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Study on Flow Property of Plastic Melt under Ultra High Speed Injection

Sun Guodong, Liu Changhua, Yang Chao
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Abatract : The filling, cooling, warpage were stimulated using Moldflow 2012 software for loudspeaker thin film. The

results of the filling and warpage were compared between the ordinary injection molding and ultra high speed injection molding.

The results show that compared with the conventional injection molding, the plastic part of ultra high speed injection molding has

uniform contour plots, less weld line, the steady melt flow.and good forming quality. The warpage of ordinary injection molding

is 4.203 6 mm, that of ultra high speed injection molding is only 0.111 6 mm. The results of simulation show that ultra high speed

injection molding is more suitable than ordinary injection molding for the thin wall products.
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