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A Study on the Comparison of Flow Analysis and Practical Molding
for Automobile Bumper Molding

S. H. Hwang*, C. G. Kim, S. D. Ji, M. K. Kim(Shinhan co., Ltd.),
Y. B. Moon(Grad. Mecha. Eng. Dept., PKNU), Y. D. Jeong(Mecha. Eng. Dept. PKNU)

ABSTRACT
Importance of using an injection molding analysis has been increased. However the application of it has not been increased
because the results of analysis do not sometime match to practical molding. Therefore, the difference of flow analysis and
practical molding should be decreased. This study presents reasons of the difference for the location of weld-line in the flow
analysis and practical molding on automobile bumper molding.
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Table 1. Conditions of injection molding

_Degree Speed (%) Location (mm)
1 56 160
2 56 100
3 56 60
4 56 30
5 42 10
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Fié. 3 Weld-Line of automotive bumper by CAE program
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Fig. 4 Weld-Line of automotive bumper by CAE program
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Table 2. Conditions of injection molding for CAE

Degree Speed (%) Location (mm)
1 28 © 160
2 28 100
3 28 60
4 28 30
5 21 10
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