¥

214973

o=y n’l 1 { — A aQ A
itiliannilymmsadatudiulau Tuhdemsnaannasdssmaundai

Ul a 4 o 3/
Tsenuuralniludsemalne Tsesnulszauilymfatuaulnii inendaunnousi1d

A Py o o = o a o n’; [ J
Tugrafuduiiswmauveude 3,160 Fuuazduiusosdimi 30 sesdmildniuiaglszasn

H
awv dya v da

vesrISuiiaommmanimefimmnzaulunsianaadnsudilau ndoans oy
soodmimswauveuds TasmnaasaduraneGoauesnily 2 dufenisfanses
Pisodaeisudanedsaidunsdriunaznismidon lafimuzaulunisnanesdawds
lanedsauuudsia dummanssdwaglinneimnauitemun v lums
naaog Tedodnll 6 ateldun 1) Mdalumsta 2anudalumsia 3)szeznalumsia
ayszrznamanidu Spungilumsiie  ogungluiiud woasusInnIneaesiosey
dmiududalan Ty uiaiiu 4 siandnfesudinlanTufisisoods aedu seulnd
HAZI0BYY nnutasinnusesdmilidadinszina wants3sonuil 3 Jefuiidana

[ o a Ay ] 1 M o o w { 4 Y 9y o
Aeseudmilvosudiu laur Tuedriiieddgfinnu¥onuiesas 95 (O = 0.05) lay

=

winimeifmuzanlumsianarannldun anudrlunsia 120 Tadwesdedud
szuznamsan 8 Tfl uazgungluiiud 60 ssrusaiiva Usingidwausosdni
annunAe 10 508/ 1M11(66.67%) uazTUUTsanaunie 2,068 $11 (34.50%) w1
*a°m’msew‘hﬂﬁ'uNﬂizmwﬁuma"&wﬁmﬁﬂag:ﬁ'mfu?iaﬁ”mﬁﬂ%’mzfg{"lmuﬁﬁuﬁﬁﬂwmﬁﬁﬂ
Taoissnavosgosszsemaln Tilaasmausesdmidesudan laun Tumasiios

9
2 580@ M9 (93.33%) tazansuIudur Ao 486 FU (84.60%)

This paper originated from problems which occurred in a dynamo products
produced in the factory in Thailand. The company transferred this production from a
foreign country to the new factory in Thailand. In the beginning the numbers of
rejected products were 3,160 pieces and the number of defective was 30 points. The
purpose of this paper is finding the optimization parameters in plastic injection in
dynamo part to reduce the blemishes and the defects of the product. The factorial
‘experimental design was divided into 2 parts: the screening parameters by fractional
factorial design and the refining optimum condition by full factorial design. The study
included 6 factors: 1) inject power, 2) inject velocity, 3) inject time, 4) cooling time,
5) inject temperature, and 6) mold temperature which are the process of the
production. The analysis was done by counting the defects on the products caused by
4 factors: weld mark, jetting, black steel, burning and warp then transform the data.
From the results, it showed that significant factors affecting the defects of dynamo

housing at the confidence level of 95% (o = 0.05) were injection velocity, injection

time and mold temperature. The optimum condition which provided fewer defects
than another was infection velocity at 120 mm/sec, injection time at 8 sec and mold
temperature at 60 degree Celsius. The result showed that the number of defective
were reduced to 10 points (66.67%) and the number of rejected products were
decreased to 2,068 pieces (34.50%). Anyhow some of the defective types such as burn
area were still found, thus the plastic injection mold was modified. When the
modified mold was used together with improved setting parameters according to
optimum condition the number of defective dynamo housings were reduced to 2

points (93.99%) and the number of rejected products were decreased to 486 pieces
(84.60%)





