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Optimization of Multi-Ribs Plastic Injection Molding
Parameters Based on Moldflow

WANG Qian

( Department of Mold, Changzhou Vocational Institute of Light Industry ,Changzhou , jiangsu 213164 , China)

Abstract ; Optimization of injection molding parameters for multi-ribs plastic part by Moldflow software was studied. The

defect of excessive warpage in plastic part was discovered through the mold flow analysis of an initial program. Then the

mold flow was analyzed again by adjusting the injection parameters. Comparing it with initial program, it was found that

the problem of large amount of warpage was effectively solved by the improved program, and the injection molding

parameters were optimized successfully. Practice has proved that Moldflow analysis could assess processing parameters

and provide a variation zone, as a result could reduce modeling times, setup the best program of injection mold was

devised and obtain better quality plastic parts.
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Figure 1  Plastic part
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Figure 2 Cavity and gate layout
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Figure 3 Volumetric shrinkage at ejection
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Figure 4  Sink index
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Figure 5 All factors lead to deformation
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Figure 6 Uneven shrinkage lead to deformation
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Figure 7 Volumetric shrinkage at ejection
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Figure 8 Sink index
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Figure 9 All factors lead to deformation
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