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Design of Double Color Injection Mold for Mechanical Contact Type Thin Keycaps Parts
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Abstract : Using the mechanical contact type-thin keycaps parts as an example, the key technologies of double color

injection molding mold were studied, the molding technics design and application were realized. The double color injection mold

gating system, cooling mechanism, ejector system and other related structures were analyzed and designed, mainly reflected in

the complexity of the gating system and the mold opening and closing movement process, to achieve the overall structure of the

mold design. Demoulding moothly of double color injection mechanism could be implemented in UGS8.5 Mold Wizard application

module. The designed die has a compact structure and works stably, and it meets the requirements in the production process. It can

provide theoretical guidance and technical support for the further popularization and application of the process.
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