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Abstract: The present work focuses on measurement of warpage of injection moulded plastic components through 

image processing technique. For this, a fixture has been prepared to hold digital camera in a fixed plane to capture the  

images of plastic components which help to get more accurate warpage results using image processing. This work has 

been done for measurement of warpage of Forward and Reverse lever (FR lever). The images of components are 

captured by using high resolution digital camera which are fixed in the fixture. The high resolution captured images of 

FR lever, are processed using MATLAB-Image Processing Tool and warpage is measured by comparing with image of 

standard component. 

 
Keywords:Injection moulded plastic components, Warpage, FR lever, Image processing 

 

I. INTRODUCTION 

 

Injection molding is used to produce thin-walled plastic parts for a wide variety of applications, one of the most 

common being plastic housings. Warpage can be defined as a dimensional distortion in a moulded product after it is 

ejected from the mould at the end of the injection moulding process. Warpage is a form of distortion that can occur in 

some materials, such as wood or plastic. This usually results from uneven stresses that can be internal or external to the 

material being warped.Warping can also be caused due to non-uniform mould temperatures or cooling rates as shown 

in Fig 1. 

Measurement of warpage is of great concern in injection moulding operations because warpage affects the 

surface qualities and dimensional accuracy of the moulded components. Several techniques have been developed for 

monitoring of warpage. The applications of image analysis (vision systems) have proved to be very efficient for 

warpage detection. In the last decade, many researches are trying to eliminate the costly trial-and-error process.  

 

 
Fig 1 Warpage caused by non uniform wall thickness 
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Huang pointed out that the most influential parameter on warpage was packing pressure, and the warpage was only 

slightly influenced by the gate dimension and the filling time in thin shell injection moulding; they also discussed the 

optimum values of the processing parameters to decrease the warpage[1]. Ozcelik also found that packing pressure was 

the most influential parameter on the warpage of PC/ABS material by using Taguchi experimental method and CAE 

software Mold flow Plastic Insight 4.0[2]. The warpage analysis was performed in terms of melt temperature, mould 

temperature, packing pressure and packing time. Kong studied the effect of several important parameters, including 

processing parameters, package geometry and materials on the warpage. Results indicated that the warpage can be 

reduced significantly with a lower moulding temperature and a smaller coefficient of thermal expansion[3]. Kurtaran 

chose a bus ceiling lamp base as the research model. The optimum values of processing parameters to reach minimum 

warpage were found by using the neural network model and genetic algorithm[4]. Gao developed an effective 

optimization method by using the Kriging model to minimize the warpage in PIM. The experimental method has been 

widely used by many researchers for optimization of injection moulding process to control defects[5].  

Patel and Mallick used firstorder response surface methodology (RSM)-based on DOE to reduce defects (the 

sink index was chosen as optimum response) in plastics injection moulding[6]. Mathivanan and Parthasarathy 

designed a simple generic model to investigate the effects of parameters on the defect (sink mark depth)[7,8]. In their 

studies, the most influential parameter was screened and a nonlinear mathematical model was established to predict the 

sink mark depth.Wang in their study used Taguchi experimental design to optimize the processing parameters during 

injection moulding to minimize the warpage of the front panel of a large LCD TV[9]. 

Literature review reveals that, different researchers followed their own methods for the measurement of warpage. 

Objective of the present work is measurement of warpage by image processing tool of MATLAB.    

 

II CAPTURING OF IMAGES OF INJECTION MOULDED COMPONENT 

 

        A separate setup is prepared and the setup consists of a digital camera which is fixed on a flat top plate at a fixed 

distance and the specimen is placed on the bottom plate. In the top plate a hole is made to fix the camera. This is a 

flexible image capturing setup made of thermo coal as shown in Fig 2 and the specifications of digital camera are 

shown in Table 1. 

Considerations for image processing method are 

 The images of Standard component and specimen component are captured using the setup at the same position. 

 The background of image must be white and hence it is prepared with thermocoal. 

