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The Problem on Plastic Foam Packaging Production Process on Case Study had many
waste from cutting process. The study was done by analyzing to data record for find out
cause of the problem from each section. The process of this factory divide to five section are
Sheet section, Extrdsion section, Cutting section, Foam Selection section and Shipment
section respectively. The data record of waste can be generate to percent defect is 14.20,
28.70, 56.80, 0.22, and 0.069 percent follow along each section. The data of waste can be
managed from maximum to minimum by pareto diagram and found that the maximum defect
is foam Cutting section. The Cutting process that effect to defect at 56.80 percents and can be
separate it to the cause of the problem as follows; texture and side cut defect at 59.68%,
incomplete cutting at 9.74%, bulge defect 8.12%, rumpled defect at 6.95%, dust dirty at
3.82% and other 11.69% respectively. The maximum of defect is texture and side cut defect
must be solve it and found that effect from cutting gap setting and cutting feed rate not
appropriate. Thus the study was done by experiment with 2 factors but on study tries setting
each factor to 3 level for selected to the optimum level of each factor. The study was done
with 3° Factorial design with cutting gap are 20, 30 and 40 mm. and feed rate are 3, 6 and 9
second/stroke and found that the optimum level of cutting gap is 20 mm. and feed rate is 9
second/stroke. The study can be improve to defect reduced at 12.93% (texture/side cut), 1.78%
(incomplete cut), 0.92% (bulge), 0.74 %( rumpled), 0.23% (dust dirty), and 1.82% (others),
respectively. Overall, the defect reduced from 33.993% to 16.02% or performance improved by
17.97% In additional, the cutting machine was improved to meet the operation standard where

setting up can be done to ensure the performance.





