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Study on the Warpage of Injection Molded Parts Injected by Hot Runner Based on CAE
Shen Honglei, Liu Feng

(School of Mechanical and Electrical Engineering, Changzhou Institute of Technology, Changzhou 213002 , China)

Abstract : A plastic drawer was taken for an example, the single factor method and orthogonal method were respectively used

to analyze the influence trend and degree of various parameters on warpage of the injection molded part by using Moldflow software.

The experimental datas show that when the mold and melt temperature increase, the warpage increases, and when the packing

pressure and packing time increase within a certain range, the warpage decreases. The order of the effect degree on the warpage is :

packing time>mold temperature>packing pressure>melt temperature. According to the analysis results, the process parameters and

the cooling system of the mold are optimized, so that the warpage is decreased, the ideal result is reached.
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