 
 

Fig 2 Image Capturing Setup with Camera 
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Digital Camera name SONY 

Pixel 14 Mega pixels 

Zoom 5x optical zoom 

 
Table 1 Specifications of digital camera 

 

The standard component is placed on the bottom plate below the camera and image is captured. After, the 

specimen component is placed in the same location of standard component and image is captured without changing the 

camera position. To avoid the errors while capturing, a timer is switched on in the camera for 10 seconds and hence the 

camera can capture the image automatically. These images are given as input to image processing tool to measure 

warpage. 

III MEASUREMENT OF WARPAGE 

 

III A: Processing of images in Photoshop: 

The image processing tool in MATLAB cannot read the images captured by digital camera directly because 

the image is too big in memory, unsuitable image format.To avoid these problems PHOTOSHOP is used with 

following STEPS.  

 

STEP 1: First change the background to white using the tools. Select the required image using quick selection tool. 

Invert the selection and fill selection with white colour in the background. 

 

STEP 2: The image size is too big to read and display. So, the image size is reduced to the   width and height 300×225 

pixels. Fig 3 shows selection of image size option.  

 

 
 

Fig 3 Select image size option with white colour 

 

STEP 3: The format of image captured using Digital camera is jpeg, this format is not suitable to process in MATLAB. 

So the image is converted to tiff image format.  

 

III B: Measuring warpage of Specimen with Standard component: 

 

STEP 1: Read the image of captured standard component shown in Fig 4 and   convert a true color image to a gray 

scale image.  ‘One’ is the name of image. It is an image of a Forward and Return lever (FR LEVER) which 

is used in conventional machine as on/off switch. 
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Fig 4 Standard component 

A = imread('one.tif'); 

           B=rgb2gray(A); 

           imshow(B); 

 

STEP 2:  Get information about variables in the workspace by calling the whos command. The command window 

showing image sizes is shown in Fig 5.  

 

 

 

 

Fig 5 Size of images A,B 

 

STEP 3: Name the x and y limits. 

                C=xlim 

                D=ylim 

>> C=xlim           D=ylim 

                                            C= 0        1 

                                            D= 0        1      

 

STEP 4:  The histogram of the image B is shown in Fig 6.  

                   figure,imhist(B) 
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Fig 6 Histogram for the tool 

 

STEP 5: Display of x and y limit values is shown in Fig 7 

                              xlim(C) 

                              ylim(D) 

 
 

Fig 7 X and Y limits of standard component 

 

STEP 6:Create a Binary Version of the Image. 

               level = graythresh(B); 

               bw= im2bw(B,level); 

STEP 7:Fig 8 showstheimageAfterchanging the Display Colors of a Binary Image . 

               imtool(~bw) 

 
Fig 8 Image after changing the display colours 
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STEP 8:Name the binary image after changing the display colours. 

             E = (~bw) 

 

STEP 9:Determine the Number of Objects in the Image. No of objects is shown in Fig 9. 

             [labeled,numObjects] = bwlabel(~bw,4); 

             numObjects 

 
 

Fig 9 No of objects in the standard component 

 

STEP 10: Examine the Label Matrix. Pixel region of standard component is shown in Fig  10. 

                figure, imshow(labeled); 

                impixelregion 

 

 
 

Figure 10 Pixel region of standard component 

 

STEP 11: Read the image of second component shown in Figure 11 

                  F=imread('two.tif '); 
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Fig 11 Image of specimen component 

 

STEP 12: Same procedures from Step 2 to Step 10 is repeated for specimen component.  

 

STEP 13: warpage.tif = xor(E, J) performs an exclusive OR operation on the corresponding elements of arrays E and J. 

The resulting element warpage.tif (i,j,...) is logical true (1) if E(i,j,...) or I(i,j,...), but not both, is nonzero, 

which displays the image of tool wear. 

warpage.tif=xor(E,J) 

 

STEP 14: Name the image as K. 

