=
Unn 4

o A 1’ av a d
MIAUUHIATINHIVUUASIAIITHIHAN TN AN
=S dy o =2 td' 1 o @ J =3 a A lg
swazdealuuniligimsszydadymindwwadidyaenszuiunisnaesgitionyugld
UsenurdarHueitan (HDDs) ¥11@ 3.5 17 (3.5 inch base of HDDs) Fanuinlaymidiu

a A

v v
AUANVBIFUNIUNEINTZUIUM s Aaezg oy laupafdinadensdautivaunniga

£

2)/ a @ o [ 1 { a g [ Qy o
nniuditsaziimsAnudnsuzeInsteunnsedvedlay I MAATUALFUIULAEHINT

a 4 A ' 4 o Y o
Inszdmaunandinansznuaeeinsveslyrnunewauumalnilumnasgiuluns
a md’ 9 d’ [ Qy 2 a a a d' =Y

Ufiiangndegienisliulysganmuesruau uazinlszdnsnmlumsnaaioantsum
2 ' - dy (=} = a A a
Fuanuunwiesantlyruiieaiulidy shot Mold lunszurumsisezgidisuuuulauadda
2 g A & 2 - a A& @ & 9 Y a
FutlumamnlFnasuaudlunszuiumsnaameussginglszasamuiihvingvesdunan

Lﬂ‘ g o o
u,azmauaummmﬁ’mmmmgﬂﬁ'mqwumnmﬂu

4.1 Yumoumsnanuanlatfym

a o o a a

a o = o w < a & ' ad a o a 4
UITHN LT 'ﬂiﬂ 1N Lﬂu1JTH‘VIﬂuuu‘ﬁ‘iﬂfl]Naﬂ%uﬁ]uﬂLaﬂﬂi'ﬂuﬂﬁﬂ@ﬂ"ﬂﬂmai (HDDs)

a
V

Qa‘ 1 o @ < @ 1 1 @ d‘ [
wazFuarulavzdmiveiuouaninielulszmanazaailszma Tasyaiuinezfuyga
2 W ad a o A ¢ 2 s w 7q Yy ¥
YUFIUBLAANIOUATABNUWIUNDT (HDDs) LLai’,GlflJﬁ'JUIaﬂZﬁ?WiUﬂWUﬂuﬁiﬁqﬂﬂmHWWng

' v

uimsnanegna lunszurumswaadagiiuldnuilaym shot Mold AithAvINATZLIUMIHER
= aa X [ ' ! < £ 3

msnaezgiienvugldilsznuvauryIuuman (HDDs) ¥u1a 3.5 13 (3.5 inch base of

Y a KX 1 Y a J a3 J 2 ' = ]
HDDs) 94 15301UdrARTINe IHnan]oTidua Scrap 31nFuOLUANITBIABIARBUTILTINMIAN
' Y N

wazanteyaiiinisasndeudeunniedniuaNiANINATELIUMIHAANT AABZ gty
v a Y a A <] v X Y

wun lasnadeveslsanudeanlu@eunsnginy wa. 2553 Wlunat 307u Faaasdeya 131y

Jin 4.1



67

M Ed x i
»3 nkimwen s diufsnnemsvaateuas s uamunniay
”
2 3000 g
2500 |88
2,000
1,500
* H
2 100 e
@ 500+ B8 g
R | M2 TR
S o3I PRIIYRIEITEPIBILY
fooit 82852888
F:e@ L ke 31&0 v § ¢ 2 A
gogz " ped §5 O0aUZ S0
& 5% 24 <
nunansaailon

H 1 [ @ ' ° iy
UM 4.1 nywlumanaasnnuduiuiszrnieimsvealyvitasiuauvesruau

UNNT DI

o

0 k4
LﬁﬂW%13m1ﬂ1ﬂﬂi'l’l/lLL“VNLLﬁﬂ\iﬂ'ﬂllﬁil‘l/‘lu’ﬁ(i2’;14]1\161ﬂ15‘1]?)\3ﬂﬂ]u1’i1L1ﬁ3%1u’3u‘ll’€]\1‘lfu»31u

v A A

1 % ) a; & ' 3 c;d o -ﬂy
unwied  aduaalugiln 4.1 Fawunawguanvedtfym dlanudnyliieeTyvuile

o

4 Vv
[ a

2 [~ { a g = o = o 1

‘UHQ11‘!\111L91‘1J Shot Mold ﬁlﬂﬂﬂJHNWﬂﬂq@%Wlﬂu 2,634 YUININUIUUNNWIDININUA 4,135 ¥

a I 9 A a a = aa .3 @ '

ﬂﬂﬁjuiﬂﬂﬂz 63.70 'V]Lﬂ@ﬁﬂﬂﬂﬁ%ll')ufﬂﬁNﬁ55]ﬂ1iﬂﬂﬂ$@lﬂLuﬁlll“llugﬂﬁhﬂi‘&iﬂﬂ‘ﬁﬂ\?l’lwuﬂ1u

1 I~ 2 a

LWHAN (HDDs) 4141 3.5 17 (3.5 inch base of HDDs) ved 15301udwnan ludeunsngiau w.a.
< @

2553 11lua 30 u

o { 2 [N~ o) 1 ' { o a °
aqulyruileduaiuhidu Shot Mold  duilutlynusearundesduiiunmsud v 39 1d

o

dy = (] d;; < o g =2 aw [
Jyruteruaiu i@y Shot Mold Huniluidelumsanuinazise Tagedouuinians

W A Y a ey dy =2 " g a I~ 9
panuuumsnaaessldondanalinatlymFuauieFuaiuli@u Shot Mold Aaiiluiey
A a a =t a a . 1 o Yy
az 63.70 Minalunszurumsnaanisaeezglilonuuu lauaads Feazdana lasnsailioen
a Y Y a s 3 2L a A I
mMinanasanihvineduaa (Out Put Target) taziloSIFuATuIUAMLIIN 83.87 % 1Tl 95%
L} 4 d‘ g o/
ADIAOUINOABLAUBINIINABINITUBIGNAT  (Demand) NGIUU Az uINIIMIUTuLlg
4 [ ' A g @ ' @ = ) o &
nszuIumseaatlymiaina1n iedlunuine dedlumsdsuanmmsiadmiusuau
a 4 2 '
ABNNIABT VLA 2.5 117 e 1)
° Y a 3 AR ] E4 Qy 1 [ A
Taguunamsmvuaidhiinganaindeyanlesidua Scrap FuauunwienoiAoU

a a A 2 @ 1 1 < 2
NANTEUIUMISHARM I RA ittienyu i lse nunAHUAIMIIMEN (HDDs) ¥11a 3.5 117

