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CAE Analysis of Instrument Shell Plastic Injection Molding
Wang Fei', Gu Nan', Wei Dazhong’, Cao Zhengkai", Hu Xiang’
(1. Automation School of Beijing University of Posts and Telecommunications, Beijing 100876, China ; 2. Beijing Institute of Control Engineering,
Beijing 100190, China ; 3. Department of Electronic Technique, China Maritime Police Academy, Ningbo 315801, China)

Abstract : Due to the high rejection rate of polycarbonate(PC) / acrylonitrile butadiene styrene plastic(ABS) instrument shell
in the actual production, Pro / E was used to make three-dimensional'modeling of the instrument shell. Based on MPI software
for analysis of its simulation of the injection molding process, including filling, flow, holding pressure, cooling, warpage, the
best location of the gate, location of welding marks, location of cavitations, flowing time, holding pressure time, cooling time,
temperature distribution and other accurate information was got. The gating system was optimized and the best gate project was
got. The factors affecting the cooling system cooling effect were analyzed one by one by controlling variable method and the
corresponding optimization programs was obtained. The orthogonal test method was used to analyze the warping deformation, the
change of the warping deformation of PC/ ABS instrument shell under different conditions of melt temperature, holding pressure,
cooling time was compared. Finally, the optimized combination of process parameters of the shell was got, the success rate of the
meter shell production was improved.
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