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Design of Injection Mould for 180° UPVC Plastic Bend with Rotating Core Pulling
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Abstract : Focused on the optimization and innovative design of the demoulding mechanism and structure of mould for the
difficulty of demoulding the inner wall of a 180° bend pipe on a plastic part of a certain bend pipe, a two-plate injection mould with
a rotating core pulling mechanism was designed for the injection moulding of the plastic part. A 180° bend rotating core pulling
mechanism was designed for the demoulding of the inner wall of the 180° bend of plastic parts made from unplasticized polyvinyl
chloride. The mechanism first used the mould opening action to separate the plastic parts from the cavity insert, and removed the
blocking part of the bend core pulling out. Then, the ejector cylinder was used to push the push plate to push the 180° bend core and
its upper plastic parts out of the core insert. Finally, under the auxiliary blocking of the baftle, the 180° bend core was driven by the
oil cylinder to be pulled out of the plastic parts, Automatically drop the plastic part from the bent core to achieve automatic demould-
ing of the plastic part. Correspondingly, to ensure the injection moulding quality of the plastic parts, stainless steel 440C was select-
ed as the main component material of the mould cavity, and the injection moulding process of the plastic parts was designed. The
main parameters of the process are as follows: nozzle temperature is 192 °C, injection pressure is 140 MPa, holding pressure is 40
MPa, back pressure is 3 MPa,and mould temperature is 30-45 °C.
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