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Moulding Quality Analysis and Mould Design of Connecting Transition Pipe based on Moldflow
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Abstract : The model of the connecting transition tube was analyzed, and the wall thickness was found to be between 0.057—
4.945 mm, with an average wall thickness of 2.5 mm. The thinnest part appeared at the inverted feature, and the thickest part
appeared at the outer spiral feature. In the same area of the product under different parameters, five points were selected for compari-
son, which were denoted as A, B, C,D and E. After comprehensive comparison, the gate matching at point A is 0.913 1,and the flow
resistance at point A is 0.191 6, which are obviously better than other positions. The single gate at point A is the most suitable place.
Different sequences were set in Moldflow software to simulate the molding process of products, and the cooling system was set
reasonably. The warping rate of the outer helix is 0.38%, which is within the acceptable range. For the characteristics of the thread
column of the fixed mold part, only the inner hole of the thread is formed, which greatly simplifies the mold structure, improves the
durability of the mold, and reduces the failure rate of the mold. To the product inverted characteristics, the use of "fixed mould ejec-
tion + moving mould oblique top ejection" mode of molding.

Keywords : Moldflow analysis ; inverted characteristics ; outer spiral characteristics ; front die ejection ; rear die inclined

top ; the mould structure
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