A1 75 08, % ST T 2 B8 CAE fRAL S A7 43

TEHmEREIZSH CAE R o

H 4

(BT R RS R B 5 TR 2 e, i 430073)

kT
(LI Be bR Bl 22 5 TR 2B, JLYT 332005)

WE B A Moldflow s m ik h) s E 4R A L L RABRATT RS, B R bl m A E 2 F o Rtz
JE A AR BERCRE B ARKE L RS RS AR R R ) etk B RS A dpat e, RAZARA T LA AL S LW R
HBE R IR A R AR ) AT R, R AL A2 0 IR A AT R SR MR A — Rk EL K EIRR T

A .

KW Mo EHRA CAE

AL TR SR S IR R AR 22 0 B 1
s AP A E 200K, o 5l N 7 28 4 BRI BOR W] A7
F T R de B 3 Y SRR | A 07 3 AR R R
e MR EAEH . XS SR E SR, T2 AR R R
R e 2 5 IR I 2K o S B X R i e
sty 4Rl FH SR, 0 o it B R S B Rt AT TR AL A
Bro dil dAME AN 1 R, BRI WO, 58 H Y Bl
RO 1) AR o %A 0 R n R e 4 i
R, SN AT A ZOR, il b 2 e e A BE B2
B BCR o % BOR N 4 GORE T, i ok
A2090.45 mm'" o PRI, HERC FAL EOR /N 1
AT , AST &l 2K

SEAH TR G BEE ISR RE G SR AL B R A AL 25
P FE A L, 38 33 38 F Moldflow 4 1t Ak 1 5 A 7
TS0 IARIE ] b i B SR AT 4R B 20K,
A i i 2 TG 0 M B A T R . LA Hh Y
TESHON T A T ES R B e A 45

Fl1 o R RS fhoR B

1 #EE

il fif R ] Pro /B AKX AF A7 = 4E L AL A Mold -
flow H, XFIZ A AL UEA T IS S0l 43 B 6 B, f A s 62 4%
BT B TE A P, AR IRSOIR ZS A5 6 6 B0 A% R 23 2K .
2 HEANRIRGZRAHERES

FIH Moldflow 45 Xif plg Y A5 HL 1 3% 1 & 45 Al
B HRGEIATEI B, A e B R e 2k

B RSF RN R e 1 R e A 7 3, PUAL s B BE T &
GV FN RGN 2 PR o Be i AR GUR T TR ik
BHAE R TE O, — B, th T2 0 R &5 4, K 2
FUR I —2 254 o QA2 G0 o B AR ] i 367
ESIibpE

B2 PR GRS ARG BE R

3 BEIZSHMMRK

] ot ) BT R LA BT SO T B
L B e R ) B SR X T
iy, BEJEE LT A4 By, ol BE JEE A WURL Y B9 IE 3
WL FF A B R X TR S, g B, 15
FE T RAEGETE RGN B KA, S T A A
ARG PR e it 5 i A 32 2R R R T
SR BCE

ot A5 ) SRR N 9% R R T G W 0
IR IJC U JC R, SRR AT 2R AR I
AR TR S AT F 6 R 0 B R R/ B AT 3 ) SR
LN B3 AT, R 3 R R dh B9 52 1 BB AL
Hog A st B b RS B D (R T R T
P& 4 JT7R) 24 2. 8°C, J it & T J5L A4 R (9 425 il
U E o X AR MR ] ot R TS 27 AR I A R
HIEHIR IR B o 5 o LU [RE AR 1 19 07
ARG AL A e TR R R R AR A

W ff H 41 2008-03 21



44 TR B

2008 4F, 45 36 %, 456 1

SYBTAT U th, S AR AR L Y 43 BT B 3, AT
DAAR 75 By 368 3t A5 58] B HE H A 2 7 1] P9 R O
R m e Rl UL, S B A f e AR JE 2 45 2
AR AR o R T 22 B B
AT A B . A, 23 o il AR JE A il
L DA A B AR T2 SR ) A A RS R
SR IR

TE TR

IR
B3 K B

262.8

262.1

261.4 1

260.7

260.0I

P 4 AR i i i E A UL

Bs OB
3.1 R

FEARIE 58 4 70 0 AL s 0 B 00T, 8 il o M ik
B T LS BN AR E 235°C, B 60°C'™ . 151
BB g R 6 i, HE 6 ATAlL 54 N
Fow R 0y S SGEM AS R 0.4590 mm, AN fE
W RSTRE B N 22 0.45 mm B9 BR . B 7.4 8 4y
S0 Ay VA ) S s A ) S A T BRI

