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A study on the motorcycle lear cowl injection molding by CAE analysis
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Abstract: In this paper, in order to improve the formability and quality of the injection molded parts in the molds for
molding the motorcycle rear cowl injection molded parts with different volumes at the same time, the flow of the molded
parts is changed through the injection molding CAE analysis by changing the gate position, runner size and position. It
is to find the optimum gate position, the diameter of the runner and the position where the balance is equal. The molded
article formed by the optimization resulted in the uniformity of the molten resin at the same time at the comer of the
product, thereby maintaining the flow balance favorable for mass production at lower injection pressure.
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Table 1 Processing condition for analysis

o Yebliich Fig.
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Factos Conditions

Mold Temperature( C) Min 20 ~ Max 80

Resin melt Temperature(C) Min 200 ~ Max 280

Solid Density(g/crt) 0.929
Filling time(sec) 4
Packing time(sec) 2
Packing pressure(MPa) 85
Cycle time(sec) 20

Part Volume(crt) Left 262,273, Right 202,318

. - PP/Exxon Mobil Chemical /
Material Description PP-1052

Polymer viscosity plot

:

Viscosity (Pa.s)

;
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Shear rate {1/s)

200,00 Dea-C == 22657 Dea-C - 26333 Deg-L==280.00 Dea-C.

Fig. 3 Polymer viscosity plot

Polymer pvT plot
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Fig. 4 Polymer pvT plot
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Fig. 6 Pressure at the gate position

Entrance pressure vs. time
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Fig. 11 Pressure according to runner diameter

Entrance pressure vs. time

(MF
\N
|

Fig. 12 Entrance pressure vs. time
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