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APPLICATION OF NUMERICAL SIMULATION IN INJECTION MOLDING
Zhu Chundong, Shao Songtao, Zhu Hongyan

( College of Material Science and Engineering, Wuhan University of Technology, Wuhan 430070, China)

ABSTRACT By using the numerical stimulation analysis software, based on the analysis and optimization of gate position, dwell

pressure and cooling condition. The effects of parameters such as dwell pressure, melt temperature, dwell time on the warp and reduc—

tion in volume of injection moulding part were analyzed, and the reasonable molding parameters were provided.
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