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2 oF: MOLDFLOWALS] CAE S/WE ARE3}] AAKS] TV speaker grille®] #HA A% =&
TEEY, FvlE ko FAEE X9 g UK W F flow balance, runner balance,
23 o] F 7ERE AEg Al 7R e E fad 2y S FEsisich =E dAE A7y

= Are AISEEE 238 A3 (local database) Z o]t 81418131, standard databaseol] 2
A9} viw AESIYCE Speaker grilleolA] flow balance: AHE2] weld lined H431go 24
53t 93 weld line?] 71AE B4 Aste HxdrF o AF FIFY HEdez Qg A=
Mol gas7t ¥R o] YUeldth Runner balancet Z gateZF-E AEHE £ 4
A58 Z383o2M flow balanced WEES HPSIIOU weld lined oI 71AA BEAo)
Aslsh= wgol veldtl #vt flow balance®t runner balance® 233 el runners) AR
Ao v F o] Al BEe ROBIgln)h et 2z 2o Y3t A AYSTE A=3
local database®} 7129] standard database®ll 23t 341 A3 E vlwst A3, A& HEr} tAh #4)
AT, 2% £X2] Hapt WA veRdEels B8k, T datad] s Ak A2 Aolrt flsel
1=t

ABSTRACT : The optimization condition of injection molding for a commercial product of TV
speaker grille of A Company was induced using a CAE software of Moldflow. The flow and
packing phase analysis was performed by using flow balance, runner balance, and the intermediate
one by using the above two balances, which were used for controlling the amount of packing
resins into the cavity. Later, the analysis performed by using the measured viscosity (local
database) at various shear rates and the results were compared with the computer simulation
using the standard database. Flow balance induted minimized weld line resulted in a better
appearance and physical properties of the weld line, but exhibited a disadvantage of large
deformation and gas formation due to over—packing of the molten resin in the center of the
speaker grille. Runner balance improved the disadvantage of the flow balance by controlling the
amount of molten resin injected from the gate, hawever resulted reduced mechanical properties
and poor appearance of the weld line. However, the modified method induced from the flow and
runner balance improved the disadvantages by changing the runner size. In addition, the analyses
based on the local database and the standard datpbase were compared. Although the measured
viscosity was slightly higher and the temperatutre distribution was broader than the standard
database, no distinct difference was obtained from the analysis using the two different databases.

Keywords . CAE (computer aided engineering), flow analysis, packing phase analysis, local database,
standard database.
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Figure 1. Flow charts for computation of packing

phase analysis.
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Figure 2. Flow charts for computation of packing
phase analysis.
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