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Abstract
TE 164842
The objective of this research is two folds. One is to improve the capability of the current auto pack
machine in order to wrap an odd shape pack due to an additional soap for sale promotion. The other
is to investigate factors attributing to the film shrinkage which has an adverse effect to an aesthetic
appearance of the pack. In this research, four pieces of parts were designed and manufactured.
These parts were lifter, pusher, in-feed guide and out-feed guide respectively. Then, they were
assembled to the soap packing machine in order to increase its capability. It was found that three
different orientations of a combination of soap are able to automatically arranged and wrapped by
the machine. Consequently, the number of workers working on this machine is reduced from 8 to 3
workers and therefore, the labor-cost can be decreased by 23 percent. Note that the production rate

still can be maintained at 490 boxes per shift at 7 hours.

The other objective mentioned above is the investigation of an adverse effect factors attributing to
the film shrinkage. The statistical method i.e. design of experiment is utilized to find these factors.
They are curing temperature, holding time, welding temperature and welding time respectively. It
was found that appropriated values of these factors are the following, the curing temperature should
be at 156 degree celcius, the curing time is at 9 second, the welding temperature is 128 degree
celcius and the welding time is 2 second. With these proposed values, the defect is around 0.76

percent. This research is considered as a forerunner step for a continuous improvement in the future.