             K=toolwear.tif 

 

STEP 15: To see where either E or J has a nonzero element and the other matrix does not. 

                 Fig12 shows number of non zero elements. 

spy(xor(E,J)) 

 
  

Fig 12 No. of non-zero elements 

 

STEP 16:Display the image. Tool wear is shown in Fig 13. 

             figure,imshow(K) 
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Fig 13 Warpage image 

 

STEP 17: Write the image. The image written in directory is shown in Fig 14. 

             imwrite(K,'toolwear.tif'); 

 
 

Fig 14 Image written in directory 

 

STEP 18: Determine the number of objects. No of objects in tool wear image is shown in Fig 15. 

               [labeled,numObjects] = bwlabel(J,4); 

               numObjects 

 
 

Fig 15 No of objects in the warpage image 

 

STEP 19: Examine the Label Matrix. Warpage pixel region is shown in Fig16. 

figure, imshow(labeled); 

                  impixelregion 
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Fig16 Pixel region of warpage image 

 

STEP 20:Display the x and y limit values for the limits having pixel values >0.Fig17 shows the row and column 

wherewarpage occurred. 

               [r,c] = find(bwlabel(K)>0) 

               rc=[r,c] 

 
 

Fig 17 Image showing the no of row and column where warpage occurred 

 

STEP 21: The range of row. 

                 start_row=1; 

                 end_row=400; 

 

STEP 22: Giving the distance of each pixel. 

                 millimeters_per_pixel = 1; 

                 rows = [start_row millimeters _per_pixel end_row]; 

 

STEP 23: The range of columns. 

                 Start_col=1; 

                 end_col=400; 

                 cols = [start_col millimeters _per_pixel end_col]; 
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STEP 24: To measure the lengths of component in longitudinal direction first read the standard component image. 

                img  = imread('one.tif','PixelRegion',{rows,cols}); 

 

STEP 25:   ReadCoordinates of the standard component in longitudinal direction from warpage image and specify the 

position of distance tool on standard component image. The distances between given coordinate points is shown in the 

below  Fig 18. 

 
 

Fig 18 Longitudinal measurements in the standard component 

 

The corresponding distances displays in the command window and it is shown in the Fig 19. 

 
 

Fig 19 Standard component longitudinal measurements in the command window 

 

STEP 26:  ReadCoordinates of the specimen component in longitudinal direction from warpage image and specify the 

position of distance tool on specimen component image. The distances between given coordinate points is shown in the 

below  Fig 20. 
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Fig 20 Longitudinal measurements of specimen 

 

The corresponding measurements in the command window is shown in the Fig 21. 

 
 

Fig 21  Longitudinal measurements of specimen 

 

STEP 27:  Similarly warpage can be measured later directions as shown in Fig 22. Warpage in both longitudinal and 

lateral directions is shown in  Fig 23. 
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Fig22  Lateral measurements of specimen 
 

 
 

Fig 23 Warpage value of specimen in both directions 

 

IV CONCLUSIONS 

 

 Measurement of warpage is very important because, if it is above the acceptable limit, suitable process 

parameters of injection moulding machine such as mould temperature, injection pressure, injection speed, 

filling time and cooling time can be adjusted to get the better quality of plastic component. 

 The MATLAB, image processing tool is very effective and fruitful in the measurement of warpage for 

complex shaped plastic components. 

 This method may also be extend to determine other defects like shrinkage, blow holes, etc in plastic injection 

moulding components 

 

 

 

http://www.ijirset.com/


 

ISSN: 2319-8753                                                                                                                               

 

International Journal of Innovative Research in Science,  

Engineering and Technology 

(An ISO 3297: 2007 Certified Organization) 

Vol. 2, Issue 12, December 2013 

Copyright to IJIRSET          www.ijirset.com                   8083 

 

 

REFERENCES 

[1] M. C. Huang and C. C. Tai, The effective factors in the warpage problem of an injection molded part with a thin shell feature, J Mater 
Process Technol., 110 (1) (2001) 1-9. 

