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Design of injection mold structure for thread core-pulling mechanism
based on CAE analysis
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(1. School of Materials Science and Engineering, Fujian University of Technology, Fuzhou 350118, China;
2. Xiamen Ample Bioengineering Co. Lid., Xiamen 361022, China)

Abstract: The plastic pipe joint is taken as the research object. Moldflow software was used to analyze and
compare the flow patterns of plastic pipe joints of two different shapes. Based on the analysis results of the
Moldflow, the injection mould was designed by using CAD and UGNX software. Results show that after Mold-
flow simulation, the design of S-shaped flow passage can allow plastic melts to fill the cavity in time. The wavy

lines and warpage deformation on the surface of the plastic parts are obviously improved, and the forming qual-

ity of the plastic connecting pipes is improved
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Fig.1 Two dimensional drawing of plastic

connecting pipes ( unit; mm)
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Fig.2 Analysis of filling time for straight and

S-shaped channels
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Fig.3 Analysis of warpage deformation of straight and

S-shaped channels
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Fig.4 Analysis of volume shrinkage for straight and
S-shaped channels
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Fig.5 Three mould joint schemes
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Fig.6 Cavity arrangement
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Fig.8 Drawing of the die assembly
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