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Computer Simulation on Injection Molding Process of PP Thin-Walled Products Based on Moldflow Method
Mo Li', Gu Lin’
(1. Shaanxi Industrial Vocational College, Xianyang 712000, China.;. 2. Xi'an Polytechnic University, Xi'an 710048, China)

Abstract : Through simulation investigation on injection-molding processes of polypropylene(PP) mirror frame designed by

L,«(4") orthogonal layout by the moldflow software, the injecting time, holding time and holding pressure were proved to be the

dominant factors on warping deformation. The modified process parameters-were obtained as 180 °C of injection molding machine

barrel temperature, 75 °C of mold temperature , 3.0 ‘s-of injecting time,3.5 s holding time and 65 MPa of holding pressure. The modified

parameters were simulated on CAE mode flow analysis software, the warping deformation value and its ratio were decreased to

1.417 mm and 3.30%. The warping deformation value originated from cooling, contraction and orientation were 0.159, 1.853 and

0.904 mm.
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G5 REC T
1 2 X 6 25 2.159
2" 2 X 8 25 2.158
3" 2 X 10 25 2.161
4" 2 Y 8 25 2.160
5" 2 X 8 15 2.161
6 2 X 8 35 2.161
7 4 X 8 25 2.161
8" 6 X 8 25 2.162
9* 8 X 8 25 2.162
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TESH BT ESHE 2.
*x2 EZE4KFERER

K — BT C/s D/MPa  E/s
1 180 60 24 35 20
2 190 65 26 45 25
3 200 70 28 55 3.0
4 210 75 3.0 65 3.5

HRYEFR 2 h TS ETHKE B3l 53, 2R 5
P2 4 KT 19 15 38R 50 0 B, AL L,(4°) 1IE2E 3%,
FIHT Taguchi BB LR AR IE SS90 7 58, AR
R RWNE3 Pin. BT IRBIEETZ AZ5 )7
DA EEXT 45 A SRS HGH TR, TE SR R
B 16 A SR HEATPEAN B 6 ot A2 e 5
M) fe R S R 2R

F3 EXTRARRER
RS 4/°C B/C.C/s D/MPa E/s 3ZEE /mm

1" 180 60 2.4 35 2.0 2.107
2* 180 65 2.6 45 2.5 1.879
3" 180 70 2.8 55 3.0 1.819
41 180 75 3.0 65 35 1.702
5" 190 60 2.6 55 35 1.819
6" 190 65 2.8 65 2.0 1.839
7 190 70 3.0 35 2.5 1.798
8" 190 75 2.4 45 3.0 1.892
9" 200 60 2.8 65 2.5 1.724
10" 200 65 3.0 35 3.0 1.813
11* 200 70 2.4 45 3.5 1.829
12* 200 75 2.6 55 2.0 2.026
13 210 60 3.0 45 3.0 1.771
14* 210 65 24 55 3.5 1.721
15* 210 70 2.6 65 2.0 1.753
16" 210 75 2.8 35 25 1.855
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A [mm] RHISEAGEI [mm]

0.6548 0.0509

0.3006 0.0186
-0.0536 . -0.0237 ¥
0.4078 -0.0659
-0.7620 -0.1082

Wi [kt [mm] kA [mm]

0.9142 0.5178
0.4508 0.2917

|
-0.01258% 0.0656
-0.4759 -0.1605
-0.9392, -0.3866

3 B T AR A D7 2L
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