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UTAITXI 1

JOLIDWOMTY Mastics Tow Analysis

When a plastic part is made by injection molding, the plastic pellets are loaded into a
hopper. They get heated and melted into liquid resin and then forced into a cavity to fill it
(Fill Stage). This is when the shrinkage starts to take place. To minimize the shrinking,
additional liquid resin is forced into the cavity under constant pressure (Pack Stage).

The plastic starts to solidify in the mold, and within a few seconds when it reaches the
ejection temperature (Cool Stage), it is then ejected from the mold.

This lesson will walk us through the 5 basic steps of performing the flow analysis:
Injection Location, Mesh, Material, Run and View the analysis results.

1. Opening a part document:
Click File, Open.

Open the part document named:
Plastics_Flow Analysis.sldprt

(This model has 2 configurations:
With Runner & Gate and Without

Runner & Gate. {i;"l t_ e .
- [ Lol Active Add-ins Start Up L“Tt‘}””:d ~
The WIthOUt Runner & Gate Customize... 5] SOLIDWORKS Premium Add-ins | ‘ ‘
- - - . Ins... LI Circuitworks O ~
is the active configuration). -:: — 188 reacons o -
Save/Restore Settings... 1€} Photoview 360 m} s
Button Size 3 Eag Scanto3d g 2
2. Enabling Plastics: & sosomoncerotms .
D@ SOLIDWORKS Simulation [m} -
D@ SOLIDWORKS Toolbox Library [m} 45
- O SOLIDWORKS Toolbox Utilities ] 265
Click the drop down E SOLDWORKS Uities oo
arrow next to the gear symbol R
(Options) and select Add-Ins (arrow). O e I
O SOLIDWORKS Composer [m} 1s
[J  SOLDWORKS Flow Simulation 2019 O -
Under SOLDWORKS Add-Ins, enable E18 soowonss et ao.
[  SOLIDWORKS PCB 2019 O -
the ChECkbOX f0r SOLI DWORKS' SOLIDWORKS Plastics SOLIDWORKS Plastics <:. ] 10s
Pla‘StiCS (arI'OW). C:\Program Files\SOLIDWORKS ‘Em"em“"“
rpociomat =] [
\ y

Two new tabs: SOLIDWORKS Plastics
and Analysis Preparation are added to the CommandManager.

12-1



SOLIDWORKS 2021 | Basic Through Advanced Mold Making | Plastics Flow Analysis

3. Setting up the Mesh: 2 soumuoncs

File Edit View Inset Tools wWindow # ¢ []

&
Switch to the SOLIDWORKS Plastics _<:- B el
tab and Select NEW Study (aI'I'OW) ijSt‘“d-y - ISulﬁfaca‘ Evaluate | Analysis Preparation | SOLIDWORKS Plastcs<:-

Create new study

7%\|L%<-P® >

For Study Name, enter: Flow Analysis.

BEIERAE
Study @
v X

For Analysis Procedure, select: Shell (arrow).

Message ~
Select an injection process and a soli
analysis procedure, The shell analysi
supports only a single material injecti

Click OK.

Characteristics ~

Injection Process:
single Material

Analysis Procedure:

A PlasticManager tree appears on the left side of the screen. -;j>3::§§!§:

4. Viewing the PlasticsManager tree:

: . : : _ S ER4 @ @
The PlasticsManager tree contains the information regarding L Flow Anabsis

the simulation study such as: 7 @ Domans o
EL Plastics_Flow Analysis(-Cavity-)
{a Boundary Conditions

* Domains (L Shell Mesh
Represents a volume in space through
which you simulate a heat or fluid flow.

* Boundary Conditions
Settings for specifying the injection
location.

* Shell Mesh
The shell analysis procedure requires a
shell mesh, which is appropriate for thin-
walled parts with uniform thickness.

GEREIEIE
é Flow Analysis
2 % Domains
3 {a Boundary Conditions
# Shell Mesh

Several other tools such as Material, Process Parameters, Run, » OF Matera

and Results will be added to the PlasticsManager tree after the | | g;;“““m
Shell Mesh is created. » 1) Resuls
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5. Adding an Injection Location:

Injection locations introduce polymer material at
the specified melt temperature into the cavity.

