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Influence of “Corner Effect” on Deformation of Plastic Part
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Abstract : Plastic part always have residual stress after injection molding process, so that it is not easy to avoid deformation.

To find out the reason of deformation is very important in molding processing. There are many reasons to cause deformation of

molding product. Through analyzing a mobile part by Moldflow, the reason of deformation caused by corner effect was found. Then,

according the result of CAE analysis, the material thickness of the plastic part corner was changed from original 4 mm to 2 mm, and

the deformation value of product was decreased by about 80% from 2.9 mm to 0.6 mm.
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