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Optimization Design of Safety Helmet Injection Mold Based on Moldflow
SUN Longyu, YOU Xiaohong

(School of Materials Science and Engineering, Taiyuan University of Science and Technology, Taiyuan 030024, China)

Abstract : In order to obtain better products, Moldflow software was used for simulation analysis of single and double gate
flow, prediction of filling balance, weld line location and quantity and warping deformation. By comparing the results of
the analyses, the optimal gate location and quantity was determined, and the number of test mode was reduced and the
best products were obtained. It was used to guide the actual production and obtain the maximum economic benefit.
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Figure 3  Gate location analysis
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Figure 4  Gating system
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Figure 6  Analysis of filling time results
F 1 v-p 353 50 FUR 1 5T
Table 1  Analysis of filling time results
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Figure 7 Analysis of weld line results
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Figure 8 Analysis of warping results
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Table 2 Analysis of warping results
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