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Influence of Cooling System on Warpage and Deformation of ABS Automotive Rearview Mirror Shell
Zhao Tiande
(Wuzhou Vocational College, Wuzhou. 543002, China)

Abstract : The injection molding process of ABS automotive rearview.-mirror shell was optimized, and the process was deter-
mined as follows : barrel temperature , injection pressure, holding pressure, holding time and mould temperature are 260°C., 11 MPa,
2 MPa, 5.0 s and 60°C respectively..In addition, the'mold cooling system of automobile rearview mirror shell made of ABS material
was simulated by Moldflow software, and the optimal cooling scheme is determined : the diameter of cooling pipeline is 10 mm,
the number of pipeline is 1, the arrangement mode is arranged on one side of the mold, and the temperature of coolant is 20°C . The
simulation results show that the coolant temperature at the inlet and outlet of the cooling pipe is 20.02°C and 25.20°C respectively,
the total cooling time is 30.37 s ; the maximum ground temperature of the injection molding part is 60.21°C, the maximum warpage
deformation in the Z direction is 1.031 mm. In addition, the simulation results are verified by the actual injection experiments. The

results of 10 injection molding are very close to the simulation results, and the standard deviation is only 0.003 mm.

Keywords : automotive rearview mirror shell ; injection molding process ; simulation ; warpage
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