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Optimization Design of Plastics Injection Mold Gate

for Electric Protection Box Based on Moldflow

WANG Qian

(Department of Mold, Changzhou Institute of Light Industry Technology, Changzhou, Jiangsu 213164, China)

Abstract: The mold flow of different gate design for electric protection box was analyzed by Moldflow software. Through

comprehensive comparison in fill time, temperature after filling, air traps, weld lines and warpage deformation, the best

gate design was determined. It can greatly shorten production development cycle and increase production efficiency.
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Figure 2 Best gate area
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Table 1  Injection molding process parameters
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Figure 3 Single gate
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Figure 4 Double gate
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Figure 6 Temperature at the end
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Figure 7  Air traps
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Figure 9  All factors lead to warpage deformation
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