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This industrial project was to reduce cost of poor quality, emphasizing on reducing cost of rework
from burrs in projection welding process. Statistical techniques were used to find out the influential
factors and the suitable factor level, which caused the least number of burrs. The project was started
with studying the theory of projection welding and the real process. Next, cause and effect diagram
was used to present the brainstormed causes of burrs. In cause and effect analysis, PM analysis was
applied to select the potential factors, and OFAT was performed in screening experiments. After
that the significant factors were studied with 2’ factorial design with center points to find the
interaction effect and the relationship between the significant factors and burrs. Then, central
composite design was carried to find the proper level of factors. Since the response variable was the
number of burrs, which were binomially distributed, Taguchi’s frequency of occurrence method and
transformation were necessary in analysis. The experiment has revealed that the significant factors,
which influence burrs, are welding current and welding time. The appropriate controlled
conditions of projection welding are at 19500 Amperes of electric current and 3 seconds of welding
time. After implementing the new parameter levels, the number of burrs is decreased from 70% to
19% of the total number of produced parts. This results the reduction of cost of poor quality from

16% to 12% of total sale.





