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Design of Secondary Injection Mould for. Automobile Connector
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Abstract : In order to solve the problem of large deformation caused by high speed and high voltage melt impact of metal line
terminals in automobile connectors in injection molding production, an overlapping injection molding technology of plastic package
was adopted. That is to use the method of secondary molding on the plastic parts, first design a plastic overmolded transition part,
play a fixed and buffering role, then put the plastic overmolded transition parts into the secondary forming mold injection molding to
produce the final product, effectively solve the problem of large deformation of metal line terminals. Taking an automobile connector
as an example, the feed system, core-pulling mechanism, positioning mechanism and cutting mechanism of metal line terminals are
analyzed in detail. It is proved by practice that the design is reasonable in structure and stable in work, which has certain reference
value to the design of similar injection mold.

Keywords : metal line terminal ; injection mold ; two-stage molding ; mold structure
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