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MOLDFLOW SIMULATION FOR THE PRECISE POM MICRO-GEAR INJECTION

MOLDING PROCESS
Wang Ruhai, Yan Zheng, Li Bo
( College of Polymeric Material & Engineering, Sichuan University, Chengdu 610065, China)

ABSTRACT The molding of precise micro—gear of POM was empolyed to demonstrate the instruction of Moldflow in precise mi—
cro injection molding process. The result showed that mold temperature was the most important parameter which influenced the molding
process of the POM precise micro-gear. The gear tooth tip was the area where had the biggest chance to produce defects. The simula—
tion by using Moldflow for precise micro injection molding process provided important instruction for the manufacturing process. It re—
duced cost and period of the product design consumedly and had remarkable economic efficiency.

KEYWORDS Moldflow, simulation, precise micro-injection molding, optimization design
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