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Abstract

This thesis focuses on the research “to investigate and analyse the warpage in a product and
reduce the warpage using optimum parameters”.

Factors affecting for warpage are discussed and categorized their relative position of
affecting. An article subjected to warpage is selected and factors affected for the warpage are
detailed analysed one by one. The research carried out on the basis of selected major factors.
Part geometry, gate location, runner system, filling and packing/ holding pressures, filling
and packing/ holding times and cooling layout are analysed and changed to determine
optimum parameters and minimize the warpage factor. Modified mould design was done by
utilizing Computer Aided Design and analysed the mould to ensure the success of the design.
The CAD Software used for design is Unigraphics NX and two software packages used for
analysis of warpage are Auto Desk Moldflow Advisor and Solid Works Plastics. Finally with
the justification of changed parameters the existing mould is modified to meet the required
quality of product.

In this context, all above details are comprehensively discussed and summarized in the body
of this report accompanied by necessary drawings, data tables and analysis results etc.
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