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Design and discussion on core for curved cooling water channel

LOU Yi

(School of Mechanical and Automotive Engineering, Zhejiang University of

Science and Technology, Hangzhou 310023, China)

Abstract: Cooling water channel of mold cavity is generally arranged in a straight line according
to the traditional craft. If the cavity is a complex surface, then the straight cooling channel to
the appearance of the cavity different, which results in uneven cooling effect. To that, the mold
process cannot be solved for a long term. This paper presents an arbitrary curved cooling water
channel to ensure extremely cooling evenly. For curve lines cannot be drilled, it is suggested
that only rapid prototyping method and sintering. For the rapid sintering molding material can
not withstand high temperature when injection molding, we mixed the iron powder into the
sintering material powder. By this method, the design for die of curved cooling cannel is completed.
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Fig. 1 Design view of mold
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Fig.2 Concave die

7l

QC

U ol o Tiol 11

=
—
—=
—
==

| e,

e
—
e
s
6::

ij

(a) BLER (b) BLE A KIE FIRLE (OFIN AP SERESE]

B3 NED AR B AL

Fig.3 Core built-in curved cooling water channel
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Fig.4 Working principle of selective laser sintering
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Fig.5 Process flow of mould
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