[2] B. Ozcelik and I. Sonat, Warpage and structural analysis of thin shell plastic in the plastic injection molding, Materials and Design, 30 ( 

2009) 367-375. 
[3] W. Y. Kong and J. K. Kim, Warpage in plastic packages: Effects of process conditions, geometry and materials, IEEE Trans Comp 

Packag Manufact, 26 (2003) 245-252. 

[4] H. Kurtaran, B. Ozcelik and T. Erzurumlu, Warpage optimization of a bus ceiling lamp base using neural network model and genetic 
algorithm, J Mater Process Technol, 169 (2) (2005) 169 314-319. 

[5] Y. H. Gao and X. C. Wang, An effective warpage optimization method in injection molding based on the Kriging model, Int J Adv Manuf 

Technol, 37 (9) (2008) 953-960. 
[6] S. A. Patel and P. K. Mallick, Development of a methodology for defect reduction in injection molding using process simulations, J Inj 

Moulding Technol, 2 (4) (1998) 176-191. 

[7] D. Mathivanan and N. S. Parthasarathy, Sink-mark minimization in injection molding through response surface regression modeling and 
genetic algorithm, Int J Adv Manuf Technol, 45 (9) (2009) 867-874. 

[8] D. Mathivanan and N. S. Parthasarathy, Prediction of sink depths using nonlinear modeling of injection molding variables, Int J Adv 
Manuf Technol, 43 (7) (2009) 867-874. 

[9] G. L. Wang, G. Q. Zhao, H. P. Li and Y.-J. Guan, Influence factor analysis of warpage and optimization of process parameters in plastic 

injection molding of thin-wall plastic parts based on Taguchi optimization method, China Mech Eng, 20 (2009) 488-492. 
[10] J.P Beaumont., Runner and Gating Design Handbook. Tools for Successful Injection Moulding, Hanser, Munich, Cincinatti, 2004. 

[11] T.A. Osswald, L-S. Turng, P.J. Gramann, Injection Molding Handbook, Hanser Publishers, Munich, Hanser Gardner Publications, Inc., 

Cincinnati, 2001. 
[12] Practical Guide to Injection Moulding, Edited by Vanessa Goodship, Rapra Technology Limited and ARBURG Limited, 2004, 193-194. 

[13] E. Bociga, T. Jaruga, J. Koszkul, Plastic Flow Investigation in Multicavity Injection Mold, Proceedings of the 12th Scientific International 

Conference, Achievements in Mechanical and Materials Engineering, AMME’2003, Gliwice-Zakopane, 2003, 107-110. 
[14] L. Xu, W. Xu, Y. Chen, Plastic injection molding process optimization using software tools, International Journal of Vehicle Design 25 

(2001) 53-63. 

[15] Selvaraj.S, Venkataramaiah.P, September - Dec (2012). Production of Nylon-6 FR Lever using An Injection Moulding Tool and 
Identification of Optimum  Process Parameter   Combination, Inter Jl of Mechanical Engg and Tech (IJMET), Volume 3, Issue 3, pp270-

284 

 
 BIOGRAPHY 

S.Selvaraj, pursuing his Ph.D in the area of  Design, Fabrication and Optimization of Injection 

Moulding from S.V.University,Tirupathi. He is working as a Senior Lecturer, Department of 

Tool & Die Making, Murugappa Polytechnic College for the past 15 years. He is the author of 2 

publications in international scientific journals and conferences proceedings. 

 
 
 

Dr.P.Venkataramaiah, specialized in the areas of Design, optimization, Metal cutting and 

Injection Moulding.  He authored or co- authored 35 paper publications in scientific journals 

and conferences proceedings. Dr. Ramaiah having the life memberships in Professional bodies 

such as: Indian Society for Technical Education (ISTE), Tribology Society of India (TSI), 

Institution of Engineers (IE) and International Association of Engineers(IAENG).  

 

 

http://www.ijirset.com/

