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Machining process for key components of helmet PUR foam hard liner
foaming mould

Wen Genbaoo, Fang Xin, Wen Li
(China Aviation Industry Aerospace Lifesaving Equipment Co. LTD., Xiangyang 441002, Hubei, China)

Abstract: Through the analysis of the processing techniques for the main components of the foaming
mold, namely the large concave mold, small concave mold, and convex mold, it was found that there is
a height difference in the positioning reference between the large concave mold and the convex mold,
necessitating the use of a backing plate for support and positioning. When processing the molding surface,
the positioning holes on both ends must be aligned to ensure that the molding surface does not displace.
For the processing of the small concave mold surface, it is necessary to first use a Type |l fixture to process
the convex surface, and then install the small concave mold into the large concave mold for combined
processing of the inner cavity surface. Only in this way can the overall inner cavity surface be ensured to be
consistent, thereby ensuring that the foam hard lining is formed without fins and burrs.

Key words: foaming mold; large cavity mold; small cavity mold; punch; Type Il fixture
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