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APPLICATION OF MOLDFLOW IN CAE TECHNOLOGY OF INJECTION MOULD
Li Wenwen, Lu Jun, Liu Yang

( College of Mechanical & Electrical Engineering, Shaanxi University of Science & Technology, Xi'an 71002, China)
ABSTRACT The application of Moldflow in CAE technology of injection mould was introduced with a frontal panel of MP3 as

example. How to make simulation analysis and predict the filling process of melted plastic and some defects such as weld lines, air

traps and warp by using the analysis results were narrated to provide approach for mold design and the determination of processing pa—

rameters.

KEYWORDS Moldflow, CAE, injection mould, simulation analysis, warp
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