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ABSTRACT

Warpage and weld line are two major cosmetic defects in the injection molding process. These defects are
very sensitive to uncontrollable parameters within the process. The optimization of the design variables can be
treated with the use of robust designs. Therefore, in order to minimize the warpage and weld line, a special
design method to diminish defects is required. In this study, a new robust design method using designer
preference to achieve the optimal robust design conditions in the injection molding process is proposed. The
effectiveness of the proposed method is shown with an example of the part of warpage and weld line.

Key Words : Injection Molding(AFHE A &), Integrated Desirability(S & 2ZHET), Robust Design(Z7d A A),
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Fig. 2 Finite element model for analysis
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Fig. 3 Example of warpage analysis results
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Fig. 4 Example of weld line analysis results
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Table 1 Design variables and levels

V{a)r?;)gl{cl s Units  Level 1 Level 2 Level 3
X mm 0 7 14
Y mm 1.2 1.5 1.8
Z mm 1.2 1.5 1.8
A sec 0.5 1 1.5
B e 270 290 310
C o 50 70 90
D % 50 70 90

Table 2 Noise variables and levels

Valjic':lllffes Units Level 1 Level 2
AA sec 0.9 1.1
AB e 282 298
AC 'c 65 75
AD % 60 80
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Table 3 Warpages and weld lines of experiment Table 4 Desirability of warpages and weld lines
N Warpages Weld lines N D of warpage D of weld line
© Nl N2 Nl N2 © Nl N2 Nl N2
1 0.2105 0.2463 20.48 17.67 1 0.18 0.12 0.36 0.43
2 0.2153 0.2382 17.33 17.28 2 0.17 0.13 0.44 0.44
3 0.2315 0.2474 15.78 13.31 3 0.14 0.12 0.48 0.55
4 0.2308 0.2310 13.32 14.03 4 0.20 0.15 0.55 0.53
5 0.2442 0.2698 7.66 5.49 5 0.12 0.09 0.72 0.80
6 0.2323 0.2485 21.91 15.78 6 0.14 0.12 0.33 0.48
7 0.2226 0.2420 2.07 2.06 7 0.16 0.13 0.92 0.92
8 0.2525 0.2826 0.01 0.01 8 0.11 0.08 1.00 1.00
9 0.2419 0.2634 44.50 44.30 9 0.13 0.10 0.01 0.01
10 | 0.2071 0.2431 0.01 0.01 10 0.19 0.13 1.00 1.00
11 0.3420 0.3352 31.84 26.46 11 0.03 0.03 0.14 0.23
12 | 0.1738 0.2061 28.28 29.72 12 0.27 0.19 0.20 0.17
13 0.1822 0.2251 0.01 0.01 13 0.24 0.16 1.00 1.00
14 | 0.1993 0.2248 14.03 8.46 14 0.21 0.16 0.53 0.70
15 0.2653 0.2969 45.20 37.83 15 0.10 0.06 0.01 0.06
16 | 02307 0.2534 0.01 0.01 16 0.15 0.11 1.00 1.00
17 | 0.2009 0.2266 21.95 24.32 17 0.20 0.15 0.33 0.27
18 0.2720 0.2956 27.38 27.34 18 0.09 0.06 0.21 0.21
Moz HH AALE e, % dESIS F 4 Z/E, 1e FHopAn dEgele BE A
Azt oy 271A] WO R FAHG I 4= 2o 0(mm)°] HT} I71A4 LE=gelo] o(mm)olt
gelg Az mmstel, AkE el o F& A & 2y Ans 5w 1@ U] Urks oy
A olehs A€ s Bk £ ohin, muo] AAHOE AHm Qe FAel
AorE el Age ofgel Hrh MAAWFE o & dzgikle FHZHst golg dASAlE
L & 2004 847bA WSu Dol vix| ek, =3 a4 Uk
a2 Sullgel aix|gltt. Table 37 o] 3} AEd WHe] ¥ ofge}l Aty HAWSTE
d=gols Moldflow 2 AXetal, 2(3)7 2(4)E Sl L o 2¢elA 8ol mixdith Fee
A3l Table 49 RHEEE FRTH 7)ol 2(5) VA ¢ky] wFo] =L AgEx U=
£ AR&SE] Table 59 #3 L=l thak & o} 33} 4=l Moldflow 2 Albslar, 2(3)%
UEEE FEt T WMEEe SNH|EHE Table 2@ A BEEE TEka, 252 53w
62 H2 7 dAEE AAITE Table 6914 Pl zo2 230 E3 UESZRE #HzZ A7k
& k=01, P2= k =05, P32 k =09 ! FH  Minjtab & AFR3le] AABTH Table 8oIA TIS
A FoEe] oA, ARk WS A&t A k, =01, T2E k =05, T3S k=09 2 iz
S HAAGTE As omdth FH k,=1-k Zawol zANA A= AL oJusth TI
olEE & AFNE hLE BER AFSHA ¥= oA 7 A AAR X,Y,Z,A,B,C,D, o thsl