Expand the Boundary Condition feature and double
click on Injection Location (arrow).

HEIREIEIE

é Flow Analysis

- E% Domains

{a Boundary Condﬂinng

% Plastics_Flow Analysis(-Cavity-)

i Shell Mesh ﬁ Injection Location

: Z Control Valve
@ Mold Wall Temperature
j'*d Clamp Force
a? Coolant Input

For injection location, select the sketch point as noted (3D Sketchl).

EBEIEREEIE

/B Injection Location @
v X ™
e ~ Select point

Select sketch point or vertex on the model to
add injection location,

Example -~
Selection
s I Point1@3D5ketch1
Predict Flow Pattern
Specify Material Injection Range -~
Volume Ratio (36] ~

First Material Injection Range
@ [ =
[ T TRENENEEEENENINENNENERECITIT )

@jwo

W

(A red conical pointer appears at the injection location. Its diameter can only be

changed using the solid analysis procedure).

Click OK.

The Injection Location is captured and saved under the
Boundary Conditions section.
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6. Creating a mesh:

g8 R[¢ € &
&k Flow Analysis
A mesh subdivides each domain of the simulation model, " %im;:m s ot
the cavity, runner system, cooling channel, inserts, and + ) Boundary Conditons
mold, into discrete cells. S8 Injecton Locaion-1

iL{ Shell Mesh
@ Create Mesh f .
Within each cell, SOLIDWORKS applies the appropriate

conservation equations. The conservation equations compute

the flow of melted polymer and heat, simulate phase change as the melt cools, and
predict residual stresses and their effect on the unconstrained part shape.

For Surface Mesh, use the default mesh density.

7 = =~
Q@ ER ¢ S5
L} Shell Mesh @
v X
Message ~
Create a surface mesh for all domains.
Surface Mesh Eal

Coarse Fine
Reset
'S
Refinement Method:
OUnifDrm

For Refinement Method, select Curvature-Based.

Click Create.

. G R & & &
Click OK. BB oy
- (E‘U Dornains

% Plastics_Flow Analysis(- Cavity-)

- %ﬁ Boundary Conditions

/59 Injection Location-1
#i Shell Mesh
¥ % Materi @ Create Mesh
v &3 Proces @ Details
. » () Run | [ Hide Mesh Model
After a shell mesh is created, several commands + [ Resuht s Norminel Wel Thickness Advior
appear under the Shell Mesh node. Right-click on & Modity Local Tickness

the Shell Mesh icon to access these commands. T Fownjecion Factor

A green check mark on the Shell Mesh node
indicates that a shell mesh is created. -

12-4



SOLIDWORKS 2021 | Basic Through Advanced Mold Making | Plastics Flow Analysis

7. Selecting a Polymer: SERNEREE

% Flow Analysis

The default material data base offers thousands of 7 @ Domain

é Plastics_Flow Analysis(-Cavity-)

materials and the polymers are organized by the family = g Boudoey Conditions

and company. They can be applied to the mold cavities g o e ot
and mold inserts. - O Materia

v Po\yme%
- . @ Mold Open Database
From the PlasticsManager tree, expand the Material 9 PocessPar Recenty Used M<.:q

option and double click on Polymer to Open Database. [(D?Q;”m

Select the following:
Default Database, Sort by Family, ABS, 22 (P) BASF / ABS6003 (arrows).

