56 TR R 2007 4, %535 &, 3 ]

ABEBHEFTERREIRREIT

EF THE
(ARG Tk K2 HLAE TR 2% B, BRI 412008)

HE AR BLE S AT Moldflow Plastics Advisers( MPA) 3% AL d0 45 i2 AL 6 Fr M7 R ) 09 3% 72 £ %% 71
BATERRABE RN oM, BRI T AN TRAE — L REMA R BT LEH T EHREARDN GREY R
Y BB, FARERAH ML RE EREMM N S RERES AREE BEERE RS AN, £ e B4t
AR, TN T EAAE AR R R E, R R EBARRE R AR A, R T KA B AR BT A

I AR R BB R s, B AR R T R AR

KigiE KABHMH  EBHE RIERL MPA
DETE 7R G0 AE TR YR AR vl 5 AL 5 AL OB R
Mo WERGRIHG S &, A AE Y w2 65
FA P9 TR T B 2R i L ART TR R B ) 24 e,
ML G 2 31 56 455 00 Mk &) A B B 5 A5 I 19 3 3l AR
Ao W THEMEZR W Zetk, DL REIR AR E R
g rb 5L B 3 0 AR B e R R O B BRI S, DR TE A
95 10 RS P — S B e 0 ke b s e
T S 8 TR (AL B A R AR A T AR
2 AL HREATN ) 25 L AR BEAE, TS R A A A L
s o B8 3 Bl A A B R AR R R R AR T
PRI & HOR A% 7 s, B B ALEDE 2 BOR 78 3
SEAILBE 18 52 UL b A 0L M SR B 7R v Jes 4% 1) 33
FEIL R, R A R R S SR, e
PR T R G S SO L S5 4 S 1L T Rb 24K 4 .
2 K I Moldflow 23 w] (AR 3t 43 A1 45 A Mold -
flow Plastics Advisers( MPA) X 25 J& ML M 2F 47 7 5
Y 3 SN B AR AL, 3 Ak A LS R BIL T AR A — S B
AU RE B T2 451 1 B i AL 3 s st A IR 3
JE 13 G Y, PR ST BT A AR 1 B R e
B LAk, B A T T K TR R T fE A
SRR FERORN . A IR B AR B G, RS T R AR
R
| BRMEEHST
25 PEHL I AN AN 1 R . HAR AR 2. 15
x10° mm’, K 2261 g, AMER 4 932 mm x
369 mm x159 mm, I BEIEL Ry 3.5 mm, IO [T 4 AR
1 52 5 8, /N4y I A a5 L, FHORHER, KA
3 AT AR AR RV A ) HEA A O A AR RS 43
55N R TE AR E, R XU . A SRR RS R
5 B SR, B A% PN 2 VR O\ 1) 152 BT 4 A% e A A
1) 3 M A o BEORME A2 S O, BT LS A e A

HAB 5 7

N AZE SR C N DN RO R 7S 371 PRl TITTRI 2 7N
S22 R RUHI A 425 % 30 T RS /N, A SR R 0 S B T
FRGEMEFEAR IS, T A5 B 7 7 S 080 A 3 0 A 1 T
PAFRAS BEAR BBR A 2R 40, ROR 45 e 20RO J 39,
i ORI o, R IR A7 AR

1 2 JAHLTE AR AW s R

2 REROMCESS

YRR B % F Kuo-Chew 723 7 9 D120 ABS.,
B B R 50°C, 16 MR I BRI R 230 °C . B KT
H R 24 R Y R ) ¥ R 120 MPa, SR H 3
A R MPA BRI fe e 08 0 0 3 43 B
RER AT IR A B B8 107 B X 3, &5 R 0L & 2.
De B B AR 2 Hp iy Sk JIT 4 T T % € X de o

