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Design of Injection Mould and Forming CAE Analysis for Automobile Part
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Abstract: On the basis of considering the molding process characteristics of a plastic part, the mold structural scheme, and

mold assembly were designed, mold working principle was analyzed, and then 3D modeling was conducted, finally the forming

performance of the plastic part was analyzed by Moldflow software.
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Fig. 1 Plastic part diagram
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Fig. 2 Gate location analysis diagram
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Fig. 3 Forming insert piece
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Fig. 4 Mold assembly drawing
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Fig. 10  The all direction deformation analysis results
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Fig. 11 The volume shrinkage after ejection
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Fig. 12 Cavitation analysis results
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Fig. 13 Weld mark analysis results
100
80
R
i%
iig 40
=
20
0 01 02 03 04 05

FiffE] / s
&l 14 G 2R BT R S it

Fig. 14 Plastic injection weight chart
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Fig. 15 The volume shrinkage analysis diagram
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Fig. 16 Recommended screw speed curve
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