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Design of Sealing Blade Type Double-Color Injection Mold

Dong Leilei, Han Leilei, Zhang Huimin

(Qingdao University of Science and Technology, Institute of Electrical and Mechanical, Qingdao 266000, China)

Abstract : According to defects of that the traditional double-color injection mold is large in size, complex in structure, strict

in the size of injection molding machine and has low qualified rate of products, a new sealing blade type double-color injection mold

was designed by taking a car ventilation cover plate as object. The structure of the blade is insert structure, and when hard plastic

is injected, the blade locates the upper limit position for insulating the cavity of soft plastic, when the injection of hard plastic is

completed, the blade descends to the lower limit position for connecting the cavities of soft plastic and hard plastic, then the soft

plastic is injected through another injector nozzle. Hot runner injection molding in sequence is adopted in the gating system of hard

plastic which reduces weld marks. Submarine gate is adopted in the gating system of soft plastic for auto-stripping. The qualified rate

of products produced by the mold increases through practical producing test meet customers’ requirements in the appearance of the

products and especially in the junction of soft and hard plastic.
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