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Fig.1 The baseplate
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Fig.3 Structure of high pressure mold
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Tab.1 Relationship between vulcanization degree and vulcanization
time of injection mold vulcanization process products
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Tab.2 Relationship between vulcanization degree and vulcanization
time of high pressure mold vulcanization process products
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Fig.4 Vulcanization degree distribution of different
vulcanization process products
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Fig.5 Effect of vulcanization time on swelling index of
rubber under different vulcanization processes
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Fig. 6 Changes of internal pressure of products during
different vulcanization processes
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Tab.3 Rubber-metal bonding strength of different
vulcanization process products
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Tab.4 Vertical static stiffness of different vulcanization
process products
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Application of Injection Mold Vulcanization Process in Baseplate Preparation

HOU Ming, QIU Liyan, WU Zhifeng,ZHOU Dan, XIE Yanfei, LU Xiangzhou
(Zhuzhou Times New Material Technology Co. ,Ltd,Zhuzhou 412007, China)

Abstract: The application of injection mold vulcanization process in baseplate preparation was
studied, and compared with the traditional high pressure mold vulcanization process. The results showed
that compared with the high pressure mold vulcanization process, the injection mold vulcanization process
could shorten the vulcanization time of the products,improve the production efficiency,increase the internal
pressure, improve the uniformity of rubber vulcanization, and enhance the rubber-metal bonding strength.
In addition, vertical static stiffness, vertical dynamic stiffness and dynamic and static stiffness ratio of the
products with injection mold vulcanization process had less change after fatigue test,and the performance of
the products was more stable during use.

Key words: injection mold; vulcanization; baseplate; vulcanization time; internal pressure; bonding

strength ; stiffness



