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Optimization of front bumper runner system and its implementation
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Abstract: In the molding process, various factors may affect the final product. Therefore, it’s
difficult to determine which runner system design is better if simply based on man’s experience. By
employing the CAE technology and based on a full knowledge of the runner system, two front bumper
runner systems have been established to go through a series of simulation analysis. Statistics of filling,
injection pressure, clamping force and warpage have been obtained, from which possible outcome can be
predicted and hence the two systems can be compared and analyzed to judge which is better. The results
showed that the adoption of the better design can produce better quality products, which is in agreement
with the simulation analysis.
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Fig. 6 Injection pressure curve of option 1
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Fig. 11 Clamping force curve of option 2
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