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Design of Injection Mould with Multi Side Core-pulling for Short Fixed Handle Sleeve
Mei Yi, Zhu Chunlan, Song Peiyi, Li Qingjun, Liu Chuang, Liu Wenhui
(College of mechanical engineering, Guizhou University, Guizhou 550025, China)

Abstract : Aiming at that the short fixed handle sleeve injection molding part has a complex internal structure, including stiff-
eners, deep groove and side convex, and many other details, the joint side core-pulling mechanism consist of angle pin core-pulling
and hydraulic core-pulling mechanisms is adopted in the process of the mould design. The angle pin core-pulling mechanism is ad-
opted for the convex and small grooves on the symmetrical side, and the hydraulic core-pulling mechanism is adopted for the deep
groove and multi stiffeners, at the same time, the gating system, cooling system and other mould parts are designed and verified.
Under the UG8.5 Mold Wizard ‘application. module, it is ensured that the joint side core-pulling mechanism does not interfere with
each other during the opening and closing process, and does not interfere with the gating system and cooling system, and the multi
side simultaneous demoulding of the injection mold is successfully realized. The designed mould has a compact structure and stable
work, and it meets the requirements of use during the production process.

Keywords : short fixed handle sleeve ; injection mould ; hydraulic core-pulling mechanism ; angle pin side core-pulling mech-

anism ; joint side core-pulling mechanism
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