M7 AT LU #, R E R T AR &R
8.330 x10 " mm, %% % HIE £ AR E5] AT 1
FEJFE; E 8 B LA B, Y e P2 52T A il
AT & M0. 4590 mm, X 3% Y il 5 0 5 il AR T AR

[mm]
8.330x10° .
6.248x10°
4.165%10°
g 2.083x10°¢

0.0000

BT A 51 Y i A2

B8 s 5l iy il A2

SRS o i o A o P 1% e = il s B e
EASTE RN O( AR H ), X AR AR R P AR
SR o PR It 32 7 DA D0/ Tl i 14 g TR AT 40 6 ok A AR R
AR IE, CRAIE T i 1 ROSTORG BE, f56 ith Z2 JE 42 I 7 7o
VFRYIE A
3.2 IEAHEMA

il it B L 3 TV AU B R B R B, T
S5F B AR 3o AR e R R R g R S K R IS i) T L B
SR . R B T B R A5
FIFFE R EOR TN . B3 FEhE B SR R
JI RV i, ARAT G A% I T, A R A
MTZZ8., #1IBRENTZS38., LPRIE
FE R B WA 9 iR . SRR R 1 518%F v/P
0 S M BELFE R T R DGR Y il £k s o Ok, M
TR B T A Y 90% IS, T4 IR R ZE DR R R )
( HAE KN R HUFE 90 % B} B9 RS s 1R 1) VEF T ;B A
R, LS IFE 90% I i AU Jis R 7 A0 45 AR R
TR 10 s, RIGFES s WIRIRIR R R T BE



A1 55 08, % ST S T B8 CAE fRAL S AT 45

1 OEHABIZSH R P B R il AL SR . b T 10 AT, A Y R R
EHES ] R | BR[| RN (REEA| RER | AHH &~ 0.4342 mm, /DT 5 RVF 0 KR SHAN 22
MPa e | Eic il /s MPa /s /s 0.45 mm, FERS T R R TR % T 2 B i
103 65 260 1.7 |9 fim 15 2.7 g
A 4 #Hig

(1) el 23 A, A S o R i R
PR D WA, W R T 25 A ke 1 2 1) A, 75

= ° TRAET 2 2. ik AR T2 5 8 e 1 42
= LSRR YIS
‘ . (2) RAOUAL B9 30 % 1 R G MR 3 R 4,
0 St 6 SR AL I T2 2, T DA 00 2 R i
A—HUFE 0% it 1 B FE 75 B—BUFE 50% W #) B R I 77 BRI
O RIE RS — BT (3) 11 Moldflow 3& iz %k 8 it 4 &2 480 43 A7, A1
P10 e JHER 1 8 12 S 80 AT 1 6 R BT T 25 A RONAS R 40 0 B B 7 A 1 JE B O 4

[mm] H T B3R o i Sl R S 7 ik

0.4342

5 % X o
(1] 2R, SRk s T 28 B B it [ M) b 5t HLAR Tl i b
0.2951 I it 1994:36.
[2] Wz, B A. SRR A T S A B M . b HLAR T
I A AL, 1993: 124,
2% (31 AR 3K A, 0 R Moldflow 75 v 98 BUE 2 11 [ fk i i of
& 10 PRk v T2 S 80N SR R i 25 R R L J] . B8R Tl 2005,33(3) :39 —41.

OPTIMAL ANALYZING FOR INJECTION MOLDING PARAMETER OF SHELL PART
Fu Xiujuan
( College of Materials Science and Engineering, Wuhan Institute of Technology, Wuhan 430073, China )
Deng Ning
(School of Materials Science and Engineering, Jiujiang University, Jiujiang 332005, China )

ABSTRACT Moldflow software was used for searching for optimal parameters of forming shell part. The optimal parameters such
as injection pressure, clamp force, mold temperature, melt temperature, injection time, packing pressure, packing time and cooling
time were achieved. The best plastic production could be obtained by using these optimal parameters combined with reasonable injection
mould. The result of simulation had theoretic and practical meaning to some extent.
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