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INJECTION MOLDING ANALYSIS AND DIE STRUCTURE OPTIMIZATION OF THICK PLASTICS
Qin Zhenming' , Wang Xiaojin>, Guo Jianfen', Wang Danyong', Jia Huamin'

(1. CNGC Institute 53, Jinan 250031, China;

2. College of Chemistry and Chemical Engineering, Anyang Normal University, Anyang 455002, China)

ABSTRACT Injection mould flow of three kinds of thick plastic parts was simulated by MoldFlow software. The simulation re-

sults were compared in fill time, weld line quality, volumetric shrinkage, air traps and warp, etc. As a result, merits and shortcomings

of every part were found to give an important data reference for a certain enterprise to produce a reasonable mould structure.
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