=

) 3‘; ' a {1 o 9
(3.5 inch base of HDDs) AUAABUFINIAN W.A. 2553 —qa1Ay W.e. 2553 Rduumihtoya
o 4 =y [~} 4 ay 1 (= 1
TamnmmuadhvineluioanSnalesidud Scrap FUOUUINIBIIN 16.13% 1T1U 5%
a = a A ‘3 [ 1 1 <}
woulunszurumsnaamsiaezgiifiouyugilidilsenuvawrunuutivan (HDDs) vuia

3.5 17 (3.5 inch base of HDDs) vod Isstmgwandauaatoyaliluaisai 4.1



68

d‘ ) J 14 A a
M15197 4.1 uaatoyanlesisua Scrap TABUTINIAN W.A. 2553 — Aa1AN W.A. 2553

J o o
Y. ) nloiua
Lo osiua Scrap = (UM |
ALY geANTINABY | TIIUFUNY | . 114U
1ABUNHEA y P . FUNUNNTBL / 80A o
NIMNA (FU) | UAWTOI (FU) " FUIUA
ATIVTDUNINNA)*100 y
NInuA
aInIAN 2553 35,562 6,154 17.30% 82.70%
AU 2553 94,268 15,343 16.28% 83.72%
AaIAN 2553 267,224 42,548 15.92% 84.08%
59U 397,054 64,045 16.13% 83.87%

:.,l Y [ Qy \ a
4.2 msmn]mmﬂ“lumiaﬂmmwummunwsmmnmsmum‘mamm
1319 N.1 AIARUIA N nnteyanlofifud Scrap FUNUUANTBIABIADUIINATZUIUNIIHGA
= a A 5 @ 1 ] Qy :’; =) a
mmﬂazgmu&mwgﬂmﬂﬁzﬂuwaumummmmﬁn (HDDs) Y1418 3.5 U7 ANLALADUTINIAY

A o ¥ Ay v ° Y A a s 3 o
W.A. 2553 — nainuy W.F. 2553 ”VIN"I‘LJiHHW‘UE]qulﬁVlh],ﬂlﬂﬂTﬁuﬂLﬂ"WT?JWElL‘INE]ﬁﬂﬂ'ﬁ‘lJWillLlJ@iL%llﬂ

& ' [ 1A a = a o ]
Scrap FUNULAWT8991N 16.13% 1111 5%asdoulunszuiumskannisaaezgiiitienyugileh
@ 1 1 <4 Qy Y a = Y o o
Usznuvdaurduiman (HDDs) v11a 3.5 11 vealsanugnansaaad 13asgli 4.2 Tag

¥
A

Qy 1 a 1 { a é‘ {
n1san % Scrap "Ifl!\ﬂl!”lJﬂWi@\WWﬂﬂi%‘U’JuﬂTiNaﬁiﬂﬂi’JMWU’ﬂﬂiyﬂTﬁmﬂmu’Lj\iﬁﬁﬂﬁ’ﬂ 1o

a

(=1
a1u'lu@ Shot Mold

= =
©3 Serap FHINWUNINTDI [E=EERH
1;

) Acwaal [ Yield 83.87%3 ]
16.13%s

5 & .2 -
ﬂﬂﬂﬁ;?‘i'ﬂ’d@d]ﬂ%iﬂ?\ﬁ Shot mold [ 11.13 %]

Goal { Yield 93 %3]

S0 Ko s i s e, G5 55 Es W B 6 69 S e ) el et ) o e U

0%

1 Y
Eﬂﬁ 4.2 Llﬁﬂﬂlﬂ1ﬂﬂ1ﬂﬂﬁﬂﬂ % Scrap GIf‘HNlJ‘lJﬂWiEN%1ﬂﬂi$‘1J’JUﬂ"|‘§NaﬁIﬂﬂ‘i’nJ



69

a d Qy v H
4.3 f'nﬁ'?l!ﬂi131’“@1’38‘iﬂ11/‘!611'(")Q‘HNQ]HHﬂWi@Q!ﬁ@QQ1N\13j!ﬁN Shot Mold

Qa) 1 a a lg
NNIATINABUANNTADITNINUBIFUNULANTBIVBINTZUIUNIIHAANTAADL GUITINAY
@ [ ] <] Qy 4 o @ 1
sUdhilsznundauduaivan (HDDs) ¥11A 3.5 17 1ieiInsnageunsnizaedlng
\ ey e s Y vy = \ & Vg A a
Tugennuyesiuiaiansal 18 Taslddeyaruanuunnseaiioanu L@y Shot Mold Mfiaain
nszumInanmsaaezgifionuuy launadsveslssudnanlufounueiou w.e. 2553 -
a [~{ @ { o
woAIMeY W.a. 2553 Wuna 80 Tu uaasteyalumei 4.1 manuan v Tasagmnsaideya

Y

] 1 a Qy 1 4 1 a3
AdluAniuu@eunNuginIuguLlTIAN P-Chart Y8aFuLUNNI00iie1u liAN Shot Mold

T

Anagin 4.3

i P-Chart Control of Shot Mold on September 2583 ~ Novernber 2553

0.070 4

el IR A U ey i fuct=0.06790

0.065
§ 0.060-
RN ERIRYN
[P=0.05748
0.055 - T
0.050

w*-r;iﬂp ﬁf‘ﬁﬁi“jL fLal¥ m\:wp AL rrer {LCL=0.04698

Proport

0.045 4

s7 65 73
sampﬁe
Tests performed with unequal sample sizes

sU# 4.3 unuginiunulszian P-Chart veImsRAs NN 8o Tt Shot Mold

H Y = v
10317 4.3 nundeyadadiuFuanuunnse (Pr) Jauiin 0.05748 wasdeyaninuaey
Y v
moldrenIuan +30 184 UCL uaz LCL sanudaagl1da nszuiumsinasuauunnsead

a

= ' a Jd 4 Y ' Y
desniisanedenI ATz T oy naae uaNyAT MBI INTeyannunegn e ldidu
A A =2 = a 1 Qy 1 1 d.
Ay lunsaintinsAnuiadaaiuFuauunusesrzansolszinaaniisanuinasgu
o [ % 1 Qy 1 Y [} ad
dmsudadurunuunwieslasizdesegmoldteauydnannsodsanumsuanuaauyly

Tuiilea (Binomails) A28n51aniaelna

:’J A o o v
4.4 GU‘HG]?J‘Hﬂﬁ!ﬁ@ﬂﬁiﬁ]m!ﬁ%ﬁ%’,ﬂ‘uﬂﬂﬂﬂ

a d
4.4.1 MIIANTHMAUHANNH NV YUY Shot Mold
msmaranietlissidanansznui1ding Shot Mold vz IFunun waumeazna (Cause

