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Flow Analysis and Structure Design of Injection Mold for European Style Shower Body
Liu Qiong", Lin Fukun’ , Lin Yongnan®
(1. Fujian University of Technology, School of Materials Science and Engineering, Fuzhou 350118, China ;

2. Xiamen Ample Bioengineering Co., Ltd., Xiamen 361022, China)

Abstract : Aiming at the particularity of the shape of European flower sprinkler, Moldfiow software was used to analyze the

die flow, and the results were applied to the die design. A die core-pulling structure of ‘direct-pulling and bending-pulling was de-

signed, which greatly shortened the length of arc'core-pulling. Aiming at.the warping part of the product, a right-angle stripping tem-

plate was used for side drawing and stripping of the-die, which ensured the appearance quality of the product. The results show that

the die has compact structure, stable and reliable movement, and can meet the actual production needs.
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