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Design of Injection Mold for Curved Saw Shell Based on CAD / CAE
Cheng Guofei', Ding Ligang', Wei-Wengiang', Huang Chujie®, Zhang Wei*
(1. School of Intelligent Equipment Manufacturing, Zhongshan Torch Polytechnic, Zhongshan 528436, China ;
2. Zhongshan Gaolinmei Packaging Technology Co., Ltd., Zhongshan 528436, China)

Abstract : The technology of the left and right cases.of the curved saw was analyzesd, and the key mechanism of the injec-
tion mold and its design were introduced. The simulation filling analysis and optimization were carried out with the help of common
mold flow analysis software Moldflow, and the casting system, forming parts, ejection mechanism, side core-pulling mechanism
and cooling system of the mold were designed with the help of digital design software. The mold adopted the layout of 1 mold and
2 cavities, the side gate was fed with glue, and the long cylinder was pushed out by the push tube pushing mechanism. The opening
action includes two opening, one ejection and four core-pulling demoulding. Mold adopted different core-pulling mechanism reason-
ably solves demoulding process problems of multiple lateral concave round hole and outer contour structure in plastic patrs, includ-
ing the front mold core pulling way to complete the plastic parts of the top round hole and the parting core-pulling action of inclined
hole, the use of inclined slider core mechanism to complete the core pulling of other side holes, the use of oblique guide column core
mechanism to simplify local external contoured parting surface structure. The mold has compact structure and reliable action, which
can provide reference for injection mold with similar structure.

Keywords : curve saw shell ; injection mold ; mold flow analysis ; structural design
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