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Fermentation Lid Injection Mold Design Based on CAE
Zhao Ertuan, Sun Shichen, Tian Yujing, Ren Yongsheng, Zhai Xiaoging, Qiu Xueqing
(School of Mechanical Engineering, Shandong University of Technology, Zibo 255049, China)

Abstract : The structure characteristics of the plastic fermentation lid were analyzed, and the forming process and defects
of the fermentation lid were simulated by using Moldflow software. The_double point gates pouring system and “mouth” shaped
cooling system were also determined. The optimal process parameters‘were concluded according to the quality analysis, such as
mould temperature 74.7°C, mould temperature 240C., injection time 0.425 's. The mold with one mold and one cavity was designed
by the UG-Mold Wizard module. The perfect injection products produced by this mold indicated that the mold structure was

compact and reasonable.
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