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Mould Improvement of Coffee Machine Cover Based on Moldflow

SUN Zhongxing' >, LIU Hong'

(1. College of Mechanical Engineering,Zhejiang University of Technology, Hangzhou 310014, China;
2. Department of Mechanical Engineering,Ningho NO. 2 Technical College, Ningbo,Zhejiang 315012, China)

Abstract : A coffee machine cover is produced by a company with high rejection rate. The surface of the product appears

wrinkles or even cracking. In order to analyze coffee cover plastic parts, the injection molding process of the product was

simulated by using Moldflow software. And the gate, filling, pressure maintaining, warping and other aspects were

analysed to find out the reason for the warpage of the product. Filling imbalance of plastics melt ends parts led to too

large internal stress. And some suggestions for improvement are put forward. The change of gate location ensure the melt

filling uniform, and stress deal for the plastic partsto reduce the warpage.
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Figure 1  Coffee machine cover
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Figure 2 Grid statistics
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Figure 3 End filling path graph
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Figure 4  Shear rate
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Figure 5 Front temperature path graph



(& - £ - ]

FMdp, 2 BT Moldflow BIMIEANZE LR R H# - 97 -

6 3w BT U1 &, AR E AR R 0. 116 7
MPa, iZ BRI JE IR AR R A 0. 3 MPa, AR 45 55 — 5if 32
WAL AN A, A

WE LB 0.135 MPa

N JJ /MPa
loAssl 3

0.104 MPa

0.436 0 0.124 MPa
0.290 6
0.1453

IO.OOO 0

418 [300 mm]

H6 k@minmhH
Figure 6 Surface shear stress graph
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Figure 8 Stress path graph
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Figure 9  Warp path graph
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