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The Analysis of Injection Process and Bicolor Injection Mold Design for Rotating Shaft Parts
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Abstract : The typical bicolor hot.runner injection'mold was analyzed and designed by taking the rotating shaft parts as an

example. Starting from the selection of the best gate location, the injection molding process of polypropylene and thermoplastic elas-

tomer was researched by Moldflow and the possible defects was predicted which provided the reliable technical support for the mold

design. The rotary core two plate structure was adopted by the bicolor mold, and the side core pulling system driven by hydraulic

to complete the forming of the side boss, groove and other features. This structure was easy to control the demoulding action of the

parts, and the movement of the slider was steady and accurate. On the parting surface, the sealing characteristic was designed ac-

cording to the shape of the parts, which ensured the integrity of the products in the two injection process. The practical production

prove that working process is stable, the product performance is steady and meet the production requirements.
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