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Fig.5 Relationship between gas
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Table 3 Process parameter in GAIM experiment
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Fig. 11 Relationship between gas

pressure and gas penetrated length
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Trends of process parameters impact on forming quality of
part during the gas-assisted injection molding

Qiu Shuijin, Jiang Shaofei, Chai Guozhong,Lu Congda

( Key Laboratory for Mechanical Manufacture & Automation of Ministry of Education ,
Zhejiang University of Technology, Hangzhou 310032 ,China)

[ Abstract] This paper investigates process optimization for the specific rib with section s-3 during the gas—
assisted injection molding firstly, which is to get relationship between process parameters and quality evaluations,
based on the Taguchi experimental design. Then, in the light of the above process conditions, a comparative study
of four different cross—section ribs are done, to investigate trend of the impact of the single process parameter on
forming quality, by changing one of the parameters while the others remain unchanged.

[ Key words | gas-assisted injection molding; rib; Taguchi experiment design
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Experimental study on enhanced coupling of
underground explosions by water - filled cavities

Wang Zhanjiang , Cai Zongyi ,Zheng Xuefeng , Zhu Yurong
( Northwest Institute of Nuclear Technology, Xi’ an 710024 ,China)

[ Abstract] A series of laboratory experiments have been performed to study the enhanced coupling of explo-
sions by placing them in water — filled cavities or in air — filled cavities on a half sphere apparatus of cement mortar
with 1.6 m in diameter. There is a cavity of 0.3 m in diameter at the center of the apparatus, the cavity can be
filled with water or inserted a core of cement mortar, the source conditions consisted of tamped source and spherical
cavities with a spherical charge of yield equivalent to 1. 00 g of TNT. Measurements consisted of longitudinal strains
of the aluminum bars sticking on the surface of the sphere apparatus at several points, and from which particle ve—
locities, displacements were obtained. On the basis of the results of these small — scale experiments, conclusions
are drawn concerning the coupling of the explosive energy. The effect of cavity decoupling in water is not as good as
in cement mortar. When the explosive source is detonated in a water — filled cavity, the stress wave coupled into
cement mortar is greatly enhanced. It follows that the damage of surrounding rock or dam by underwater explosion
would be more possibly compared to the explosion detonated in themselves with same yield and same distance, and
the enhanced coupling seems to be shown for air explosion nearby water.

[ Key words | underwater explosions; surrounding rocks enhanced coupling; cement mortar; stress waves;

cavity decoupling
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