B Polymer x
Domain Cavity (Parf) 1 ~

1st: ABS - (P} BASF / ABS6003

l_ﬁ‘jjUser-de‘Fined Database J Q

Sort by Family | Sort by Company

Plastics Database Thermal Expansion Coefficient / Shear Relaxation Modulus /° Curing Model / Polymer-Material Pararmeters

=-1 ABS ~ Viscosity PVT Specific Heat Thermal Conductivity Elastic Modulus Poisson's Ratio
-1 1 "(P) Generic material / Generic materiz _
~[] 2 (P) A. Schulman / POLYMAN HH3 D [ABS : (P} BASF / ABS6003]
-] 3 (P) A Schulman / POLYMAN M-HIW Py
-] 4 (P) A.Schulman / POLYMAN M-TK-A L000=205 W07 (1900 70|
- s (P) Asahi Chemical / R240A S1bZes Y ;gggm gg
= (P) Asahi Chemical / STYLAC 120 1.000e +04- (04 (223 3 70
~[] 7 (P) Asahi Chemical / STYLAC 120B = 3.162e+03 - . 4 05: (2344 °C)
Ol 7 () as / 0 7 3eze- e = a NN e
~[] & (P) Asahi Chemical / STYLAC 121B a . -v-v-v-v-'-_ \ 4, 06: (245.6 °C)
o oy At ) i 2 1.000e+03 i I 07 (256.7 °C)
= (P) Asahi Chemnical / STYLAC 180 = Rt 77, w08 (267 8 °C
-] 10 (P) Asahi Chemical / STYLAC 181 g 3162e-02 % 09: (278.9 °C)
-] 11 (P} Asahi Chemical / STYLAC 182 £ 1.000e:02 I8 10: 290.0 °C)
O 12 ::F; N ah! A, = W 01: 2.505e402
1 (P) Asahi Chemical / STYLAC 183 3.162e+01 'y 802, 23170002
~[] 13 (P) Asahi Chemical / STYLAC 184 1.000e+01 oo %03 1.0582407
~[] 14 (P) Asahi Chemical / STYLAC 185 T <>n45 1.685e+02
~[] 15 (P) Asahi Chemical / STYLAC 190 thees E e
-1 16 (P) Asahi Chemical / STYLAC 190F 1. > 07 11542402
-] 17 (P) Asahi Chemical / STYLAC 11 1.000e-04 1.000e02 10008500 1.000e-02  1.000e-04 7 05: 1 034e402
Tl 12 (p) Asahi o Ar 10 Shear Rate (1/sec) % 09: 0.305e+01
el ] (P) Asahi Chemical / STYLAC 191F & 10 2 052001
-] 19 (P) Asahi Chemical / STYLAC 2208 @108
-] 20 (P) Asahi Chemical / STYLAC 250 V-Scale Shear Rate Temperature Range Copy Zoom
N  STYLAC A3941 Ovinear  Olinear [H:50e+09 1sec —-| [ Hizoneny 4 == =
. —/ = v @®Log ®og  [Lioeoaizes 4 [ LCiwocon 4 Print E—
B / N 7 >
| 0K | Cancel

Click OK.

Depending on the material selected for the cavity, insert, mold, or cooling channel
domain, the complete list of material properties appears in the selected material's
dialog box.

At this point, the information needed to run an analysis is completed. The next step
Is to run the flow analysis and interpret the results.
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8. Running the Flow Analysis:

From the PlasticsManager tree, expand the Run feature. > & Domains
Right-click Flow and select: Run (arrow). ST

The Analysis Manager dialog-box appears and the analysis e
Is started. This analysis may take several minutes. b {8} Process Parameters

G E[B[® @ &

é Flow Analysis

3 QE Boundary Conditions

- O& Material
v Polymer

'ORun

0] Analysis Manager

[ Flon
E’) Fle Run
x ) Flow + Pack + War

@ Open Report Text File

v [ Results

Model Analysis Program Execution State
Without Runner & Gate SHELL - FLOW/PACK Running
Suspend [ show Log
1 Di )
Resume Dlsp\ay Partial Results

[] Close after finished
Help [ Always on top

When the analysis is completed,
the Flow Results are displayed

0802

t End of Cooling

ing Contribution

]
Ease of Fill

[ velocity Vector st End of Fill
05024
[Iwela tines

DlanTraps
B e %
]
B {oocomorrs
9 Op! * 04018

(]

