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Abstract

An airbag is an essential automotive component used in all kinds of vehicles such as an internal combustion engine and an
electric motor vehicle and is used to minimize the damage of an occupant in the event of an accident. Airbag-related parts
are being monopolized by a small number of foreign companies around the world. In this situation, it is necessary to develop
and research the airbag-related part molding technology for expansion of the domestic airbag-related market and corporate
export. As a part of this research, we have developed a mold for airbag inflator cap. The development consists of three steps
which are the design of components, analysis of the design and verification of it. In the case of the design, the transfer type
mold was designed for the multi-cylindrical shaped feature. Analysis was then conducted on the design. By examining the
results of analysis, changing features and numbers of punches and dies were added in the analysis and repeatedly analyzed.
After the addition, proper dimensions from the analysis were achieved, and prototypes were practically produced and
verified. In the case of prototype verification, Pressurizing Burst Test was conducted on the existing products and the

prototype. By comparing the results of the test, the possibility of replacing the existing product of the airbag inflator cap is
presented in this paper.

Key Words : Airbag, Airbag Inflator Cap, Deep Drawing, Pressing, Forming, Pressurizing Burst Test
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Table 1 Material Design of Airbag Inflator Cap

Target Design Fig. 4 Drawing of Airbag Inflator Cap

ASTM A1008 | JIS G 3141 At
DS Type B SPCC-S
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0/ 'l
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(P) Foin

Sulfer(s) | 0.30(max) 0.0036

~— 1.03 —*
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150 187 . . .
Strength Strength (min) Fig. 5 Drawing of Inflator Cap Cruciform Groove
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