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Design of Injection Mold for Car Rearview Mirror Triangle Seat Base.on CAE Analysis
Cheng Mei
(Hunan Automotive Engineering Vocational College, Zhuzhou 412001, China)

Abstract : Aimed at the need of forming plastic parts of car rearview.-mirror triangle seat, a two plate model injection mold
with one cavity and single parting was-designed. The mould was poured by hot runner and cold runner casting systems, and the cold
runner segment was poured synchronously on the upper and lower parts of the plastic parts by double channel. According to the char-
acteristics of plastic parts difficult to demoulding, thearc core pulling cylinder drive mechanism and guide pillar pulling mechanisms
were designed to carry out demoulding..In the-circular arc core pulling mechanism, the driving force of the linear core pulling action
of the oil cylinder was transformed into the circular arc movement of the arc slider through the relative sliding of the connecting parts
to achieve rotating core pulling of arc insert. The mechanism is exquisite, simple and practical. In the two pumping unit, the double
inclined guide column was used to drive the slant slide block to carry out the first inclined core pumping, and then the slant slide
block was used to drive the straight slider to carry on the straight line second core pulling. The gating system of plastic parts was
designed by CAE simulation analysis. The layout of mold structure is reasonable, the mechanism structure is simple, the mecha-
nism action is reliable, the quality of the plastic parts produced by injection is good, which effectively reduces the difficulty of mold
manufacturing.

Keywords : car rearview mirror triangle seat ; injection mold ; demoulding ; arc core pulling mechanism ; two core pulling
mechanism ; CAE analysis
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