Y=
oh

Report Options S

E@e

> oo
4

TIITN Model [ 30 Views | Mabion Study 1
[SOLIDWORKS Premium 2020 5P5.0

T

~
The clls have filled 505% on the left side of the Plastics-
The processing at time =049 sec -
The max. injection pressure = 12,84 Mpa [1.86e+003 psi) Manager tree_ We WI II take a
The cellshave filled 605% look at some of them in the next
The processing at time =062 sec
The max. injection pressure = 15.80 Mpa (2.292 <003 psi) Steps_
| v
‘Warning: Closing the active SOLIDWORKS part file will terminate the analysis.
75 SOLIDWORKS  Fle Edt View insent Tools Window - 8- @ - Prastics_Flow Analysis SLOPRT * @ searcnsouoworssher X @ @ - B & X
4 @
palteo | Messte 03 pesn e setings
: | e ©) tancpsienbiode Hep
Festures | Sketch | Surfaces | Evaluste | Analysis Preparation | SOLIDWORKS Plastics SR 8@-®-* ] @
> @) Plastics_Flow Analysis (W. "
S| B[RISTOTE] | w..iioe FLoMWIFl T
P @ | W emesise TSt |
Mods 11653
Waterd 455

Contiaratcn | | s

The i ime piat displays e profl
ofthe plastic melt as ithows
rough the mold part cavy during
e g stage of M injecion
molding process. The biue region
indicate e starl or beginning of
fow front.Th red regions indicate
eiher of the following
+The flow front postion at any
Qven time nterval during
an animation of the filing

stage

«The end of il when the flow
has stopped, even it the
software detects a short
shot

|

Two views of the same part with a
centraily located Injecton ocation

The filling pattem raciates out fron
e center (blue) 1o the end of il
(red) located at each comer of the.
pant Since fil ime s a function of
flow length (among ofher things).
e comers that are the furthest
away from the injecion location ar
e last to #l. The color scale
focated to the leR of the part
Indicates the bme ittakes for the
fow front 10 reach a given region o ¥
e caat

>
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9. Viewing the Fill Time plot:

Use the Fill Time plot to view the profile of the liquid plastic as it flows through
the cavity of the mold. The blue color regions are the first areas to fill and the red
are the last one to fill.

] B [EISTOLE] | i e Blue: fills first
D Results @ Min : 8.078e-04 <

v } = 08788

ﬁi‘ Flow

Available ~

Pressure at

Central TempNrature at End of Fill
Average Temperature at End of Fill
Bulk Temperature at End of Fill
Flow Front Central Temperature
Temperature Growth at End of Fill
Shear Stress at End of Fill

Shear Rate at End of Fill
Wolumetric Shrinkage at End of Fill
Frozen Layer Fraction at End of Fill
Cooling Time

Temperature at End of Cocling
Sink Marks

Gate Filling Contribution

Ease of Fill

0.yo3z2

DVe\ocityVectorat End of Fill
DWeId Lines
[ air Traps

11873 o :|
- s
000080779 =

(2=~
o

=

o1}

05276 Red: fills last

03520

01764
Report Options ~

Isoline Mode

The Isoline Mode available for Shell Mesh, indicates where particular value is constant.

Under Clipping Options, click the Isoline button (arrow).
The Isoline Mode only available for Shell Mesh.

Isoline plots the regions of plastic material where _
results fall within the range of min and max values. | “®/=¢" 0]
This part can be successfully filled -
. .. ith injecti f 38.3
The maximum and minimum values of the results MPa (3553.76 pe.
shown on the active plot and the Results Adviser Ihglilﬂ,iﬂlﬁiﬂf;hpfﬂ;;g ffﬂtl:ifﬂd
- . . . . o THIs Ies5 than o g
appears on the right side indicating the part can maximum injection pressure limit
be successfully filled with an injection pressure ;Peﬂii Lﬂ;;“:r;rj':;i:;:éhdfh
of 38.3 MPa (5553.76 psi). specified limit. v
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10. Animating the results:

In the same Results window, under Animation, click Play (arrow).

