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Abstract

The design of injection molded polymeric parts has been done empirically. since it requires profound

knowledge about the moldability and causal effects on the properties of the parts. This study shows

CALE approach

for the design of the seat frame of fiber-reinforced composite material in order to realize

the concept of rational design for the productivity and quality of mold making. The knowledge-based

CAE system is constructed by adding the knowledge-base module for the design evaluation and

appropriate CAE programs for mold design analysis in order to provide designers, at the initial design

stage, with comprehensive process knowledge for the performance analysis and the design evaluation. A

knowledge-based CAE system is a new tool which enables the concurrent design with integrated and

balanced design decisions at the initial design stage of injection molding.
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Table 1. Process conditions for case study.
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Fig.4 Decision rules for design diagnosis and redesign.

Fig.2 Finite element model.

Fig.5 Predicted melt-front advancement.
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