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Design of Injection Mold for Complex Side Core Pulling of Automobile Headlamp Shell
Liu Xiaofei
(Zhongshan Torch Polytechnic, Zhongshan 528437, China)

Abstract : According to the needs of automatic injection molding production of automobile headlamp shell, a set of complex
side core pulling injection mold for large hot runner molding is designed. Because the parting surface of the die is complex, the fixed
die and moving die adopt inlaid structure. Through moldflow analysis, the gating system of “hot runner +cold runner +latent gate”
is adopted. According to the size of plastic parts and the characteristics of side hole and reverse buckle structure, a variety of lateral
core pulling mechanisms are reasonably designed. According to the structure of plastic parts and the distribution of mold elements,
the temperature control system of “straight water channel +inclined water channel +water well” is adopted to ensure uniform cooling
of plastic parts and high cooling efficiency. In order to improve the precision and service life of the die as a whole, an accurate
guiding and positioning system is designed. The first reset mechanism is adopted for demoulding, which solves the problem of
possible interference between the push part and the sliding block. The die has reasonable structural design and strong practical
performance. It runs well after being put into use. The design has a good reference value for similar dies.

Keywords : die structure ; hot runner ; lateral core pulling mechanism ; demoulding ; inclined jacking mechanism
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