prm— ! -
B ¢ e E M 1 1.2365 sec
D Results ® Min - 00028 sec

v el

>
|} Flow I

Available Results -

Fill Time

Pressure at End of Fill

1.2385

Central Temperature at End of Fill
Average Temperature at End of Fill
Bulk Temperature at End of Fill
Flow Front Central Temperature
Temperature Growth at End of Fill
Shear 5tress at End of Fill

Shear Rate at End of Fill
Volumetric Shrinkage at End of Fill
Frozen Layer Fraction at End of Fill
Cooling Time

Temperature at End of Cooling
Sink Marks

Gate Filling Contribution 07442
Ease of Fill

09914

|:|Velacity Vector at End of Fill
Dw‘eld Lines ﬂ

DA\rTraps

12385
00027666
[ TTENENENNENNINNENREEFTTTTT ]

Clipping Options ~

imation -

| =
v

04971

0.2493

=

=

Report Options ~

@ p- oo02s

The melt flow front position is animated showing the filling stage. Use the tools
in the Animation section to control the animation speed, to pause, stop, or loop
the animation.

Starting from the Injection Location, the blue color areas get filled first and the
red color areas are filled last.

Click the Stop (square) button to stop the animation but keep the Results dialog
box open for the next step.
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11. Displaying the Weld Lines:

Weld Lines are formed when two or more flow fronts come together. They appear
when there are multiple injection locations or multiple wall thicknesses in the part.
To avoid the weld lines, either move the injection locations or make changes in the
plastic part, but they cannot be eliminated if there are through holes in the part.

Click Control + 6 to change to the bottom orientation.

Click the Weld Lines checkbox (arrow).

— — .
M@ 1| Mex: 1470200 deg
D Results @ hin : 2.8000 deg

v deg

) 147.0200
[ﬁ Flow

Available Results &

Pressure at End of Fill

Central Temperature at End of Fill
Average Temperature at End of Fill
Bulk Temperature at End of Fill
Flow Front Central Temperature
Temperature Growth at End of Fill
Shear Stress at End of Fill

Shear Rate at End of Fill
Volumetric Shrinkage at End of Fill
Frozen Layer Fraction at End of Fill

1181760

Cooling Time
Temperature at End of Cooling
Sink Marks

Ease of Fill

A weld Lines
DAerraps

“Qg 147.02 +

[ TTRENENENERNINEREREETTT T}

_’Qg 28 =

([ TTHERESENEREIRENEREEFTT ]

60.4830

Chipping Options ~

Click OK to close the Flow Results.

Under Results, double-click the X-Y Plot (arrow).

The X-Y plots are used to visualize key results such as
the evolution of the Clamp force as a function of the cycle
time, or to view pressure buildup at the injection point.

mmj of the flow field as the weld line form.

The plot displays the weld line locations and the angle

B ¢ @ % [

ff,'; Configuration : Default [ Flow Analysi
%ﬁ Boundary Conditions (Geemetry|
» @ Mesh
3 % Material
3 %:EI? Process Parameters
3 {a Boundary Conditions
3 Q Advisor
» () Run
- D Results
E‘E{ Flow Results

@ Summary and Report

[11 Export

@ Rermove All Results
- Display Setup

@ Isoline Manager

[C:Usersily PISW-2019 Mold Desi Part 8iDefault : Max. Inlet Pressure]
! .
i FLOW
i o PEA .
E o N
L 0.000 0,050 0.100 0.150 0.200 0.250 0.300 0.350 0.400 0450 0.500 0.550 0.600 0.650 0.700 0.750 0.800 0.850 0.900 0.950 1,000 1.050 1100 1,150 1.200

Click OK to close the X-Y Plot option.
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12. Viewing the results: S

Double-click on Flow Results to see all other result plots.

