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Effects of Injection Molding Process Parameters on Warpage of Plastic Parts
Zeng Junliang, Wang Rongji, Feng Xiaoxin
(College of Mechanical and Electrical Engineering, Central South University of Forestry and Technology, Changsha 410004, China)

Abstract: Taking a square plastic plate for example and warpage as the optimization objective, mold temperature, melt

temperature, packing pressure and packing time were optimized by using the Taguchi, range analysis and variance analysis

methods, then optimal injection molding process parameters were determined. The single factor change tests and interaction tests

between random two factors among the four process parameters were conducted to study the influence of the process parameters

and interaction on warpage. The results show that the warpage value increases with mold temperature increasing and decreases with

melt temperature, packing pressure and packing time decreasing. The effects of interactions between mold temperature and melt

temperature,, between mold temperature and packing pressure, between melt temperature and packing time on warpage are obvious,

the others are not obvious.

Keywords: Taguchi ; process parameter ; warpage ; interaction

AT 2 Bt R DL BT R P —
ST ASIE Y R 2R AR 2, il i 254 R S5 R N
T228% Y, BRifRL5E AR n 143585
ML R, 2B T T 2809 28 BAE X3
AR RsEm . EHFEF R L T 2 SH0 it A2
S Y [R] IS T A S s BAE DI A2 B
IS, DATE 2R 7 S
1 SEERt
11 SREeAAl

DL T JE 88 OBk M R S B A RL, R AR R
200 mm x 200 mm x 2 mm, fE Moldflow H & 37,
3D A7 FRICHEAY, WKl 1 B o SEsphBhE R N
}#-5-°k BP Amoco 1046,

1.2 Taguchi % 5&3% 4t

Taguchi SEEGBET & —Fh )12 A5 T30 50

(771 o EHEIESE R Lio(4). BB

K1 SRR 3D A FR oo R
(A) JERIRE (B) AR JEJE T (C) FE: s a] (D) i#F
TWF5E . & T 22800 K R EIER 1 iR,

K1 BEIZSHWKEEE

K A/ C B/ C C/MPa D/s
1 50 220 35 8
2 60 240 40 10
3 70 260 45 12
4 80 280 50 14

1.3 EREBRLERLHH
IESCER AN 2 PR, BRI ER 55
PR N B WA, 2 EE0F5E 7 8 i H CAD / CAE
Wik H 4 : 2012-12-30



杨超


W7 S TR T T BB R R A2 B A A AT 57

BAEPROC AR, HR I SCERHE b Bt A 2222 AL A ML

A, TR R Z K AR AEEIC , R PR 22 70 Mk

Clo W22 o0 B2 5 e 3 Fivs o S ol R 28 % 5 56

FRFR A SE I 75 3% R O 220 ik M, a4y

Prés RNk 4 s

F2 EXTREBHEER
B/°C C/MPa D/s

LGS A/ C AR A / mm

1* 50 220 35 8 1.863
2° 50 240 40 10 1.711
3 50 260 45 12 1.587
4" 50 280 50 14 1.489
5" 60 220 40 12 1.735
6" 60 240 35 14 1.753
7" 60 260 50 8 1.646
8" 60 280 45 10 1.595
9' 70 220 45 14 1.664
10* 70 240 50 12 1.557
11" 70 260 35 10 1.757
12 70 280 40 8 1.789
13" 80 220 50 10 1.607
14* 80 240 45 8 1.694
15" 80 260 40 14 1.628
16 80 280 35 12 1.726
x3 WMESW
Ko A/ C B/ C C/MPa D/s
1 1.662 1.717 1.775 1.748
2 1.682 1.679 1716 1.667
3 1.692 1.654 1.635 1.651
4 1.664 1.650 1.575 1.633
e 22 0.030 0.067 0.200 0.115
R4 FESH
W R WEThm A Ftb  FiIngYE &
MR 0.002 3 1.000 9.280
IR 0.011 3 5.500 9.280
PR T 0.093 3 46.500 9.280 *
fRERTE 0.031 3 15.500 9.280 *
R2s 0.00 3

I 3 AT LLE HY PR T A 25 e K AL TR
FEMR 2 N AR TE S5/ NO T 23500 3N
Al, B4, C4 1 D4, Bl A1B4C4D4 Wil T 2541
A, X IR PR R R S R SR 11 100% , PR A
Bk 14 s, SEARTEIE A 280°C , HLEIEIE A 50°C.,

& 4 BT LIRS, AR R g R e B ] X6 56
ATV A5 M S 3, e A TR 8 X 56 i A T 14 g i) e
W2 R XM AR s A s . TS5
XoF 56 1 AR TE 149 52 i R £ i 28] 559 06 by £ e R
J1 AR ) A7 A ek AR LR
2 BT ZSEXR TR

KB LT A S EOHE I AT B s B, DU
FETESHA G MU, T BN AR 55050, 15 215
AR e iy AR Ak an &l 2~ & 5 R .

