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EFFECTS OF PACKING CURVE IN INJECTION MOLDING ON PRODUCTS SURFACE QUALITY
Qiu Bin, Liu Ganhua, Li Wel

( Institute of Mechanical and Electric Engineering, Jiangxi University of Science and Technology, Ganzhou 341000, China)

ABSTRACT Two factors to get perfect surface quality were summarized based on analyzing other researchers’ results: firstly,

the pressure in mold cavity should be high; secondly, the pressure in mold cavity should be uniform distribution. The injection molding

process of rectangle part was simulated by Moldflow software. The results showed that pressure curve of first constant and then linear

fall could get high and uniform distribution pressure in mold cavity, so the surface quality of parts was perfect.

KEYWORDS injection molding, packing, surface quality, Moldflow
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