. Y - . a A @ 4
and Effect Diagram) W38unun1wia1lar (Fish Bone Diagram) Tumsinsizvinnuduuls e



70

@ v 7 ' 2 o af { o s 3
AnEIANNANHUT sz N auaznatus 1l un iz AeainI sz ANABY (Brainstorming)
4 : o a < a o @ 1 g}/
e T ldinaeemgueatymudhinsagandaudemaaiadmsunsud lude T luiupeu
& Y YA 1 a a =] YA 1
miszananeaiu gl lunszuiumsnanduenNuaarY TagdnsIunaainI
a <} & 2
AR UUUINIUA 8 AUAD Operation Manager Die Casting , Engineering Manager Die Casting ,
QA Manager , Sr.QA Supervisor, Engineer Mold & Tooling , IPQA Die Casting , Production
Supervisor Die Casting 1Az CMM Technician 345a21u3 lunszuiumswanmsiaoz giitiion
a g ' = a < dy 1o w
wunlauaadatlueded Taslumsuaasanuaamuiles lisinalSua uazqannuesniiy
a [~ A g @ 1 a = 1 A a 3 A
Aaiy e lleanumsanauvesa geninansznudedym vinuuInhanuAamui
- VY = g
Idmsailummandeununiwaumguazna wasinmsszanauedilamnsoagiluinunin
Yo = & Ya o Y9 ¥ v 7
anvquazna laaagli 44 Fanaditela ldynauneieuszylinseuaguianualy
£

a | a A a 9 ] = 9 A Y
ﬂizmumswaﬂmiaﬂa:’gmuammu'lmmamuammmsmunﬂiwamaaﬂmaway‘mwa“lﬁ

=

Y9 =
ladoyanauysainga

G4

Material Machine

=
of Material alloy spec

Using wrong type /™

A

1—%71—Mold Temp. Dropping

N

Mixing Scrap Rzmo—%“—b

! 4 e
31N 4.4 uwumwuﬁmﬁnw@uazwammﬂmmtﬁmmulumu Shot Mold

£

VINUHUMINLEAIRINA WM tng I eiladouraanuduls itz isninanensina
& [N~ = a A K1 v ] 1 <
Tyruiioan lidn Shot Mold voanmsanezglittiouiugidnlsgnundumuauuiman
V
(HDDs) 3118 3.5 11 laun
a 1a o o a
1. QU AUUBIUUNWUNAAAIAY (Mold Temperature Dropping)
2. dmuauanuionlinei (Heater Control Unstable)
3, ms1%’6]5%“,@3ﬂmﬁnﬁaﬂuaﬁﬂqaﬂﬂgﬂﬁm (Using wrong type of Material alloy spec)

4. 5@’1515(31!91?(115116@ Scrap hlijﬂﬂgl}’e]ﬂ (Mixing Scrap Ratio)

U
b4

v
5. amwmuwamzmnumumm”lugﬂﬁjm (Die lub mixing of Water ratio)



6. MUK HaIN3U5UU0 Spray itz e

7. guniy
a/ 1 a a A g 'o

8. AAuras lumsAnezgiitlonyugild
=} a a £ a

9. s lumsiaeggiitionvugduaull

ernull

10,570z Tumsnaezgiitioy

v

EY

=1

k4
' a
11 Jyruiioau Lid

WMaeuorgiilaNe

VU3

71

(Spray Setting Mistake)

(Molten metal Temperature low)

(Casting Pressure Low)
(High Speed Shot Slow)

(High Speed Stroke Long)

(Shot Mold)

Y ' Y [ a a A a
4.4.2 "llff)‘lJﬂWS@Q!lﬁZ!!H’JTI‘Nﬂﬁ‘]J?N mﬂumiaﬂazgmuﬂmmu"lﬂuﬂﬁm

:; 9 ' A =
191490 4.2 Llﬁﬂ\ﬂl’ﬂUﬂWi?J\iL!ﬁZNE]u‘l‘Ugluﬂﬁﬂﬂ

9 ' Mo P a 4 9 > a2
Founnsosntaurmnandeulvlumdasazagna i wieunauamamsud lvasi

Y
%

Item Defect Name Root Cause Preventive Action
2 a Ao d o @
) y . @oulumsiandutlud i
(a191) (ToUNNWIDI) (avig)
niaud Ll
- 1151 Slow shot speed HANUENYs
ALANDINIA - AANIIAEATVON Sleeve, Plunger tip
1 IW3U (Porosity) 50 . 4 .
(Air entrapment) - aamstnaii lavgnsziauluszinnag
tazan Slow shot speed Tiidag
2 w "y &
= . - A NuAUTas IH g
Ingarand it i Ve 3
2 5001AN (Crack) - 15999razna lums ldanuauiE 1wy
(Shrinkage) o o . 9 w a &
- USudumuans anuauE v
a y &
- LWU Fast shot speed 11’(@&5111‘!
3 5008U (Flow line, Shot mold) Aaludy (Misrun) - USudiuanldsu Fast shot speed
a 9 2
- WU Slow shot speed {IWQQ‘U‘H
=1 Yo
-aannuEIRaldmag
4 | sovlud (Soldering, Galling) g - aannuaunae lidas
- 4 E
-winfFnams lhhoanlsdligaan
g A Y 3
- anANNE IR gy
a b 4 P =
5 590U (Blister) guNim - g Tans Tigaau
- anSmnamslfhnanlsdlidas
- anf5uans 1¥ensvaau Plunger
6 5991 (Leakage) Hinluileu -anfSinams 1hhoalsdlitdmas

- uSumnsm Air blow




72

v ]
aplfeunwisuiatuldninaunguainratelszms Tassuduszdesdnldidilateaung

¥
a Y ' 1

1 < ! o X 1
voamanatunen uaed1a lsnau mud ludrva g lagungrilierninnaedeunnses

nﬂ‘\{lﬁlwg’)dy

U

Y =1 e
ANUU ﬂﬂﬁ@ﬂﬁiﬁ%ﬁﬂUNa‘Uﬂﬂfnillﬂhl"ll'ﬂazi}ﬂLW51§i1uﬂ1ﬁ%uﬂ1uﬂ1ﬂﬁﬁuﬁﬁ]ﬂlﬂﬂ

9 [ 1 & ] 9 1 A Y w g’/ X A
VBUNWIBIBYHA1YYA LlazﬂTSLlfgﬂ‘Uﬂﬂﬁu\iﬂ']ﬂIliJfﬂll"l'iﬂllf?lﬂJ‘U@UﬂWiﬂ\ii}ﬂﬁ]uc]hlﬂ PNUUIY

o 4 3 a =
anusuiludsanasannamaud v lagsu

A15197 4.3 LAAITPUNNT DAL N TOBALULLUWUN

Y 1 d‘d 1a 4 @ 9 3‘, [ a:sl}
"’U?]UﬂWiE]\WIiJﬁ‘lLﬂG]iﬂﬂWﬂﬂ1iﬂi‘]ﬂLLUULlNWNWLLazﬁWLWCﬂW’JIIﬂ wsanmuu’mwmmﬁ"lmmu

v

Item efect Name

(d1911) (TounNNI04)

