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This research aimed (1) to improve the tolerance of compression molding for
headlining manufacturer which is component part of the vehicle, (2) to reduce the defect

of foam headlining crack.

The study started (1) to study the parameter related to compression molding, (2)
to study the relationship between foam headlining thickness and crack problem. (3) to
study compressive distance related with foam headlining thickness and crack, (4) to
determine the mold compression distant allowance using the root sum of squares (RSS)
and dynamic root sum of squares (DRSS), (5) to implement production and compare to

previous study.

The result of study found that (1) the distance allowance of mold compression
was 3.545+0.235 millimeter whereas the existing distance allowance was 3.500£0.300
millimeter and difference is 0.045+0.065 millimeter. (2) the process capabilities (Cp.Cpk)
of the foam headlining compression molding were improved from (0.86, 0.41) to (1.18,
1.07) respectively., and (3) the quantity of foam crack defect was reduced from 3.54%

to 0.96% or was reduced by 72.88% after improvement.





