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Design of Injection Mold for Automobile Side Rear View Mirror Shell
Huang Jizhan™?, Fan Yu':?
(1. Jiangsu Vocational Institute of Architectural Technology, Xuzhou 221116, China ;
2. Engineering Research Center of Xuzhou'Mould New Technology ;. Xuzhou 221116, China)

Abstract : On the basis of analyzing the technological performance of rear view mirror shell, a set of hydraulic core pulling hot
runner mold with one mold two cavities was designed. The design of the parting surface, the layout of cavity, forming parts, pouring
system, core pulling and ejection-was-introduced, as well‘as the working process. The molding parts adopted the structure of inlaid
die kernel, which was convenient for processing-and maintenance. The hot runner structure with two-point balanced arrangement
and the feeding mode of hot point gate were-adopted in the gating system to realize non-condensate pouring and balanced pouring.
The ejection mechanism adopted a combined ejection mechanism with inclined ejection as the main part and ejection of ejector
block and ejector rod as the auxiliary part to realize the synchronization of product ejection and internal core pulling. Based on the
principle of inclined wedge, a special hydraulic core-pulling structure of upper and lower sliders was designed, which satisfied the
requirement that the upper slider demoulded downward first and then moved outward during core pulling, it solved the difficulty of
the design. The practice proves that the mold is designed reasonably and runs reliably. It not only improves the quality of the rear
view mirror shell, but also saves materials and shortens the molding cycle.

Keywords : rear view mirror shell ; injection mould ; hot runner ; core pulling ; molding part
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