1.493-
£ 14921
£

~ 1491
i

2 1.490+
A

= 1489
B 1488+

1.487 ‘ ‘ ‘ !
50 55 60 65 70 75 80
HLELTERE / ¢
&2 AR s A EL TR RE (ARt 2 ]

1.48 T

220 230 240 250 260 270 280
FERIRLEE / C

3 SR AS T e R AR BE )22 T R ]

1.48 ‘ ‘ s ‘ ‘ ‘
35.0 37.5 40.0 42.5 45.0 47.5 50.0
{RIEIET) / MPa

P4 SRt ASTE Ak RO TR T 72 P R ]
1.70

1.65F

8§ 9 10 11 12 13 14
BIEIS ] /s

1.45 .

Pl s AT BT RN T A e

MIEN 2 AT LAFE H AR X 3 it AR T 1) 5
BRI, HEAR I & T 65 C R, Rt A2 TE 1 Bl
AL RE ) B e T A T, U 48 e LI AN
AT =P AR AR R AT A T
FRMR AR P2l (H I e AR R AN Rl
TSR S v 20 Y, S IR R N B AR A2
Ewal iDLy IR Nl S IR D NNV PN
A

ML 3 AT LA H A AL o e 78 1 ) 52 i
LA, e i AL o B AR B2 (0 g T D), 5
W4 e IR AT ) T i 2 RO B Y


杨超


58 TR

2013 4F 565 41 4,55 3 /i

SRR Bl YRR AR S T-55 5 A it , B AIK T s A4
PIERER AN AT, NI N AR TE

IE 4 0] LI P e 5% 58 il AR T 1) 5% )
FRFE AR SN AT e Bt O 1 AR 8 R ), i
Uik NN A SR S Wl i Y i B 3PS s E S =)
PR 7 R AL I N BEORHA R R 52, O % b 78 A )
ISR T A 28 B PRUE T TR SRR I B
MR N AR IE .

B 5 AT LA HY A5 s i 1] %of 568 it 25 9 1) 5% i
FREEROR , A A8 12 B R R Bt ] (g 3G I m s ), 15
AR a0 £ F B ) A 0 4 et i 8 SR DR A PR R s
(RS, PR 3 X6 S s A 114 s 51 K b e A
) A, A3 F T 5 T SRR A T R 28 3 T EL AR s
FITEAR , T8 Nt AR TE .

3 IZSHMZTEERM TR

TESBZ IS BAE N, 22 BAE X E R
LA ANFRREE 5, il TRMEE 2 AN T.25
B0 A ELA S I R B A /I, A 3 S R T AR
IEAE /N L PN TR] B R 3L X 2 A T2 S50, fl sl A
TE /N, AN 38 2of KAl B A i — T 28 2
BOR IR BNZACR , T 5 ARk R Bl sk e B T
B ESE rFER ROGER G, EH
D T ESHOME, T8 BAE LS, R i
2 AT EBHALFEER TR A i 2SI ) il 1 7 ok
VLSS AR XS I AT B 5200

P16 S LI G (AL 1 22 B A FEG 5 it
ICHIsZ . ML 6 W LA i, i AR T & Bl HL
T ) P v TR A, B AL R S TN . A
AR XoF 580 T A28 T 1145 i R B e TS LR
b T AR A B, B LT A A IR B 1 A AR
XPA M AR 52 0 . Y IE AR R R 280°C (B E
M EER S0°CHT M AT e/

. 70 ~ 280
&szﬁ/gxf(; 50320 | g\%ﬁ ;6 ? .

&6 RLELEE R A TRL S (1938 BAE FX R AR T A5

&1 7 S B B AR ) i 58 AR TR
ICHIsZm . L 7 W] LA i AR Gt AR

et 2 Y g T R, B PR s ) 38 R s fR

J %6} 56 228 T 10 52 i) 2 P v T AR LR, A
T T AR P A G, A LR A TR R A A8 AR
X AR T S i 2 . YRR R 18 50 MPa fil
HiRE R 50%5#,@%@{%%4\0

§1.70 . ‘ |

165
15 1.60

P 7 RRCELIR BRI 0 3 TAE R AR I Y 5

P 8 Sy L i JRE R DR s 1] 149 5 A P e e
AL . IR 8 W] LU Y, 8 il A8 B Rl A L
B2 ) P o O 94 R, Bt TS B T A BBt s .
Je s TR X 588 g A8 1B 8 52 ey 8 R e TR L BE, B AR
PRI 7E 8 s BRFT A, ph TR b i), 81
TS ALBER (H 5 PR RS TR R T 9 s 5, i a2 1 F-
2, DRI SR LAt AR T A 1] 4 5 A P 0
A ATE A . SRRy 14 s B
JE59 50°C T, A2 A/

'8 155 LR ] 30 A X AT

P& 9 SR VAL T 1 1 58 B A F e 5etd
G HFER NI 9 uf LU H S8 AR i B s 1
T RV R B3 I U /0N, A HE R 9 06 5 il 28
T 15 M P 32 2 T AR B, A TR AN R
(A8 HAE FHX AR AR T S M AN 2 . SRR o
50 MPa JAAIRE A 280°CHT, it &/,