Root Cause

(A¥i9)

Preventive Action

(M3eanuuuiRuid Tl lulywn)

1 IWTU (Porosity)

AUANDINTA

(Air entrapment)

- ﬂ%”uﬂ:gq Air vent (Vacuum,Chill vent)
= ﬂ%uﬂ;q Over flow
- AAUUIA Plunger tip

< a 1a sy X
- NNV TN WL 1V gavu

2 Jo8uan (Crack)

TwsaHan

(Shrinkage)

2 ' < a
-smlgeszuuvdeiunazangumgi
e d9 Yo
UG ERLE
a /9 ¥ @
- 1AW Sub gate Azl 3zgna lEA1NAY
=

RNIEN

- 51l3931ms00anu LAY Radius

3 50881 (Flow line, Shot mold)

=S\

Vg i
29 L@y (Misrun)

- WY Sub gate taz1l511l3952 11 Gate
= ﬂ%ﬂﬂid Vent (1ag Over flow

a a 1a 79 ¥ E
- QUL WW I gavu

4 5081117 (Soldering, Galling)

@ 1 a
-dsnlyeszuuvaeidy

~ Ia 1a d o %
- MIMBUAR LN 111 Coating

- 1denldiagilszinnon

5 598U (Blister)

a ¥ <
-Maszuuvasgu
- INUTIUIU Over flow

¥
- 151139 Lay out ¥uauliauqad

6 $a (Leakage)

' 4
S G MIGEREFATREIN
@ 1 <4
-1l5mlgasznunaeidunazaanis 14
H ¢
Wenanlsd

5 ' . Y
- TNAHUN Slide core Mwmzam




73

] =\ @ @ dd‘ a 3 Y [ Y a 9 [ ] Y a
wuRsInuiunsalien lvlumsia wdead I lvassduauauittiaaz sgdesszia lildina
3 1 A Y
Founnsoaaue lunsud luvauinaie

1a 4 [ a 1a J s Y 1 1 1 9 =
msud luuduinendimsnaaudiuiaSvauysaiudrvs danansznuden 15910 MsgayLae

3 1a d w :’J = a 3 1 d' a g [}

natare1gmslFauveauiiud aniudinislssdiudeunnsesnersnayuluyians

1 a 4 a 1 a o 1 A =
PONUULLUNTUW thoud lun1seonuuuta MINAAUUNUW Tasmwizeg19garin luliaiu
o o 3 9 1 a Yy a ' 9 = = 1 3 A a " Yq v
suiludealdszuunaeduudan lundsld Famniszuuvaodununnulluaz lulaldnnas

a 2 a " a < @ 1 3‘.} [ A a @ d 9

gnianiilenanudnnid luilunsedald venmiiovinguainvesnandmuiual lunis

panULLUANAITMTlteguauiAlumslfinauuazlss@ninmmsndadae

d v £ v
4.4.3 mie‘]!ﬂ?mﬁﬂn‘hlm::‘llﬂ‘UﬂWSENQmZNaﬂ’izﬂ‘U (FMEA)

o dy v - Yy 2 o 9 Sy v o a ¢
wdanni ldurumnauvguaznaninnsszanauealnniiveyai lduihinisiinnzy
@ L) 0 ) . = g —— )
anuasUoUNNIBAATHANTENY (Failure Mode Effect Analysis: FMEA) Bailudsnldlums

' g ad o w 1 @ 9y ad @ ' A g

nseatfymediuiluszuuiiduneunazdinuneunasvesnisunilymi TagIsmsainanaeiiu

a @ v a A o w a { g ?x}/
maesuines lumsudtym1diuimns idduanuaaidluiuaeulunmsud Ty Tag
Y { Y] { a p . % o o @
whuldAmstlesduilaymni Temania (Most Likely Failure) #39z31m51i11Tadeilend (nput)
a1eqlunszurumanidsziunaldnzuuuainnuguussvesnanseny lomanmsinauazHa

% 4 o % o a H d‘ o a j’

M13A3ITUVBITZULAILAN ietaasd U NudIdyveInmdesnazii Iiinalynuile

[N~ = a a a cidyd ] a 4
' hitfiy Shot mold Tunszurumsaaezgidiounuy lauaadalagluniaedniunsianey
fHanIeNUsUioaIINAN UL UNNT 8 1UNTZUIUMITHEN (Process FMEA) 1az1i1n13

] k4
nN50411998 (Screening Factor) NUNANTZNUADFUNULANT D 1A IN
b4 4
% a @ ' a [~}
duneulunmisiinneidnyaztounniosvesnaniznuvesnsinalyruiioau Ty shot
a a A a a = @ dy
Mold Tunszuumsieezgiiouun launaaaliswazidoadane 1
= < o a
1. 5189£108AUBINTLUIUNIT (Process Description/Function) 1unNIsMIvMUATIvaZIDYAVD
& Y o 3 4 o = v & \

ATTUIUMITFIIZA i IMTHenIuasunelunszuIumsnimsanu liilutuneudesq
\ = Y v ~ = \ =
neulasmsussoenaninms iz inaaetdlymnauls

v Y Ao w ' S| o &4 w '
2. szyfaieflewdndrdyaenszuiums (Key Process Input) 1flunmisszyihishdidyae

A o xR

Y
] o ' EY
nszuumsuariradedaminmsane lunmsszyiladomaiiieg ldninmisszananed uaz
mﬁmswﬁvhuLmumwmm@uazwa
@ £ ' Ao Yy a . . I 20 Y

3. aRNAULVBUNWIINTUUI TUNZINA (Potential Failure Mode) Hlumsaamioin luduneu
1 Z}_, Y o 1 é’» 1 g ) a 9 [}
EJ’E)EJC]“U'ENﬂiZ‘]J’JuﬂTiuu’ﬂﬂWﬂﬁ‘V]NW‘HLWlﬁz“lluﬁf]u"liJLﬂu‘lﬂﬁﬂiJﬂﬂﬂﬂﬂTifﬂ%Lﬂﬂ“lJE]UﬂWSEN