B2 Bt O 4 A

3 REROMERKE

TESRAT BB be 1 B e if KB 2, e dE e 1
B S HARAL B B o PR AT U SR LS AR
fibo X RV, 0 R 1, B 1 O 4%
Qb YRR AR M AN (W] RS R B ) | R R A
R, AL Bl 3 e v aed B 55 ] 11 AN B 7T o > 1
B o S R AR P I 2 SR T 22 A R

* 0 AU T B RE I H (06C266)
W fi H 41200642 -01



Wi - A 2 O B MERL P T SR T R it 57

FI R FH 2 A S pe 1 X B R i T 2R B v &
bt
3.1 ¥rerE

HR 4 f FE B8 1 43 A7 X3 B R AR S5 4, 01 4R
FEWRET 8 NSO, WK 3 im. Xwuhn%
PEAT o5 FUn , 285 SR UL 1 4

a— BB b— R O S i 7
B4 00 ¥ 11 B O 45

it BN 43 A 4 SR 3K W, e BRIUE 1Y T8 R
(120 MPa) {498 i A 30 8 B 28 R K Bl & 7 2k i
K, TR I FE TR M, i O (1] 3 i Sk Ab) SR BEOAR
A e FVBCH B Aor BN 78 WL A2 78 B0 A% 7 38 1K )
iK% 136. 07 MPa, Hi of B8 A e R 8E .
BF, l 4a BT Sk Ak B S A 0 B IR A 1 A B
RELCHT Sk b A 22 0 () o e Qe K Bt 3 T T L
(I 4b F7k 4b) 5 F 260. 4°C, 8 1k A
30.4°C, {HERHAEY) 3 ) =P e T R T 0 3R
W KR 43 5 B0 20 R U BBy — i 2080
e 22), /NI ek, Rl e fa . R PR Al A
i AN A7, T B PR
3.2 T EMKAL

B0 R 5 58 A AR I A 1 [n) R, AR 6 1 4R
FIE B, R R 1 S 8 T 28 S 80805 55 4k 5
TPt RGBSR Jr R A 5 R, HEE
IR

X IR S B RAATER G A, A5 RN

(1) SEBRVESHT A AE 2. 89 ~3.52 s, Y R 1
SAMLER A B FE B R 5 81 .

(2) HEHA R J7 6 s oA 0 3k Bl L FeARE R il 4 o
AR K . AT BEREIE I TR 8 R 1 A R DR TE A& AR
FEE A AR b B AT Ik B M AR SEAR PERE, TR
s (R IE T 42 %) TR T o T A T 8 1R S B e K 9
JEIIHRA L 100 MPa, AH H 3 FlobA A k2 1 o
VR 1 50 R 3 1], 3 /N S AL R AR A A v o

(d) (e)
a—11 N b—11 N, c—14 PN,
d—15 AP H; e—16 A3 H
Bl 5 5 Fhbgik Rar s sl &2
Rl SHEIRZRIEBUTRSNER

E ]
o=
1 2 3 4 5
W B 11 11 14 15 16

SRR GEEE /s ] 3.52 3.45 2.89 3.08 2.93

S die R 98
JE 1 /MPa

JEVR AT U IR B /°C | 213.00 | 214.74 | 217.74 | 219.29 | 221.46

73.14 | 69.41 94.85 84.48 65.25

BFEE Ll Mg | ARE | BRE | 26
AR wh B K% Z Rz
I IR woh B BZ EZ wmZ

J% /1150 MPa.,

(3) FEAKRT UYL AE 213.00 ~221.46°C, ¥R}
PR 25 B I AE 20°C 2, FR SRR I 22 51 R i
AT BN

(4) 5 Fhor M R b ek o, BEHE A
ABRETE T, A ST LS .

