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FLOW SIMULATION ANALYSIS OF INJECTION MOLDING FOR PA6/GF COMPOSITES
Ma Keming, Liu Hong

( Department of Material Engineering, Shenyang Institute of Aeronautical Engineering, Shenyang 110034, China)

ABSTRACT The injection molding process of PA6/GFE composites was analyzed by using flow simulation analysis software MPI,

with the aid of finite element analysis method. The influence of fiber orientation on the final mechanical properties of the molded parts

was studied. The parameters including mould pouring and cooling system disposal, clamp force curve and recommended ram speed

curve which could meet real design demand were obtained. These parameters were of important guiding significance to shorten injection

molding period and improve the quality of parts.
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