‘ ;\;gﬂzjf‘:.
9 SRR AR R 1 38 HAR XS AR T] (52
PEL 10 Ay Jei 1A s B2 R £ s I T 14 28 E A TR 58


杨超


W7 S TR T T

RO OBl AL TE B B o 59

MASIERYSENE . AL 10 0] DA H R A2 G A
AR E LR TS P ) 18 AT TR DR, 9 P ) X6 588
AT S R JEE 1 T AR AL JEE , A oy v {72 P
R, ARG, 2 AR IR Tv] 64 52 ELARE R0t A8 1 5
Wi 5 2 o CHORIEIS ]S 14 s SRR 280°CHT,

A /N

P10 A PRI E IR T I ] A9 S FLATE FH XS SR A2 2 B

P11 S O s s g RO s IR 1] 149 58 H A P x5l
A RS2 . AN 11 rTLUE H Rt A8 Bl
i s 3 AR IR Tl AR g s/ - P e s 7 %0
S RS2 VR EE ey T ORI ), A w22, O s
Js T3 AR s I 18] A9 58 HAR RS 58 i 728 2 582 Wi A S
Fo MRS 50 MPa SRR 14 s 158

A2 A/

B 11
4 g

(1) 2R JH Taguchi Jy ik B 5L 80, 45 G 25 )y
Zo Rk A TR ERE I RIR R AR R T
AR B[R], A5 2058 ih AP & i N i T2 380
A, BV EE 7 50 MPa R ERTE K 14 s 44
PRI R 280 C LR EE N 50°C. T. 2500058
HH AT 110 52 M 2 P 58 2 55 0P A R R g PR
ik ] e AR IR RIS

Q) UBAE TS HON I, 1T RN R AR g 58

RIS 3 IR S FRF ] A 8 ELATE X S A8 T B

56, A5 BT A2 S JBE (384 TR R, Bl

PR EE O T 0 FRR T IR T ) 3R/

() URAE T ZZ MO0 e, 4T T2 2B b AR
FHE2HG 75 BRI B AE AR AR B AR
JE 3 e VAL RE FR T I ] 149 58 B x5 it 2 /2
SO 0 BRI R ORI T 8 AR 8 R
J3 AR s I AR I ] 5 52 BAE R 3 A2 I 5
W AN 2, LASR AR 7 ik

2 % X ok

(1] E/NT I, BROHE, % Moldflow 7E1E 58 RS Ak i
REFH (90, S8 T0lk, 2011,39(4):49-51.

Wang Xiaoming, Zhao Mingjuan, Chen Binghui, et al. Application
of Moldflow in warp optimization of the injection molding[J]. China
Plastics Industry,2011,39(4):49-51.

[2] Oktem H, Erzurumlu T, Uzman I. Application of Taguchi
optimization technique in determining plastic injection molding
process parameters for a thin-shell part[J]. Materials and Design,
2007,28(4):1271-1278.

[3] T OIEESE | RS I U T2 S btk

T [J7. BTG T, 2009(2):94-97.
Wei Wei, Hu Zehao. Multi-objective optimization design of
the injection molding process parameters based on orthogonal
experimental design[J]. Moder Manufacturing Engineering,
2009(2):94-97.

[4] Altan M. Reducing shrinkage in injection moldings via the Taguchi,
ANOVA and neural network methods[J]. Materials and Design,
2010(31):599-604.

[5] ERBKDE . B TR IR D R G MU T 2 S AL 5
[D]. M : FRH R, 2011.

Qian Qiubo. Optimization study on gating system and molding
process parameters of injection mold based on simulation[D].
Suzhou:Soochow University,2011.

[6] L& . I e RGN T2 S IAETST [D]. 23 -
M RAE, 2011
Shen Jian. Optimization study on gating system and molding process
parameters of injection molding[D]. Suzhou:Soochow University,
2011.

[7] Wang Rongji, Zeng Junliang, Feng Xiaoxin, et al. Evaluation of
effect of plastic injection molding process parameters on shrinkage
based on neural network simulation[J]. Journal of Macromolecular

Science Part B:Physics,2013,52(1):206-221.

ARINE 10 77 ¢t REFETHE
Oy I 17 R DAY SR i T 32 AN T RN SR e e
AR SRS W RN B9 7 22, RN T OEAe ™ 2544, fe 2R 2
T A Rk 1 S B, B mC e TR AT R Rl RER
A7 10 7 ¢ REBAPRI H o I0H ™ o 25 SR 2 R
J& T ARG AR (BHEM )

HE_EARRM B 66 N1& 5%

AL - B H R E AR, 37 RS A R R i R
H1IX Stabamid“66 AW RFNNAK 5%, RIRE Hb T R BEIE
5 RSO THOEZ A BT A =16 sh A5 AR (AN
PRI R e %) 5 ZE SRR BRI AR, I A58 B8 T R Je
66 A5 (Zmm)


杨超