Remove All Results

The Fill Time results

S SOLIDWORKS  Fle Est View Imset Took Window @@ -m- k- @ - Plasics_Flow Analysis_Completed. SLOPRT * @ sexchsouoworishes - @ @ - B O X
vw v R 5] ) Resuits Ad
Recoeding © mesnmose Setings
and Adws
S R L i [ e o ull
g 1 [This part can be successtuhy ted withan &
Features | Stetch | Sutaces | Mold Tools | Evaluste | Analysis Preparation | SOUDWORKS Pustics PEL BB ©-»- 2- Injection pressure of 38.3 MPa (5553.76 pef.
T - ¢ The injection pressure required o il s fess
» @ Plastcs Flow Analysis Co. thar € masimm injection pressure
) Rlelea i specified for this analyss, which
21| wac 11873500 FLOWIF e LUt ungeyourspecidti,
) Resuts @ | Moo w8 | snd decresse cooling tae, bt be sure to
Eeme | run an additional snalysis ster changing. v
v sec Nocg] JEMISSUTRIE SRR SOMT ORIGIOR.
S vt
fro
ot il Time:
The il ame piot dispiays he profle of e
) plastic melt as tflows theough the moid part
canlly during the filing stage of he injection
malding process. The biu
ning of
80 regions indicate sither of the foslowing:
+The flow front posison at any given bme
nterval Guring an animaon of the
«The end of il when e flow has
stopped, even f e sofware detect:
Valumetric Shrinkage at End of Fill
Frozen Layes raction s End of Fal 3 shodt shot
Coaling Time
Temperature at End of Cooling oz
Sink Marks
Gate illng Contribution
Ease of Fill ]
[velocty Vector at End of Fill
Cweid tnes ¥
A
Darmes i
‘k 11873 +
S
B [oo00s0r79 4
(=
= TWo views of he same part with a centrally
! focation
The filing patter radiates out om Me cente
(blue) fo me end of fil red) located at each
comer of e part Since fil bme is 3 function
= P coreen flow length (among ofher things), the comers
L that are the furthest away from the injection
locason are te lastto fl. The color scale
Report Options - locatedto the leR of he part indicates me tim
Mtakes for the Bow Iront 1o reach a gen regh
ERie ; ol cay v
v “1somehic < >
[IRNRIN Model [ 3DViews | Motion Study T |
SOLIDWORKS Premaurm 2020 $P5.0 -
5 SOUDWORKS  Fle fat View imen Took Window # M@ @ - Pastic. Flow Anayis_Completed SLOPRT * @ sescnsouoworsshes O - @ @ - B O X
w oy ‘ o
Revrimg M D) Mesh Mosel setings
S T L s e o rover
1 [7nis part can be successtuhy ied withan &
Features | Sterch | Sutaces | Mold Tools | Evaluate | Analysi Preparation | SOUIDWORKS Pastics R 8@ ©-»- Injection pressure of 38.3 MP (5553.76 pef.

R
+ @ Pt Fow s o r s et b

N o
F ®md s Tt specified for thi is, which
G B TESTOTE] | v xne s CBHR o o o
D) Resuits @

o b st ot mimes
MG Tre and decresse cooling time, but be sure to
v i o e ssoe s e et <
Py B2 vt
Py

oy PrOSSure at End of Fill:
During he BBing stage, he forwara
Injecson velocity of the reciprocaling Screw
s conrolled, which resulls i te pressure
Tequired 1o fill the cavity at that velocty. The
injeckon pressure is propagated through
the molten plasdc and results in a pressure
drop aistrbuted along the length of flow.
The pressure at the end of ill is a very good
InGication of how evenly the cavity has fied

~

H
5

ric e at En
Frozen Layer Fraction st End of Fil
Coaling Time
Temperature at End of Cooling 29
Sink Marks

Gate Filling Contribution

Ease of Fill

[veloaty Vector at End of Fll

Dweid tnes |
A
Linsos 1531
Filled Volume I
Uneven and even pressure at end of it
25 piots.
1nthe irst example. an injoction location
Cipping Options. - was placedin e midle of an
asymmetical handie. The pressure at end
8| of fill plot shows an uneven distoutic
pressure hroughout he cauty. The second
P P example shows thal repasitoning he

injection location slighty 1o te right results

Efe | Sl in 30 even pressure Gstibution throughout
the cavity. Even pressure at all end of fill

Iocasons will mprove the effects of packing
pressures and codling troughout the
Ided part You shoulg atmpt o piace
» he injection location where the pressure at
€nd of fl plot Sisplays an even pressure V'

“1sometric
[EIEIRNN] Model 3D Views | Motion Study 1 |  —
SOLIDWORKS Premaum 2020 $P5.0 Editing Part )
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The Central Temperature at End of Fill results

2
DS SOLIDWORKS  File Edt View Inset Tooks Window

Video
Recording

» @ Plastics Flow Amayss Co.

