantially improve the quality of the
products. Despite the advantages associated
with the process, molding window and
process control becomes more critical and
difficult since additiona  processing
parameters are involved.

For most recent GAIM process, to
achieve optimal inlet gas pressure or the gas
pressure development in the melt to obtain
the best products specification. The gas
pressure regulation mostly tuned by repeated
changing operating conditions, which relies
upon a trid and error procedure, to
accommodate and maintain the processing
parameters.

Therefore, this project developed a
parametric model base robust control system
to minimized the modeling effort and
simplify the controller tuning and yet still can
achieve the desired performance under the
variations of the process.
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