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Design of Injection Mold For Large Thin-Walled Switch Panel of Automobile Lifter
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Abstract : According to the characteristics of irregular shape and multiple buckles, a lateral core-pulling mechanism was de-
signed for the switch panel of vehicle elevator with complex internal structure. For the irregular basin-shaped groove in the part, the
inclined guide post core-pulling mechanism was used to complete the special-shaped hole forming. UG12.0 Mold Wizard applica-
tion module was adopted to ensure non-interference among institutions. According to the structural characteristics of the switch pan-
el of the vehicle elevator, the combined concave-convex die was adopted to ensure the smooth demoulding of the plastic parts. By
using Moldflow software to do analysis, reasonable optimization parameters were obtained. Finally, the process parameters of melt
temperature of 230.8°C, mold surface temperature of 52.5°C, injection time of 1 s, mold opening time of 5 s, maximum pressure of
200 MPa in pressure holding stage, total pressure holding time of 20 s, time to reach ejection temperature of 59.21 s and total cool-
ing time of about 38 s were selected, which improved the service performance of parts and designed mold.

Keywords : switch panel of vehicle lifter ; inclined guide pillar core-pulling mechanism ; combined concave-convex die ;
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