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Plastic Injection Molding Process for Military Cartridge
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ABSTRACT : The aim of this study was to solve the packing cap assembly problem caused by thickness deviation of the
plastic cartridge mouth wall. With the method of pre-embedded metal parts, the machining of forming metal bottom and
cartridge shell were constructed together in the process of plastic injection molding. Through the injection molding process-
ing, problem of inequality thickness of cylinder wall was completely solved. Moreover, it not only reduced the cutting
head, glue, fine car length, such as multi-channel processes, but also largely improved the utilization rate of plastic mate-
rials. The products of plastic injection molding were superior to blow molding products in many aspects: tube body density,
strength, the precision of injection molding and the internal and external surface smoothness, and the internal ballistic per-
formance indicators. Both of the above two products can meet the requirements of product use, and the methods are reason-
able and feasible.
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Fig. 1 Schematic diagram of a plastic cartridge
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Fig. 2 Structure of metal plastic package
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Fig. 3 Structure of plastic coated metal
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Fig. 4 Structure of metal coated plastic tooling
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Fig. 5 Structure of plastic coated metal
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