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The objective of industrial research project was to study the quality problem of metal cutting at A M
P Metalworks (Thailand) Co., Ltd. According to the claims, the total defects on work pieces that
had been the cause of customer dissatisfaction were account to 65.7 percent of the claims and the
bulge defects on work piece were 68.8 percent of the total defects. This study started with
identifying possible factors that caused bulging. Based on metal processing theories and actual
working conditions, these factors could be identified. It was found that the bulging was caused by
small metal chips unintentionally being pressed onto the work pieces during CNC cutting process.
Further study showed that these same chips were found on the die. Based on Why-Why analysis,
advice from experts, and actual working conditions, these chips left on the die was caused by
inappropriate height of shim. To solve the problem, an appropriate total shim height
(Punch+Die+shim) was set to be between 118.46-130.65 mm. This height was checked by Vernier
caliper every time a shim was ;a.dded to the punch instead of eye-balling estimation used in the past.
Results after implementation showed that the bulge defects were reduced by 33.3%, surpassing the

target of the project.





