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Design of Complex Side Core Pulling Injection Mold for Light Matching Mirror on Automobile Lamp
Yu Yanjun, Pang Jiwei,Lu Hongrong
(Shandong Polytechnic, Jinan 250104, China)

Abstract : According to the functional requirements and structural characteristics-of light matching mirror on automobile
lamp, the two-plate injection mold with complex side core pulling was designed ,“which was based on the two parting steps. The two
plate mold structure with two cavities and side ‘gate-for injection was adopted. In the molding process of plastic parts, the small inner
concave pit of the plastic part was demoulded by the horizontal inner core-pulling mechanism, the negative demoulding taper was
demoulded by the inclined inner core pulling mechanism, and the lateral buckles were demoulded by the multi slide side core pull-
ing mechanism. First parting process to realize external side core pulling, and secondary parting process to realize inner side core
pulling, and finally, the ejection was done by push blocks to achieve the sequential demoulding process. The inner side core pulling
slider was directly cooled to improve the cooling effect. The practice proves the design of the mold structure is simple and practical,
and meets the requirements of injection molding process, which has the certain instructive significance to the design of similar injec-
tions mold of products.

Keywords : injection mold ; secondary parting ; side core pulling mechanism ; sequential demolding
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