08149 13



74

@ 1 4 1 a a|
4. dnvazHansznuvedtounnseaniinua 11iud19zina (Potential Effect of Failure) 11un13321)
1 [ dl o a 4 g‘/ 1 1 .:; ] Y
Nifasenmsinngiumivezaawansgnuaetlyminauledialstia
s <] a 4 [l @
5. ATINFUUTIVBINANTE N (Severity of the Effect) 111Un13 1T 1zHANN ULTvBAazIve
44 Yoo a 7 Y o o =
nldmimsanaizrin TaemsInszauazuuuaudailunisan 4.2
= ] a v ! ’ .
6. aunaniinu Tulumsiiatounnsed (Potential Cause of Failure) 1A8351Daa 11HAYEIN3
madeunniosniaungainiledsla
a ] @ ~ &K o A A ° 9y !
7. Tomalumsina (Occurrence) Lﬂunﬁizuammuﬁmmmmummmﬁammumaunwam
Razaudmiuamanilgneldszuunnquitiog dmiunesazdeamsliazuuuauisog
IR0 naaa 4.3 |
8. MIAILANUNTE 113 19917 (Current  Process Control) Lﬂm'ﬁmimmuwﬂlﬂums
ﬂmﬂumsmﬂaﬂym sdounniesiiininiiy 3o ez mmuiuﬂmuu
9. M5A51951 (Detection) Hlumsldnzuuuszdunmsasinsuteuansesiifaninaunguos
ateaea Nansansedy ldunntdeaiioslalasszaunzuuuudailumisian 4.4
10. fat@uLaaId1AUANNAIAYVBIANUITE (Risk Priority Number: RPN) AiBHadWiuean11y
a [ :ﬂl 9 [ o w o @ é
suusd Temalumaina uaznsnsadu e lFlunsdadiduanudidylunsud luilymaa

o [

o 49 Y &8 o o A 4 A4 A 5 a £y o ot o
i RPN i lduiiludidadulaie vz Guduiumsun lvilassvealymnididudn

2°

VOIANMIFEIGINITINTHITAN
RPN = SxOxD
4 = =
o S WMIEDN AU (Severity)
= a
O wWwwnd lomalunising (Occurrence)
D WU A1TATIVVU (Detection)

A4 A 7= v A o ] ' =
VINHANITIZANTUBUNDUATIZHIINANTENUB W BIIINaNBUzdoUNWI Y dusaeayina
5 & - 9 9 = IR o I o 9 '
daunnudinnylumasuidai lasldn13 ATz inaNan e NUOULBINNANBULUBUNNT O
(FMEA)  Tagaunsnaqldidiavuaaddiduvuednnuidesueddnyauzdounniedain

Y @ d'
AIZUIUMT 1ARIn1519% 4.7



4 s a Y o .
ﬂ1§1\1ﬁ 4.4 !ﬂm“ﬂﬂi&’LNUﬂTﬁClWﬂleuuE]Gli’]ﬂ’ﬂll?ulﬁ\i"llﬂqpiaﬂizﬂﬂ (Severity: S)

75

HAINTOUANT B4

ANUFULTIVDINANTZNUIINTBUNNTBA

ACHUU

1. noldinadunIe
Taeliiimsfeu

Vv
U FURA ¥

Taonsa

819 1HINASUATIBABIATBITNTHIONINAIY ADTHFUUI

A Y o Y a ! @ Y
pnnengunn dimnvi ldinaany lildasadslumslyau

A @ 1

3 1 a 3 (=} A
'H‘iB‘Uﬂﬁﬂﬂj;]ﬁlﬂﬂ‘llﬂ‘llﬂ“l"liaﬂlﬂﬂﬂluiﬂﬂ]lllllﬂTim@u

' 9

AWNHUN

10

2. nelfinAd U 1Y
Tasiinsouasuil

9| o 1 43)
mitlesnueguad

a1 1IN UATIBAOIATOITNTHIOWITNIIU ATHTUITINE

Y

1A

Aeiimaannn v ldinannu lulasaselunis oy

U

A Y 1

9y 1 a X a ) ! 9
Wiﬂ‘llﬂ?]ﬂﬂ!;]ﬁiﬂﬂ‘ll@ﬂﬂWiE]\Hﬂﬂ‘lluiﬂﬂllﬂ1im'i)ua3\1ﬂu1

3. QRIIN IBUNY.
' _

NTICRATERRRITREY

<

14 Shot Mold

11NN 80 %

1 a a @ d g‘.}
TiHaRoa1BNITHEANIN NAAAMNNANNA (100%) BIIZABY
v
1¥5umsmisana msrzanu hitigann saadust hidwso
sumai T 1Fould Tanugadeluannzudhiivgn gna

a1 luwelaann

4. ga wuwuilym
dy [~
toa1 TiAn Shot

Mold ¥10A71 50 %

[ a =] a @ ]
HHanenIsHAREaNTos HANAMYNDIRBIHILAIIATIVABY
@ 5 a a [ d 1 1
HULAAADN (Sorting) HATEINNNAAAUNUNWIDIUINTIU
Y 1 Yo o w 2 1 a @ 4
@losndn 100%) 1dsumsmdananie luliguaiw naanum
asolasunisinldldaulddreninueaiuvisananas

Y A ] q
anmiianuluwels

Y

5.11unaNe wuUWL

9
NETITRTATELRRITREY
Lan Shot Mold

1IN 20 %

= ' a <4 9 a @ ' 1 Y Yo
rnanensnanantios manduuIaaIu e1adedlasunis
o a Qﬁl 14 1A v =\
Mdanansizanuliiaunm  (Teelulinisaaaen)
a [ 4 [ o 1
naanuaansolasunisillldau wapnuazainaguie

aatovas gnAviAnudzAIN

6. f1uwulym
dy [~1
1119911 1A Shot

Mold ¥10n71 10 %

@ a’y 9

1 a =] a 9
HHasea 1N 1SHAAEN1T D8 NAAANNINUA (100%) BIIAD
@ o o 1 a Y] 4 Y]
1&¥unmsinilug (Rework) wansusienuisnldsunis
o k% Y= 4 o Aa
i lFulda uaduanuazainaumesansoduiums

Yy o 9 [
l@deaussnuzdiag gndr hinesazwely

7. AIMINIBUNL
Y
NETRRTETERRTR Bt
I 5
1M1 Shot Mold €

N5 %

IS 1

a = 9 a [ 4 Y Yo
HHaeeaIUNITHANIANUBDY HANA 01904 1A NS
w A a Y] 4 1 Y 1 3 Yo
AAADN LASHARAUNUNTIU (UBYNIT 100%) 219904 1951

o o 1 a [ 4 )
M51 11 (Rework) mmﬁau%’aamawammmmﬂn

' (Y ' a [ I o a
aiin gnarauluginzde Nnaaduatdmil




76

4 a =) @ 1
M990 4.4 mmmﬂzmnumﬂﬁ'ﬂmuuamﬂmm;umwmwaﬂi:mu (Severity: S) (nD)

