5 49 %50 5 ) T & % B N A Vol.49, No.5

2021 5 H ENGINEERING PLASTICS APPLICATION May 2021 103

d0i:10.3969/j.issn.1001-3539.2021.05.020

854K 1 AR e B R g

YER R AT
(L 7T PEAO) TR 2B VT PERER 331200 5 2. ) REEZOGHARA R, T AHMifE  528329)

T A K R IE A K X dm M e UL TRk B P, oA T BAME R BAM T, 5
Tt T MR EIS  R Y TR EIGATAR T T AR B4 e ddi AR A TR A B AT R IR ARIE T B
= SO RA B L2 A T AR @ 4 A AT 4 MEB BT SR E L, RE T BIKS B & B AR S R AUE T R
BRI RS R AN RS R T R A AR A A B A AR R T sk F T ARIE R e MR R
TR EMEITY BT A SRR,

SRR R A AT E IR 5 AL B

FESES . TG386.3  XEkARIAAL: A XEHES:1001-3539(2021)05-0103-05

Design of Injection Mould for Complex Long Tube and Circular Curved Plastic Parts
Hu Qinggen', Li Xudong', Fu Haiyong’
(1. Jiangxi Vocational College of Agricultural Engineering; Zhangshu 331200, China ;
2. Guangdong Suiming Optoelectronics Co. Ltd., Shunde 528329, China)

Abstract : Aiming at the problems of long and.thin plastic parts with circular arc shape, complex structure, difficulty in film
removal and ejection, the injection structure technology of plastic parts was analyzed, and the lateral hydraulic core pulling was
ingeniously designed to reduce the hydraulic core pulling stroke. In order to ensure the smooth film removal of complex products,
the fixed die slider inclined core pulling, fixed die inclined top core pulling and connecting rod arc core pulling were designed. Four
conical surfaces were designed at four corners of the parting surface for secondary positioning, which improved the problem of dis-
location of the arc parting surface. The design-points of forming parts, gating system and cooling system were described. The design
of long and thin beryllium copper cooling and auxiliary channel cold material hole ejection is adopted to ensure the forming quality
of the product. The design of the mold is ingenious and meets the production requirements.

Keywords : hydraulic core-pulling ; connecting rod arc core-pulling ; fixed die slider inclined core pulling
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