€ B [RISTOTE] | .00«
TR @ | W wwc
7 <

’ 24110

Auerage Temperature 3t End of Fil
at End of Fil

Piastics_Flow Analyss_Completed SLOPRT *

NORES

e Q- @ @ - B O x

Mesire ) esn Mogel

[ Transparent gl

Festures | Sketch | Surfaces | Mold Tools | Evaluste | Analysis Preparation | SOUIDWORKS Puastics

)
Settings
and
Help

ERP-W-

FLONG Cartral Tesgperaturs ot £nc of Fi

The central temperature at end of il lot
Incicates the melt temperatuce of he central
position between Me two suraces of a shell
mesh. The plastic meltmats a furnec
distance from the caviy wail will retain heat for
Tonger pariods of time. The temperature of the
malten core material may decrease quickl for
3 hin walled part, and the software wi detect
12 shortshothas occurred

Coaling Tt
Tempersture 3t End of Cacling w8
Sink ark:
Gate iling Contrbution
Ease of Fill !
[ velocy Vector at End of Fill |
[Jwets unes I
DlairTaps 55 View of central temperature at end of Sl
.
B (201108
2646
p e
“1sometric
TRIRIRTN] Model |30 Views | Motion Study1 | =
[Done Editing Part 3
75 SOLIDWORKS ~ Fle €t View inset Took Window @@ @ - Plasics_Flow Analysis_Completed. SLOPRT * - B O x
Yy @ @
Video  Measure =
Phtoeding © mesnmose Settings
and -
. | e ” | Tonsperent odel oo rover
— This part an be successtullyfiled with an  ~
Features | Sterch | Sutaces | Mold Tools | Evaluate | Analysi Preparation | SOUIDWORKS Pastics PEL BB ©-* Injection pressure of 383 MPa [5553.76 ol

: ‘ —1* @ Pl Fom Ay Co.
S B[RS eTE] | .. rox

D @ | s

o <

[ Fiow |

Availabie Results -

Fil Time
Pressure ot End of Fill
Central Temperature

Eulk Temperature at £nd of Fil
Flow Front Central Tempersture
Tempersture Growth st End of Fill
Shear Stress at End of Fil

Shear Rate at End of Fill
Volumetric Shrinkage at End of
Frozen Layer Fraction st End of Fil
Coaling Time

Temperature at End of Cooling
Sink Marks

Gate Filling Contribution

Ease of Fill

[lvelocty vector at End of il
[lveeiatnes
Clawtss

R [zam o
B [1ese B
[t "2

Clipping Options -

2] 16457

Efe

» e

FLOWY Average Temperature ot Envlof Fil

Editing Part - ®

2 ing
run 3n additional analysis aftes changing v

Average Temperature at

End of Fill:

The average temperature atthe end of il piat
Indicates the average melttsmperature
between the two sutaces of 3 shell mesh, If
the temperature Gferental is non-uniform,
Sink Marks and warpage may ocaur

=

View of average femperature at end of il
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The Bulk Temperature at End of Fill results

2
DS SOLIDWORKS  File Edt View Inset Tools Window »

Recording

Features | Stetch | Suraces | Mold Tools | Evaluste | Analysis Preparation | SOUI
» @ Plastc.Flow Amalysis Co.

G B [RISTOTE] | o sun

Prastics_Flow Anaysis_Completed SLOPRT *

@ sernsouowomsies G- @ @ - @ O X

w
S o

PEZ

o
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13. Saving your work:

Select Files, Save As.
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