HADINTOUNWT 03 ANNFULTIVOIHANTENLIINTOUNNT B AZULY
8. Lé’m?aa WUWY | fipadememsaamintos diunilwenansus (Fooni
ynuitean i 100%) 81992 lasumsihui lmilugienmsnda uauenya

fu Shot Mold 1 | yJFiRnundasusiinnuioulesd gt laomasazien ¢
713 % HaAN AN A 1]

9. @miooun Tnadememandadnitos dunilvesndnsus (fesnd
w’:éa”lajwuﬂmum 100%) 010 l&5um s lnd luaiemsnda uaziidumis
e it shot | 4| F1idaundafusiiniuioudosd CUGARRITRMISTER i
Mold 108 @ntfesaziennaniusiid il

10. il ifinansznunas Lifailyriiean iy shot Mold 1

4 4 a o a 1
A31990 4.5 inaeilszmums azuuumsmvua Tena lumsinadounnsed (Occurrence: O)

a 1 a { I~
Tomalumsinadounnied Tomalumamenoradluldld | azuuu
1. gunn : inateunwseuaue lidwnso w1 2 10
HANABITOUNNT 091 T21N Shot Mold 18 103 9
Y] 2 o A
2. g4 nIZUIUMINAd AN UL 1lus 8
ToUNWI0915210N Shot Mold 1o 1 T 20 7
d' 9 KX v A
3.1 una1e : NSZUIUMTNAAIIAAIN UL 1 11 80 6
£ 1 1 18 Qs
ToUANTB1521NN Shot Mold e 1Dl 1 1 400 5
ay g 1
INATU DY 1 11 2,000 4
4.6 - HeunnIedllszan Shot Mold #1'li
Y v
AUIAG (LIUANANTT) NUNTZUIUNTA 1 11 50,000 3
£ xR w
Aa1AAINY
'o = 1 '
5. @110 : HUeUANI091521AN Shot Mold
d' L) = g % d‘ A
nlifunonaTununszuIUMTRNe LY 1 14 150,000 2
=} (%]
Mileuny
s 1 (=} EY £y 1
6. vina bna : Tt Tiiuveatounnieq
152171 Shot Mold limsmnadeunni e weond1 1 1 1,500,000 1
TanunszIumMIneIzviioun iy




71

H 4 a I 1
13197 4.6 naimsdsziiums IazuuuTenalumsnstadudeunwied (Detection: D)

agaal : Temalumsasandudeunnsesdoszuuns

@ J { 1 a [ 4 1 {
MIATINIY AILANNTZUIUNSNOUNIZ IO UNAS N HIBnNoUN AZLUUY
HAAAMMNIZDONINTIBNTHAA HIpT oM ILlsznen
A < Y ) ={ ax = v o ) :
Lanewiluldhild | hinswdddimsaiugy Nazasrsduanyuzsteunnie
10
1521AM Shot Mold
2. ¥a lnawn iTemaving lnawin NIBMIAIANIZATINTUENY L
9
: WounWsed1l5210M Shot Mold
3.viulna nlemarialna AIFMIAIVANILATIIUAN UL
8
founwieatszinn Shot Mold
£y = Y Aax v w
4. douun HiTemettosun NITMIAIVANILATIITVANB AL
7
founWiedilszinn Shot Mold
9 ~ v Aas v @ ¥ '
5. 1o Hlematios NITMIAILANITATIIUANHALTBUNWI B
6
152170 Shot Mold
6. 1hunaig Hlemaneaunis NITNIINIUANITATINTUANHUE
5
Aounwiea1lszinn Shot Mold
! 9/ 1 4 % %
7. RAUATNEN Hlemanoud 19ganIn NITMINIVANIZATINTUANYUL )
Wounnied1lszinn Shot Mold
= Aas v v Y !
8. g4 HTemdgs NITNIIAINNILATIIUANBUTOUNNT O
3
132171 Shot Mold
= A an v v y !
9. gauIN Hlemagann NI5NIAIVANILATIIUANHULTOUANIT B
2

1/521AM Shot Mold

10. tho UL UB Y

= A P s o
nlemaineu 100 ediFua NITNIAIUANIZATIVIY
Thyaetounns09llszinn Shot Mold Tagdsnisnii13nala

dy [ d' EY &KX o
UITTUNITIUIINNIZUIUNITINARNIAINUY

ee




77

H a s 9 1 .
M9199 4.6 i msdsziums azuuuTemalunisns1adudeunnseq (Detection: D)

[ 1 3
nqunais - Temalunsasiniudeunnieadioszuuns

QREIEREET AIANNIZUIUMINOUNV FINOUNAAN N HIoROUN AZUUY
a @ a a
HOAAMANIZOBNIINANIIHAR HIoa18MTU52NeY
A < WMy [y =2 an = Y 9 '
aneudlu Tl 1uld | hinswidedsnmsnugu Arzasniudnsusdeunnies
10
U321AN Shot Mold
1 =) 1 dlad [ 9
v lnawn Hlemavinlnawin #I5MsnunuIzATINT UYL
9
‘ WoUNW3041l521AN Shot Mold
] =" 1 d.Qd W QJ
vinlng Hlemainalna MITMInIuANIzATINTLAN L
8
WoUNW3891/521AN Shot Mold
_fesunn Hlemaionn NIEMInIUANIZAT TGN AL
7
YoUnwied1l5zian Shot Mold
Y = Y Aan v W 9 1
oy ulematies NITNIAILANITATINIUANHUZTOUNWI 04
6
U3219M Shot Mold
Ahunan Hlemawedunds NI5NIAILANITATINTUNHUL
5
YoUNWi041l521AN Shot Mold
) 2 ~ ! = o
ABUAUNE Hlemanendiagauin #3EmsaIunuIzaAsIITUAN IS ,
YoUNNI091/5210M Shot Mold
= Aaa v v 9y '
L NlenMagd NITMINIUANIZATININVANHUZTOUNNT O
3
132107 Shot Mold
. gauIn Hlenagainn HI5NIAIUANITAT NIV NEULTOUNNT B
2

