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Simulation Polymer Molding in Filling Stage
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Abstract

This paper presents the use of CAE software to
simulate flow of plastic in liquid stage on injection
moiding process. The parameter considered in this work
are melting temperature, mold temperature, pressure
and speed of screw feed. The results obtained in this
work show the characteristic of flow at different
condition. Also, the reasons of weld line problem are
investigated. The suitable value of the parameters are
applied in the real moiding process. The resuit obtained
at this stage consistent with the results obtained by
using CAE software and helps cut down time consuming
in finding the suitable parameter by trial and error in real

experiment.
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