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The purpose of this study was to decrease and control losses in plastic parts
process by using risk management framework in which could impact to the case
study of an autoparts factory.

S;creening the defects part which could help improve the product losses most
was conducted as the first stage. In order for using risk management framework,
objectives specification and risk identification were also applied in order to analyze
the data gained. Questionnaires was used as the main research instrument and
distributed to the subjects in order to prioritize management necessity. Fault Tree
Analysis (FTA) was also used as a tool to analyze root causes or risk causes. In so
doing, the Management Plans can be'-COnducted more effectively. The application of
risk map was used to investigate the root causes/ risk factors. The 4 risk treatment
plans were finally implemented. |

By illustration from applying the 4 risk treatment plans, the shortage of
injection gtaffs working skills, machine and equipment, lack of maintenance, staff
working mistakes which are originally leveled to be high can be leveled to be medium.
Lack of following the working instructions is originally leveled to be medium can be
leveled to be low. The 4 risk treatment plans has been acceptably used to help
decrease the risk of plastic parts process losses. The Trim Rear and LH Door defects
which are originally from 2.76% to 1.78%. The Trim Front RH and LH Door defects
which are originally from 2.60% to 1.76%.