1/521AN Shot Mold

10. thoUUUUDY

A A J a 4 d.Qd [

nTematnon 100 losiFud NIBMIAIVANILATIVIY

@ [ {1 L)
AYAUETOUNNT 0415211 Shot Mold Taeasmsnu113ele

Y 1
ﬁﬂ$%JUWSTUmﬂﬂiZU’Juﬂﬁ'ﬂﬂgﬁﬂﬂadﬂu




78

13

RAERHINRBZeVIELURE M2EU

I ==

b4
n

FABUILTLZEUOH

£

Omﬁm.mnm \

BUMELUMGU PION
6¢ BUMALMDRRLLIBURIMBUWMIL peuuitrurLBUBITTLLY J0us Lufl[teuisuin] Y31y 10 Mo[ 00}
3
RUITEQVILELMITRLLLEY MLACUDRALAMILEY LUWIBETUIERN] BU[ ELU | PIOA 10YS Lufls[tui | 10ys poads ySIH
.
WUMELUREIMZEU MIEM LT Ern reaninbze Mo
= rd = «Nv P =
p8¢ f| VOdI bereLBUET LILMBBHLEALBUIL| MAMItb2eBRELLUNEU | BBELUDNBU PION 104S drmyerodwa |,
"
BOUUH[LZEIINERLLEY LUIBETUIER ] Bu] LLU PION 104S LU fa[tBus RO AUIT MO BUT [EION U0
£ 0
e PIO DETIDALTT
09 TIOAV 2L1101DAV M 2R rauLersmrtRnindze 10US LUfa[Leuin] LUt MLEURWUMITL | oney
®
DUPGMALMLBILUTBLLLUURTI FUTHIELAMLEGI BIE) MIEMIETTF{ BK] eLU | Lureefirsre bu] eLu de1og Surxipy
n = =] m m M =4 4] =1 o p 1
coav 0adg Loyl
s¢ RUI01DAV M&T Myt (08 ug) rlise BLULGDEM BUTK{LUL BENBRIINLEURBEN | [eLIojew jo 2dk)
PORBHLZLBIITUIBLUHMURIT BOABHALMLELUTLIT] BIE|MIEMIEITF| OU] ELU | [EROTIBLULGNEM] VU uoim s
= 1 i~ el .U ‘—Mq = Rq 1 1 =4} = =4 =

nen

ELUMLMREUM] BLEMBMMLEBULELIERHIAG (VAN “SISA[EUY 19343 PUE SPOIN dIN[IL) LR EUBMAUTINREMUMRLZIBRUBHALEUILELU L'y UELELY



79

peuuitvuMELULLHRU BLULGBEM[BUTL] LU [L],FuTuLre “OYRISTA
or | S «
Ae1dg pEADAMIILYITRLEL LY BURGEMERUITMUL FLLEALL BIE] MIEMIEITA L BH] ELU Aeidg pEADHUIILY Sumeg Aeidg
1 o 1 aa 1 = 1 o
BUMELURGU
96 P | WBOMRALMPGRELBURTPBUULIL ULMERUBLBUBIT LLEUBITMLEALBUTL| LU ‘oney 1IBA JO
3
RUIMEMALLLEBRMELLELY nc::m_(_&ﬁﬁ:wtc WL MIEMIETTFL BU] BLU | MO PIoD Luifla[teui | Suniy qnaid
BUMELUHGU nenn reRnindze
= 1 m.om.u [ =2~
€P€ | L | WBUMALMPGALELBUGIRBUURLIL PEBUILRUNLBULIINLLY ;mmﬂmmn@@w“rcﬂm: B ELLUPOU PIO 10US | "SU0T 00} 9OnS
I3
RUITEQVINLELMILRRLL LY [ELILEUBGALHANLEY PIOA 10US LUfB[LeU 201 UI'T MO[] BUI paads ySiyg
3
BuM nennranindze nenn
9€€ | 9| ELLUMGUBEMALMEGRELEUES ;mmdmmn@@mﬁc%: - MO

POUUMILZLIT (TN) Mepecty

i

.

PIOA 10YS Eama@

PIOJA 104§ Luf[teyi

MLBUIL \_ﬁc?@\‘%

aImssarg Junse)

aanjie ] [ERU2104

1=

NIERHINB2EVEHELUHEM LU

=

153

['LLH,’?

o

onaun j sS04

aﬂv mrc392nmcﬂﬁ@ra,\r@m;rﬁ@cr@rRv@m:ﬁa@ (VAN sis&[euy 109Jjq pue opoj dm[ie]) PgnmccznG:v@_.nKcﬁﬁ@hwnamc\%wnrwgmmrc Ly K.:w:u




80

WUMELUMLILALUR] INd MIEM LT nanindzest TANY >

S AR P = ¥ ee

S¥ PEAELBURIMSUHILROIINE] LAMBBHLEALBUIL] ELUNGU SUIT MO[ 20T 1] BUMELURL ALY a1quisu m

d

b N b [ o b U

bt v ultrtlinrodnepee ey Luteeftresre] uuy cLu PION10US BUI[LW | rjMreprtiivanftlumd | jonuo) 1wal | 5

f 1 = o =1 = Ep

n o)

BOMELUMLMRLUR] VOdI MIEMLIETT nanitdzowt @

= P = P o= =4 mwmu
BOMAELLURINEURMILROTINE] LILMBBHLEALBUIL] ELUDBU PIO 10US 2811 Anidon | &

s¢ 5 &
o ultnlinminesee ey LWLt e uu eLu AUIT MO BUTM LU | MOId PIoD Lufafteyi omperodwdy | Z

, 3
=R

@ o spapH [Enualod

8_—3 wrCZP;nwcﬁﬁarciamzrn@cr@er@ﬁ:A% (VAN sisA[euy 109334 pue dpojA danjre]) :$nmccznﬂjv@m§c:©\?

PIOIN

HONOuNY SS9004d

Emcwwrnhmgmmrc L'y UbLELY



81

d v L}
4.4.4 a3dwamsANITRANYUZ VB UNNIBIATHANTENY
@ ‘o a @ y @ ' Y Y o '
wmmﬂmmmmwﬁﬁwaﬂizwuamﬁmmﬂaﬂymz%’amwaamaﬂmuaamnuu%zuumm
. % o w 4 1 [ { 1 i a 9 1
VOINIULT O (RPN) NW%ﬂiﬂﬂULﬁ’E]GIi?%ﬁﬂﬂ?1ﬂﬂ%ﬂiﬂ‘ﬁ1ﬂﬁﬁﬁﬂaﬂizﬂﬂﬁi’)ﬂﬁmﬂ‘llﬂﬂﬂwiﬂﬁ

pazaInd ldudumsud luifapnae T Tagldununmwis Talumsinsizvgauaas Hiaagl

Py
Nn4.5
Pareto Chart of Key process input for Shot mold
1800
1600 M 100
1400 — PN o i DO 80
1200 4 .f‘/r
& 1000 4 e : 60 E
o 800 4 7
600 = I 40
Mot 20
m.
! ] v r Y ' 0
Key Input :
: #
& S Y @
& o < & q, >
cﬁ"} a‘&fﬁ 5 & s &é
A PR
0N o 4 > &
5 & ¢
& oY
© o
RPN (302 384 343 3361 60 56 45 40 70
Percent 522.7 22.2 199 195! 3.5 3.2 26 2.3 4.1
Cum % “227‘ ‘!50‘ ‘,G?:EE_?‘_L_I!; 87.8 91.0 93.6 95.9 100.0

