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This industrial project aimed to reduce cost of poor quality in injection molding process using
methods of experimental design. From the primary data, it showed that high cost of poor quality
was from high internal failure cost. The major reason of high cost was high machine downtime.
From the analysis, the results showed that high downtime mainly appeared in injection molding
process, which produces Bobbin 0230. This process produced burr height greater than the target,
0.05 mm., causing breakdown and high downtime, at the mold parting line because it was not
properly closed. This research was focused on reducing cost of poor quality via downtime
reduction. The research was begun with studying the components of cost of quality and influential
factors affecting improperly closed parting line in injection molding process. The technique applied
to identify the potential factors was the Failure Mode and Effect Analysis (FMEA). Then, the
potential factors were studied in several experiments to find their impact on burr height. The results
showed the significant factors and the proper condition as followings: 1) 95 percent of the clamping
force, 2) 55 percent of the injection pressure, and 3) 235 mm of clamp length. After implementation,
the results showed that the burr height at parting line in Bobbin 0230 was less than 0.05 mm, so the
internal failure cost was decreased to 2.23 percent, which had previously been 3.72 percent of total

sale, and the total cost of poor quality was reduced from 3.92 to 2.53 percent, of the total sale.





