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Abstract ;: The structural and processing characteristics of the plastic dilatant nail. which was
used in architectures, were analyzed- The gating system. cavity, delayed core-loosing struc-
ture and water circuit system of the injection mold were designed. And the mold’s working
principle was also introduced- A delayed core-loosing structure was presented. which was
simpler and easier to machine than the usually used bending pin structure- Practice shows

that the structure for the injection mold is safe, reliable, automatic, easy to machine. So it

could meet the requirement of mass production of plastic dilatant nails-
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