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A New Design of Injection Mold to Make Electric Detonator without Sprue Wastes

LIAO Lichun, WU Yunlin
Sichuan Jiuanxin Electronic Technology Co. , Ltd. (Sichuan Mianyang, 621000)

[ ABSTRACT]

jecting channel remanet can be observed on the injection molding products due to the poor design of feeding channel in in-

During the production of wire plugs of electric detonator (including digital electric detonator) , part of in-

jection mold, which consumes time to remove the sprue wastes. Compared to the traditional injection mold, the new injec-
tion mold was introduced with increased plugging hole structure. Once an injection is completed, blocking rod comes down,
and then materials in injection feeding channel is separated from the model cavity. It has been proved by production and

practice that the new injection mold structure can realize zero-wastes on the surface of the injection molding products to

avoid artificial culling because of the smooth surface. At the same time, raw materials for the injection are saved.
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Fig. 1 Wire plug of electric detonator with sprue wastes
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Fig.2  Structure of the new injection mold
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Fig.3  Structure of the blocking rod
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Fig.4 Tapered tip structure of the blocking rod ( unit;mm)
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Improved wire plug of electric detonator

Fig. 5
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Fig.6 New automatic injection mold used in production
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