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OPTIMIZATION DESIGN OF INJECTION MOLDING FEED SYSTEM FOR
MOTORCYCLE PART BASED ON MOLDFLOW SOFTWARE
Wang J iying
( Department of Mechanical and Electrical Engineering, Guangdong Baiyun University, Guangzhou 510450, China)
Li Jiexin
( Department of Injection Moulding, Luoyang North Enterprise Group Limited Company, Luoyang 471003, China)

ABSTRACT In order to reduce injection defects and increase success rate of trial-moulding, the software Moldflow was adopted
to simulate the injection mould of the motorcycle part. The influence of gates, cold runner structure and molding parameters on injec—
tion time, weld marks and gas cavity positions were analyzed, the optimal injection position and cold runners were obtained, and the
structure of the plastic mould of motorcycle part was improved.

KEYWORDS Moldflow, motorcycle part, feed system, optimization design
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