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Design of Injection Mold with Inserted Side Core Pulling for Automobile Movable Contact Seat
Mei Yi, Yan Tiancan, Li Yayong, Wu Qiao, Gan Shenglin, Yang Xingyu
(College of Mechanical Engineering, Guizhou University, Guiyang 550025, China)

Abstract : Taking the plastic part of the moving contact seat of automobile with complex internal structure as an example,
the key technology of the injection mold of thin-walled parts with side core pulling and laminating was analyzed. The plastic
part contains many details such-as porous, deep groove and lateral convex platform. UG NX software was used to model the
characteristics of plastic parts. Under UG8.5 Mold Wizard application module, it ensured that each mechanism did not interfere with
each other. According to the structural characteristics of the movable contact seat, the side feature forming of the plastic parts was
realized by the core-pulling mechanism-of pressing plate and inserting type. The ladder push rod was designed to ensure the smooth
demoulding of plastic parts. In order to avoid the defects such as bubbles and depressions on the surface of plastic parts, a dovetail
groove was set up on the parting surface of the mould for exhaust. The key point was using Moldflow software to simulate and
analyze the defects of plastic parts, and reasonable optimization parameters were given. Finally, the process combination of melt
temperature 280°C , holding time 8 s and filling pressure 95 MPa was selected to improve the service performance of the parts. The
designed die has compact structure and stable operation, which has certain reference value for similar die design.

Keywords : automotive movable contact seat ; side core pulling by pressing plate mosaic ; die design ; Moldflow
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