(5) KT RETE B dne 2 il 11 1) 2 T e, B =
ArRg FAM RS A AR IR, TES WA
R, R FE 4 L3, BN EIFA

LAY 3 o 3 7R TR Bl B B 1] B HE BRSOk, U6
TR EA,

(6) H B B2 IR B ER A A T BRI NTRG L e 2
SRR . UL, 7R R R S T AR AR T R R
HMDEEIR, TRS HTRABHZ, FEEDQ
L HWRIE TR 3 TR VTR 2EBIRERD, Hh
Tk B AN T A T SR w00 B A 8 11 0 B R A X
LS, FE2 MR OMMN FE 1 FEELS T —
SEPE R, BOR AT BRI PR R T WS, 6
FELFTE2 WEEERER. K6 v FH, K
6 I B 425 122 IR W 4 7 7 B Hh A5 K A 45 A Ak
SE T YRR ) 2R R T P 6a WK HEIR S RS



38 RNERE |

2007 4F, 45 35 %, 453 W

a— R 1 b—Ii% 2
6 5% 1R 2 IR R A

T,

TE S B EUE 53 BT 9 e 28 H Y J2 3R A5 R4 5T i
(SR, vh DL B 3L Sl AR U 2 a0 r S i
G5 DT R 37 R 4 B IR AL
SR AR TCIE R . @75 %8 5 R A BB
IR HIRR 2, R SR o i, HLGRIE BER e 2, I
MENEFERZ . @ % 1.5 % 2 WA P BE 1AL
25 5 g R R A B R A AL, S BUR B R
A7 P AN TR, HE B SO 45 2R R T 7. T A
H, 7758 2 R B SURHE R A 5 AR (kAL B
ANBRET A, TG 1 R SR U B A BT
Hep@ms 2, /INE o B0, R RF s, 5
B B8 1AL B AR A 28R o m] DA% 32, EIE 1 8
BEVACR Ik Rt SN ) N2 9 S S O
4 H5iE

GETE R GE BT TR R T B — A 3,

a—JF &1 b— IR 2
B 7 05 %12 5 O R OR
THAS A P55 5 X0 SR i ) BT B R N, 2B
H W FEUE D] OXF T KR BRI AR B 1 H
LT, BB B A R R A AE T
TE B v B S SR AL S SR HE S AE ST AT
o, LIRSS T e i SRt F B i . QB L8
HLHEE W SRR A B 320, PR B8 1 ] AR
) 4 IR AL, R O e IR A S R 2 A iR R i 5
SRIE I, LA i BB ) 2 i B
% 3

[T JHAE Skt B BT 5 i SO AL 3 [ M. db 5T ML Tl

1R £t 2000: 236
[2]  ZRifg g, A W, S0 WL A0 Ak T s e T 8 0 A R L Y

REF [ ] - ALBES T, 2000( 10) : 30 - 32.
[3] ks, Ef%, W Moldflow # HA3 7 3 AR Jefli M. db 5t: 7

AE K 2 AL, 2004: 36,145 .
[4]  BCHT. SR BCA I T 5 AC B ML b st fbE Tl R AL,

2002: 105.

OPTIMAL DESIGN FOR POURING SYSTEM OF INJECTION MOULD FOR BIG PLASTICS PART
Chen Jiping, Ding Zhiping
(School of Mechanical Engineering, Hunan University of Technology, Zhuzhou 412008, China)

ABSTRACT The injection molding flow of six different pouring system for air-condition panel was analyzed respectively by using
Molding Plastics Advisers ( MPA) software. The parameters such as melt temperature at flow front, actual injection time, actual injec—
tion pressure, air traps location and weld line location etc. were obtained by simulating the temperature field, pressure field and veloci—
ty field of the air-condition panel in injection molding flow under certain condition of molding material and technical parameter. The
flow results were compared, and the molding quality of the air-condition panel was forecasted. Optimal design parameter for pouring

system of injection mold was ensured. Possible molding quality faults, for example, filling deficiency, distinct weld line etc. in injec—

tion molding of big plastics part were solved successfully. Scientific basis for the mould design was provided.

KEYWORDS big plastics part, injection molding, pouring system, MPA, numerical analysis
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