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Design of Conformal Cooling Channels and Process Optimization for Car Connectors
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(1. College of Materials Engineering, Shanghai University of Engineering Science, Shanghai . 201620, China ;

2. Suzhou Minggqing Precision Mold & Plastic Co., Ltd., Suzhou /215126, China)

Abstract : According to the mold specification and operating requirement of car connectors, the numerical simulation of

the molding process was carried out based on'Moldflow software, cooling system and runner system were designed on products.

Conformal cooling channels were added to optimizate problem that cooling system was lack of cooling in the hot runner area.Based

on orthogonal experiments, five process. parameters including melt temperature, mold temperature, injection time, packing time,

packing pressure were analyzed on the warpage of product box opening area, the optimal combination of process parameters was

obtained and verified by simulation:, The actual production shows that this design can shorten the development cycle and molding

cycle of products, and improve the quality of molding.
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