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Design of Injection Mould for Inner Triangular Branch Cover of Printer based on Core-Pulling Technology
Zhang Yanhua
(Department of Electromechanical Engineering, Guangdong University of Science & Technology,.Dongguan 523083, China)

Abstract : According to the structural characteristics of the injection molded partsof the‘inner triangular branch cover of the
printer, acrylonitrile-butadiene-styrene (ABS) was selected as the processing material. According to the requirements of application
and technical characteristics, the characteristics of the whole structure of ‘the inner triangle support cover and the forming process
were analyzed, and the core pulling mechanism of the sliding block of the inclined guide column and the core pulling structure of
the inclined top were designed. The structure of plastic parts was analyzed by using UG, and the design was made for the forming
parts, casting system, side core-pulling mechanism, inclined top core-pulling mechanism and stripper mechanism of the printer. On
the whole, the reliability, rationality and practicability of the mold structure are guaranteed. After the mold is put into production, the

yield of plastic parts reaches 98%, meeting the requirements of customer.

Keywords : acrylonitrile-butadiene-styrene ; core pulling technology ; inner triangular support cover of printer ; core pulling

of sliding block of inclined guide column ; inclined top core pulling ; demoulding mechanism
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