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Injection Molding Process Parameter Optimization and Mold Design to Shaft Bush Parts Made of PTFE

Du Penghui', Wang Yunging', Xie Chuanying’, Li Heng’, Wang Jun®, Li Lei’, Wang Xiaoxin'
(1. School of Polymer Science and Engineering, Qingdao University of Science and Technology ,Qingdao 266042, China;
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Abstract : For the high-wear-resistant self-lubricating bushing parts of heavy-duty trucks made of polytetrafluoroethylene (PT-

FE) as raw material, the Moldflow software was used to simulate, and the injection molding parameters were optimized and de-

signed by orthogonal experimental methods, and the optimal process parameters combination of melt temperature 420°C , mold tem-

perature 160°C , packing pressure 60 MPa and packing time 15 s were obtained. The running system, slider structure, ejection sys-

tem, cooling system, et al of the mold are designed, and the cooling effect is simulated, and the effectiveness of the cooling system is

confirmed. After actual injection molding production and test verification, qualified bushing parts have been obtained, which can re-

place the metal bushing parts in heavy-duty trucks, helping to reduce the weight of the car and save energy and reduce emissions.

Keywords : polytetrafluoroethylene ; high wear resistance & self-lubricating ; simulation ; orthogonal experimental method
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