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Automobile Audio Plastic Mold Design and Molding Optimization
Fan Yu'"*, Zhong Xing’, Fan Jiaqgi*, Huang Jizhan'
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Abstract : In certain brand of car audio panels as example, its gate location was simulation analysed using Moldflow Plastics
Insight 2013, mold design was optimized based on analysis results. The 'mold assembly drawing was designed using UG8.0 and
Hooper plug. The molding process was simulateed using Moldflow. Within the feasible range of melt flow rate, mold temperature
, holding pressure, holding time process parameters, the optimal processing parameters was determineed using range method

combination, which has important significance for improving the quality of plastic parts, significantly reducing plastic mold design,

and manufacturing cycle.

Keywords : injection mold ; Moldflow ; molding process ; optimization
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