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Simulation Analysis and Design of Car Bumper with Long Welding Bead
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Abstract : The automobile bumper rod is characteristic of long weld features. The problems of welding deformation and weld defects
easily appear in welding process. The finite element simulation method is used to simulate the temperature field and strain field in the

welding process. The simulation results show that the temperature gradient in this process is slowed down, the heat dissipation is

more uniform and the welding strain is reduced obviously after the auxiliary heat dissipation measures adding to. The special water

cooling model tooling is designed to improve the welding precision.
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