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Problem caused by the injection of the plastic pieces for motorcycles. Editing now be a majority

from the expertise of people living adjustment factor, such as temperature (Temperature) Pressure (Pressure)
Speed (Speed) at (Time) refers to this research. Is studying the relationship of these variables, both with a 4.
Graphical take Auto volume of work to find the most waste sorting and to determine the source of job loss in
the plastic injection process that has 2 major factors, factors such as the adjustment factor from the spray
(Condition Injection. , affect the amount of job loss or from ventilation and internal factors do not block easily.
Cause a problem job. The experimental design has to DOE (Design of Experiment) by matching the alternate
comparison (Factorial Design) to check the significance of all variables involved? Found that injection of
Adjustment (Condition) P-value is greater than (> 0.05) no significant amount of work to lose. Need to retrace
back to work by measuring the flatness of the surface inspection work found a job-trace. Thus affect the surface
flatness of the sputter job. From this point the analysis is the block By simulating the flow conditions of liquid
water in the plastic molding. With the computer program analysis (Mold Flow, Mold Adviser) to detect defects
at a variety of mold that defects called Weld Strenght (Roy coordination of the design of small pieces of
molding cause ventilation problems. holes from work (Core & Cavity) is not easy and when the cause of
manufacturing problems or job loss. (Defect) in the process of spraying work

By measuring the condition of the job in question depths Roy has averaged more coordination is
7.24 — 7.88 11 as a result of the air within residues Cavity before work will set the skin dry after getting set.
Clean and adjust the length of a series Insert gas went from a stage punching the air in the groove 30 11 phase
readjustment is made of 50 ]1 ventilation within the mold better. Cause the job to Roy and sputter depth
decreased Average is 1.144 — 1.442 11 and the effect of making the trace depth has decreased the smooth floor
of the spray coating color film work very smooth. As a result of job loss is reduced. Enables volume control of

job loss in the injection target.
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