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Injection Mould Design of Mobile Phone Holder with Complex Curved Surface
Min Zhiyu', Shi Nianfeng', Zhang Jie', Chen Feng’
(1. Department of Materials Science and Engineering, Luoyang Institute of Science and Technology, Luoyang 471023, China ;
2. School of Materials Science and Engineering, Zhejiang University of Technology, Hangzhou 310014, China)

Abstract : The injection molding design of the mobile phone holder with complex curved surface was introduced. The
structure characteristics and injection molding process. were analyzed. The mould gating system was analyzed by means of Moldflow
software. The Pro / E software was applied to implement the three-dimensional shape of the mold. The forming parts, side core-
pulling mechanism, demoulding mechanism, and-cooling system were designed. The mould included four cavities structure and

two parts of plastic were formed.at the same time, which ensured the dimensional stability and assembly of plastic parts. The mold

realized production automation of the plastic parts and the production efficiency was greatly improved.

Keywords : injection mould ; Moldflow; mobile phone holder ; side core-pulling ; gating system
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