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A STUDY OF WARPAGE IN ONE WAY LONG PARTS
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Abstract

KSME 008127

In general there occur warpage in one way long parts. Warpage is caused by differential shrinkage —
Orientation Effect, Volumetric Shrinkage Effect, Differential Cooling Effect -over the part. Deco-Top is
located at the top of 29TV set and it’s shape is one way long(626X130mm). Material is used transparency
ABS resin. So we can’t design ribs in this part. And we use film gate to avoid weld line. In these reasons we
must develop no ribs and no warpage product. In this study we use MOLDFLOW’s software-
MF/FLOW ,MF/COOL MF/WARP. Using MF/FLOW, set the flow balance and gate positioning. And we can
set cooling channel layout and the optimum processing condition through MF/COOL and MF/WARP. In

result we reduced trials and obtained good product.
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