535 B 4
2013 4 04 A J.

X LT ®# XK ¥ % #
Wuhan Inst. Tech. Apr. 2013

Vol. 35 No. 4

NEHS 1674 -2869(2013)04 - 0078 - 04

HEIE % P 1 O AL

%K’J‘é\ aX'] 'J":J‘:ai']

kA% K B

(R B TARABRLFER, H XX 430205)

B E W R E O T R A P R A ) R B R R R TR U e 7 A B AR,
FEEN B SR WESERRE. B AENERAMRES BT LZSHEMRE KA THE. &8
—AREENE KRR RGBT, FRNBEE R BRI A RWE% . HEEE A1 08
BERMERB R U EERT LA SRS BB (UK TR AR AR B E 5K 8 E7E 48 0 18] PR 5 3 1%
T BRI R A, SORT R R 7 A B RS A% ZE B B 4 7 5. Rt CAE $ORBOR M2 B3 A B Bk,
VIREFEZ R R 0], R R B A B TR B E L0 AT 1 3 ORI 98 1 07 38 1 B0 A T S AR R 7
TTR—IEER MR U, R 2 T M S, KRB 0. 533 2 mm; 77 5 TR RIR HH IUTE ER X,
BREIIEE R REREN 0.497 L mm s FREFERH AL EERXE, KM TREL - RERE
' 0.437 3 mm. BRI ILES, I REA RN FEB G RN RAE T RESH  HE MR

2 JE .

K Moldllow; HEFE Z 48 8 O (AL Bt i

th B 4y %5 : TQ320. 662 SCRAERINAD A

0 5 7

B I PR i A BB Y Y R S E I, 2 2R
ERGHREA I 2 —, Kt B2 i
RIEFER BN REY . HRITA G, BIAFE
TN TE 2 A S I R AR ST A R R
o R S Bk B A G B R B BRI R
TPASRKER, HEEE AN B R =
SRR DL AR BAT LA 5 052 4 H 25 AN
SUREE TR AR A BB 456, 7R XETE 2 I ] 9 8
Bl 3 BT R AT R AR R A, ST 4R R 7 o B A
BRRER BT R SEEMEH BRI,
CAEGHEMLA B TA HAR LR EER R AT
FRPRAE)™ dh R 3 R 7 DR 57 3l i JE 5 TR R
A AR B R A L AR S i 28 R A TR AE 3
78 HLWE, W R AT I DR R b 7 R T 2 4
(38 BE s AT O HE o B) e S, AL R P A 5
R AL T AR M A JE T LB M 2K . B A
Moldflow (B4 28 a2 05 B T B # 344) XF A [
PO AE T RETHE, DR RN RO R,
PLALE IR Ao B, J8/h B i R T B, 4R R ™ A 1
AR .

Y5 H #9:2013-01-19

doi: 10. 3969/j. issn. 1674-2869. 2013. 04. 017

1 LGRS

L1 HERMENGLE

R PROE #k fF & 57 28 (F BE R, %% i IGES
1% 205 T A Moldflow, 3R FI XU i R #4754 »
BEARIT o FEEME 1 Frx. SR RRE
WOCREEMRSEC R 1 in. IRER 1 &
BRTZSH0 B0 27 C i ERE 202 T £}
JE BB R B R 1 1 85 0 i 80 %6, B A IR] 43 51
HM1.2sH1s.

1 ARTER

Fig.1 Finite element mldel

BEETH B8 HE TS AWRE E (B20128803) ; i 1T B & 4% = SR8 (2010021
EER AN " /NE(1980-) . Lo, WAL Ah#E A PRI, AR . BF 5 07 1« AL R iR 4 AU i B d S L



%44

e R F MR D it 79

1 BAKIZMESHY

Table 1 The PP main performance parameters
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Moldflow-based optimization design of injection mould gate
for box-shaped part

YUAN Xiao-hui, LIU Xiao-ning , LIU Bing , CHENG Jing-fan, ZHANG Bei
(Wuhan Vocational College of Software and Engineering, Wuhan 430205, China)

Abstract; Warpage is the main defect of the box-shaped parts in the injection molding production
process. There are many factors, including the process parameters, manufacturing and design, leading
to defects. Traditional mold design is based on the experience of the designers, but with the increasing
high demand of the products and the increasing competition, it is difficult to design a good program
with low costs and high quality only relying on the engineering and technical personnel. So, CAE
becomes more popular. Three injection molding processes for a box-shaped part were simulated by
Moldflow software in which the simulation results of melt flowing and filling status, and warping
deformation were compared and analyzed: In the plan one, weld lines appear in the rectangular frame,
deformation trend is concave and maximum deformation is 0. 533 2 mm; in the plan two, weld lines
appear in the subject area, deformation trend is convex and the maximum deformation is 0. 497 1 mm;
in the plan three, weld lines appear in the subject area, each part deformation is basically the same and
maximum deformation is 0. 437 3 mm. At last, the optimum gate is obtained for molding and the tryout
period reduces a lot.

Key words: Moldflow;the box-shaped part; gate; optimization design; injection mold
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