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OPTIMIZATION DESIGN OF TOY GEAR PLATE INJECTION MOULD
Li Youbing, Yu Wanbo, Sun Zhenzhen
( Materials Science and Enginecring, Chongging University of Technology, Chongging. 400050, China)
ABSTRACT The molding process of toy gear was analysed. The moldflow softiware was used to simulate the melt flow and cavi-
tation location, and the mold structure was optimized. The changing modulus methods was used to calculate the gear cavity. The result
provided reference method for precision manufacturing of gear plastic parts.

KEYWORDS gear, injection molding, changing modulus methods, optimization design
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