ok PlollA 78 HA A AARN XY, 4A,B, G
D, o tishA, B2 0.1695(mm)3 0.2058(mm) 2.2
AE degiele NI NollAd 2T 0(mm) S

F4E )y =3 Table 7914 k0] 0.1914 097}

A, Be 0.1851(mm)t 02173(mm)C. 2 FAHE T
degiele NI NolA 25 o(mm)Z FHHH
T3 Table 9914 k,©] 0.1914 0.9744] Z7HA1 7],
e Aopx A=kl 0(mm)e] ek

L
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Table 5 Integrated desirability of the proposed

method
ID of P1 ID of P2 ID of P3
Mo Nl N2 Nl N2 Nl N2
1 | 034 | 040 | 027 | 0.28 0.20 0.15
2 | 041 | 041 | 031 029 | 0.20 0.16
3 |1 045 | 051 | 031 0.33 0.18 0.16
4 | 051 | 049 | 037 | 034 | 0.23 0.18
51066 | 073 | 042 | 044 | 0.18 0.16
6 | 031 | 044 | 0.23 0.30 | 0.16 0.15
7 | 085 | 084 | 054 | 052 | 0.24 0.21
8 | 091 | 091 | 056 | 054 | 0.20 0.17

9 0.03 | 002 ]| 007 | 006 | 012 | 0.09
10| 092 | 091 | 059 | 056 | 0.27 | 0.21
11| 013 | 0.21 | 0.08 | 0.13 | 0.04 | 0.05
12| 020 | 0.18 | 023 | 0.18 | 0.26 | 0.19
131092 | 092 | 062 | 058 | 032 | 0.24
14| 050 | 0.64 | 037 | 043 | 024 | 0.21
15] 002 | 0.06 | 005 | 0.06 | 0.09 | 0.06
16 | 091 | 091 | 0.57 | 056 | 0.23 | 0.20
17 | 031 | 026 | 0.26 | 021 | 0.21 | 0.17
18 | 0.20 | 0.20 | 0.15 014 | 0.10 | 0.08

Table 6 Optimal designs for the proposed methods

Table 8 Optimal designs for the traditional methods

Vla)ﬁil,glzs Units T1 T2 T3
X mm 3 3 2
Y mm 1 1 1
A mm 3 3 3
A sec 3 3 3
B 0C 1 1 1
C 'c 3 3 1
D % 3 3 3

Table 9 Warpages and weld lines of optimal
designs for the traditional method

Optimal Warpages Weld lines
designs Ny N, N N,

Design

variables Units P1 P2 P3
X mm 1 2 2
Y mm 1 1 1
Z mm 3 3 3
A sec 1 3 3
B el 1 1 1
C e 3 3 1
D % 3 3 3

Table 7 Warpages and weld lines of optima designs
for the proposed method

Optimal Warpages Weld lines

designs Nz N, Nz N,

Pl (k, =0.1) | 0.1695 | 0.2058 | 0.00 | 0.00

P2 (k, =05) | 0.1465 | 0.1967 | 0.00 | 0.00

P3 (k, =0.9) | 0.1203 | 0.1714 | 0.00 | 0.00

Tl (k,=0.1) | 0.1851 | 0.2173 | 0.00 | 0.00
T2 (k,=0.5) | 0.1851 | 0.2173 | 0.00 | 0.00
T3 (k, =09) | 0.1207 | 0.1714 | 0.00 | 0.00

warpage(mm) warpage(mm) warpage(mm)
025 025 0.25
LS LI
0.2 e 02 | T N 0.2
L LN
- : . 8--mmmmee -
0.15 0.15 e 0.15
,,,,,,,,, .
0.1 0.1 01
0.05 0.05 0.05
1 P1 T2 P2 T3 P3
—+--N1 --+--N2 —+--N1 --+--N2 —+--N1 --+--N2
T1 vs. P1 T2 vs. P2 T3 vs. P3

Fig. 5 Comparison of warpages between the proposed
method and the traditional method
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