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Abstract

171793
The objective of this industrial research project is to study for the wrinkle defect reduction of
the plastic sheet in the calendering process. Design of experiment technique is used to specify
appropriate production control status of the plastic sheet product. The causes of wrinkle defects in
the plastic sheet material are studied in 2 parts; the calendering process theory, including past
research and existing production data from the industry; and Why—Why Analysis principle is
implemented for comparing the as-is data from manufacturing to the to-be data from the theory
and past researches. The factors of the production process in the industry are analyzed and reset
for the design of the experiment. The process and statistical data analysis are implemented. Results .
show that the significant factors for the production control status are longitudinal direction
stretching of the take-off unit at 2.50, temperature of the calender roll at 175, 177, 175, 173 °C and
temperature of the take-off unit & emboss roll at 175 °C. These factor conditions are implemented
and reset in the industrial production line. The production data shows that the shrinkage rate in two
directions (wrinkle rate) decreased by 75.77 percent and the wrinkle defects in the plastic sheets

decreased by 2.17 percent.
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