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Injection Mold Design and Molding Process Optimization of Sailboat Hook

Sun Shichen, Han Xu, Hu Chen, Tian Yujing, Zhao Ertuan
(Shandong University of Technology, School of Mechanical Engineering, Zibo. 255049, China)

Abstract : The structure characteristics of the two sailboat hooks were analyzed by insert block forming and wedge slide block
side core pulling structure. The injection mold with four cavities was designed, and two kinds of plastic parts can be produced using
this mold. The use of “S” type layout of the sprue needs to bypass the side core to reach different plastic parts. Mold structure and
suitable parameters of the process are decided by orthogonal experiment.<The suitable cooling system and the optimal injection mold-
ing parameters were selected. The optimal process parameters are cooling pipe diameter of 10 mm, injection time of 1.4 s and ejec-
tion temperature of plastic parts-of 95°C". The optimum process parameters are adopted to test the mold, the mold structure is stable,
and the precision and quality of the product meet the design requirements.

Keywords : mold design ; orthogonal experiment ; parameter optimization ; many parts in one mold
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