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Injection Molding Based on Moldflow
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Abstract : Based on the software Moldflow, the layout of the drawer model with one mode and two cavities and the mesh division
of the finite element were carried out,and the Moldflow analysis and optimization were completed. The results show that through

multiple comparison and parameter optimization adjustment, a set of reasonable gating system scheme is finally established,

which improves the production efficiency, reduces production defects and shortens the production cycle.
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Fig. 1 Schematic of the plastic drawer
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Fig. 3 Aspect ratio and optimization of mesh
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Tab. 2 Empirical sizes in water pipe design
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Fig. 6 Filling diagram of the drawer plastic parts
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Fig. 7 The weld line and cavitation distribution diagram
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Fig. 8 Default values of part temperature (left) and mold temperature (right)
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Fig. 9 Optimized part temperature (right) and mold temperature (left)
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Fig. 10 Default value for effect deformation,cooling deformation,and shrinkage deformation
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