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Design and Processing Technology for Injection Mould of Automobile Intake Manifold’s Lower Shell

Su Huiyi

(Yantai Engineering and Technology College, Yantai 264006, China)

Abstract : By analyzing the structural characteristics of automobile intake manifold’s lower shell, it is found that the structure

of the shell is complex with many side holes and its demoulding process also needs multi-angle core pulling, which increases

the difficulty of the design and processing. Especially in the air outlet position of the shell, the air outlet angle and fixed flange

demoulding angle are inconsistent, and forming actions of these two parts must be implemented by a set of institutions, which is the

difficulty and focus of the mould designing. In view of the above problems, a variety of demoulding ways were comprehensively

used, so the above problem was solved by combining the movement of angle pin along angular surface of slideway with the

movement of slide parts derived by oil cylinders. The reasonable processing technology was adopted for contributing to the design

and production of the mould. The practical production proves that the design of the mould is reasonable and the operation is stable in

production.
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