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Abstract

The heating and cooling stages play an important role
and affect product quality. Optimal heating and cooling
approach can shorten molding time and improve product
quality. However, improper heating and cooling process
will lead to plastic shrinkage. In the heating stage,
heating process transfers heat to plastic by heat
convection and heat conduction. During the heating and
cooling process, the temperature response is dynamic
process. Computer simulation and mold design are more
important in the heating and cooling stages. The analysis
of computer simulation can be used to improve the
efficiency of heating and cooling stages. The
combination of computer simulation and the thermal
analysis is good for product quality and for the entire

molding process in different heating and cooling stages.

Keywords: cooling~ plastic mold~ computer simulation




