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Design of Injection Mould for Button Switch Cap based on Moldflow
Liu Xiangjian, Zhou Jiarui, Jiang Jin
(School of Mechanical and Electrical Engineering, Jinling Institute of Technology, Nanjing 211169, China)

Abstract : In view of the structural characteristics of a plastic button switch cap with an annular side concave and uneven wall
thickness change of the cap body, a set of two cavity mould with a angle pin side core pulling mechanism was designed. In order to
improve the quality of plastic part and solve the problem of demoulding plastic part, firstly, the gate location and cooling system
were determined through simulation using Moldflow software, and the molding process of the plastic part was simulated and
analyzed. The results show that the time for the plastic melt to fill the mould cavity is short, and the filling consistency of the two
mould cavities is good. At the same time, the volume shrinkage of the plastic part is small, the volume of the plastic part in the two
mould cavities changes uniformly, the gas discharge in the mould cavity is good, and there are fewer air cavitations. The amount of
warpage deformation of the plastic part is within a reasonable deformation range. Secondly, the mould structure was designed,
mainly including parting surface, molding part and side core-pulling mechanism. Due to the annular side concave of the plastic
part, the core was designed as a combined structure, and the cap body part of the plastic part was formed by a large core, slider, and
molding rod. The angle pin side core pulling mechanism was used to achieve the molding and demoulding of the annular side
concave of the plastic part. Through Moldflow software analysis and optimization of mould design schemes, the mould design
process can be accelerated and the molding quality of plastic part can be improved.

Keywords : button switch cap ; injection mould ; gate location ; molding process
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