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NUMERICAL SIMULATION FOR FUSE BOX UPPER COVER INJECTION MOLDING
Lin Qiquan, Wang Zhenqiu, Zhou Zhibin, Dong Wenzheng
(School of Mechanical Engineering, Xiangtan University, Xiangtan 411105, China)

ABSTRACT The fuse box upper cover injection molding process was simulated by using Moldflow software. By analyzing the
plastic flowing condition, the ultimate filling time and filling results, optimum filling time and pressure — holding time were obtained;
by analyzing the changes of cavity temperature, the welding lines, air traps distribution, shrinking, warping and other deformation de-
fects of products were forecasted and the simulation results were verified by actual forming. The experiment proved that the simulation
truly behaved the actual forming process and accurately forecasted the defects of the products, which proved the result of the injection
molding numerical simulation reliable.

KEYWORDS use box upper cover, injection molding, numerical simulation, Moldflow, fluidity, molding defect





