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Injection Simulation and Molding Project Optimization for Electric Tools Shell
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Abstract: Injection molding of electric tools shell was simulated by the technology of Moldflow / MPI. The situation of filling

in the process of molding was predicted, and the pressure distribution, temperature distribution, clamp force, shrinkage of cavity

were calculated. The gate shape, cooling system were optimized base on the result of injection simulation, which ensured the design

of mould more reasonable. The molding process after optimizing were applied to actual production, which shorten the cycle of mould

testing.
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