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Research of optimizing parameter for injection compression process
using PVT control method
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Abstract
In recent years, plastic products have been widely used in daily necessities, precision
medical devices and even aerospace industries because of their simple processing, low
cost, unrestricted product geometry and diversified selection of raw materials. With the
progress of the times, the standard of injection molding has been gradually improved.
Therefore, the accuracy and quality of products or production methods need to be
improved before they can enter the market.
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