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Abstract

The paper analyzes the technology characteristics of DIN-rail power supply housing. Moldflow
software is used to simulate the injection process, setting up the optimal injection gate, filling time,
temperature at flow front result, cavitation and warpage deformation, based on simulation result,
to figure out the feasible tooling design and injection parameters.
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Figure 1. DIN-rail power supply housing 3D
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Figure 2. Injection gate matching index
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Figure 3. Injection system and cooling system
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Figure 4. Fill time
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Figure 5. Temperature at flow front
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Figure 7. Cavitation
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Figure 8. Temperature of cooling lines
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Figure 9. Temperature of part after cooling
9. #lmRANFIRE

B, BEAY: AR B AT, BEAE: B A N
H 1K F=1.000 o B IR T-1000 o

3

[mm]

b 0.5356
Ba
e

0.433 ¥

B o .
S




Wi 1E i

B, AN FE o 2
e I51-F-=1.000 ®

&

ll] 5170

) 0.0545 )
©

Figure 10. (a) Deformation caused by uneven cooling; (b) Deformation caused by uneven shrinkage; (c) Deformation caused
by all factors
[ 10. (a) RAFHASHNTEE; b) WEAHIASBNERE; (o) MEERSENTEE

SR HAC A 2 51 AR 1 A T T R A

3.3.1. 4EoHh

BRI FE ] 11 AT DU, 338 AR PR BE M AR AE 26°C~51°C,  ANi 2 JEUR Rl ol A L Ui R 11 22
K 70°C, JEERSEBRAE AR T BN R AL . MARRANAR AR ] 12 WA, Y4 FEE-3.660%~1.746% L
(6], R T AR VR ORISR 26 0.7%, WA 2R 3K (A 1 7 B AR 7 1) i A ity DX 3R 56 11 JE A

4, &5ig

i LR, W RAS DL SR

1) SRR BRI, SRS HGAUE BOR B T BB SRE RAPE[5], (B BT i A A R IR
PERREAKIFR, AL A B T IAFEAII ST, A DRI IR IR A, stk 2, 5 MBLRGE . 15
BORL USSR, B T s s 0w B SO AR AL E AR, AR BN N A
JEAEAR BLAL B I INHE T BT, AL AR P A A AN SO 2 R I R I RN AL EL[6], L
AN R A T

2) IV EN AT AR R AN LE R 2), BRAE TR A RGBT AR A A

3) LA MR A H SR I ASTEAR /N AT LRI ANTE T SCISAIE 1 v J RGBT 2
AT R, AR A A R SR I TR o BB B SR AR AR OR R L R TR R (K A B2 RE 77, T
IR I RE T AR T OR IS AR, BLURAE T 0 N R AR AR Gk [ 9 A% 3 1) DR SR N 1), X — 3 A
TIPSR GE B E R R, R TIR, RIS TR, TUEE AR AW 4 3 i, BRI DR S F 70 AR s
I TS SR A PR UAC 24 2 A AR EE B AR [4]

U SRR B A I X i B, T A 13(a) s AR AL, SR € R 774 I IN 1), S8 A {4

BN, RZTRR.



Ve 1L b

MR, B
=51.22[C]

[c] ®

grmz ® @
N P8

44,98
L 4

I38.88

32.38

%26.09 O

Figure 11. Molding temperature
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Figure 12. Volume shrinkage rate
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Figure 13. Volume shrinkage rate
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