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Injection Molding CAE Analysis and Mold Design of Plastic
Storage Box for Automotive Interior Decoration

WANG Qian
(Department of Mechanical Engineering and Technology, Changzhou Vocational Institute of Light Industry,Changzhou, Jiangsu 213164, China)

Abstract ; The structure of the plastic storage box for automobile interior decoration is complex and the surface should be
smooth and no trace, which leads to the high requirement for injection molding parameters of filling process control. In
this paper the spoke gate was used for feeding at two points according to the shape characteristics of the plastic storage
box, and the gate shape was fan-shaped. The cooling channels were designed to follow the shape characteristics of the
plastic part. Then the injection mold flow analysis was carried out for the molding process of the plastic part. The results
showed that the mold design and injection plan were feasible and the quality of injection molded parts were excellent,
which met the requirements of operation and could be used for mass production.
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Figure 1  Storage box
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Figure 2 Gate and cooling channel arrangement
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Figure 3 Injection pressure curve
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Figure 4  Filling time
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Figure 5 Flow front temperature
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Figure 6 Volume contraction rate at ejection
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Figure 7 Sink index
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Figure 8 Cavitations
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Figure 9 Weld lines
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Figure 10  Coolant temperature of channels
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Deformation caused by all factors