3UN 4.5 unun s Tanaaemanudsavedunaz oy

WennsannAuAuA W 1o taasgiliuuns Iagiuun nuduiut senamguasia A
= < 1 q v a . ' @
uaaalugili 4.5 dulledagndealasldng 80:20 Tumsdadulagawuhaunaranveilaym
ﬁﬁﬂ’ﬂilﬁﬁﬁ’muﬁlﬁﬂﬂ 4 1778 fe High speed shot , Molten metal temperature , High speed stroke

. i o W 1 a = a 2 @ '
118z Casting Pressure NAHad1AYMONIZUIUNMTHAAN ARz gitoutiuglehilse nuvdausy
[l = 2 ~ o Y a dy " a
Viuuiian (HDDs) vu1a 3.5 11 nagvi ey uiie s ladn Shot Mold Tunszuiuns
a s a A a Y a
nannsRaezglitouuy laundAuesTsanugnan
2’.1 3}/ A [ 1% 1 Y w d‘ o d‘
anivnnmsaetlidelunszuiunisaindg 1 ladvismihuesnuuumsnaasaiion
@ o A Y a dy | ] = a A X
szaulvisiasnalvimadyvuiienulidu shot Mold Tunszurumsiaezglifiouiugil
- a5, i ol :
Narua 4 a9y Aail
< = a A g .
I mwmiﬂummﬂazgmuanwgﬂ (High Speed Shot), m/s
B =1
2. guruIvaoNecQuileN (Molten Metal Temperature), °C

Y

3. 5zoz lumsnaezgiilonyusl (High Speed Stroke), mm

a U
£
=2

4. anuauvaslumsnaezgitionyugil (Casting Pressure), Mpa

EY)



82

4.5 mﬁmﬂzﬁizuumﬁﬂ (Measurement System Analysis)

: o v 9 Gy B S| a
lunisAnuinnuamisavesszuumsianuueidedeyativiiszifunisdsziiulaons

Y o =2

Qy { o v Aa w o Y 5 a
nfFeumouruanuiiimsasinunnavedstemruammz Fezrilvainisolseiiunaueg

Y E4
@ d v AKX o

Y] o A i [ a a ﬂ e 9y ClS/
veyasenudiuvie i Ainlumsimsgisruumsiaisaiianusuiiuegdoqls

ad a v A g a4 Y g 9y @ [~
nmmsdszdiuauanniavesszuunsSadeteyai 1dsudeyainnnnisty uazfiunis

Y

¥
LY

A Y] 1 Y] d'cl =1 a a d' o [ 9 é
EJL!EJL!’H?$°1_I‘1Jfﬂ'i’Jﬂ‘VIiJ’E]EJ“LJ‘L!1J1J'33ﬁVIﬁﬂTWlJWﬂW’E]‘Vlﬂxlﬂiﬂf.lﬂNaﬂﬁ“l/lﬂ’dﬁ]\ihlﬂ GING],‘Llin

U

Y Vv
Usziiuanuamnsnvesszuumsiaazivuneulumslss v

= (%] Q?J H {3 °
1. 1a0NAUANYULYBIYUIIU (Product  Characteristic) Ndean1snageulufitimvuaiaen
v
AUANHAULTUNUUANTBIUTZAN Shot Mold
A 2 Ay 2 % 9 A Y a . v g
2. [ABNYUNIUNADINITNATOUN] 25 FUFIADINTIUAUNTNNUNUAIT (Attribute) T 01
=1 = 4 o [~ =1 Y] [ 1
A (G) 1I9UFY (NG) Lﬁamwumﬂummgm HAZAITUNIUALAE WA BAAS A UTA T I 60-40
Taoilszuna
A @ Ao Y g o W = @ Y p=s I~
3. @enwinnunivinlunsasreadeullsLsisu 2 au Fawina Idsumsdneusuuusy
= Y ~ 3 Y o - o
ag19auaIMrUa liwiinauasageuaun 1 3y A wazlvwinauastageunud 23y B
VY VY Y Y
4. MruadIUMInI s laslunisnageviidmualiinsas1ae 2 as
5. Aniunlsziiunaniag

a 4 a L4
6. 'JLﬂi13ﬁl!ﬁ$ﬁ§ﬂﬂﬁﬂ1ﬁ'§ltﬂi1$ﬂ

314 4.6 Jluaaaminaulumsnagenszuumsasiuam 2 Ay



83

INSPECTION INSTRUCTION

>t00EL TTEITER-K TITLE DOC XD QAT-IRISSHE

aror 2 torzcrnzoar|  racoar
STETAL INSPECTION {3X POR BASE FLATE
st or ; [ vee

sz

AR BATL TLATL H AT e 55X =

A

O ra - 1

0]

wlwfwfu]efe|s

INSPECTION INSTRUCTION

XMOBEL o TITLE [poC S0 QaATIIRizS4e

o : reemoan | saczor
VISTAL DSTRCTION 15 PR BASE FLATE
et o7 : [ e

31 4.7 31/uea3 Inspection Instruction Sheetlumsnaae Uz LU0

d  w 5 ¥
FUFONUNNUNTINITNATBY AL
1. S1U9A WNBen (A) 3HANIENGIU D-071672 @ILHLIU Leader VMI 100% IPQA Die Casting
2. Dou Homn (B)  SHAWINIIU 00102445 @M1 Inspector VMI 100% IPQA Die Casting

@ SJQ" ¥y A vy o o w d’ay e | U
vasnn lasuaulunsnadeuaiuden 1 uda wwinmuneauMnunFuan  Fuauild
o Qy I Qy [ o ay 4 {
WATTIUT LAY 15 Fu uazidluFuauunnsessiuiu 10 5u uazieaannuboaunluns
i ¥

nadouszuuMIavihimsguanulunisnadeunua1s i 4.8 WA INIUIININATO L

@ o sy v v XK g ~ ° Ay v = o
nisie hwan ldainnmsnageniuinacluaisain 4.9 vazihwai ldvinaisied 4.9 wiims

a L4 l‘g { @ 1 3’;
’Jl,ﬂi“lﬁ‘ﬂNﬁﬂTiB‘ﬂ'i’J%Clﬂlmé‘iNE’I'171L‘}’Tﬁﬂuﬂ‘LHJ60ﬂ1§ﬂ§3ﬂﬁﬂﬂ1ullﬁa$ﬂiﬁ



85

@

]
=

Em%?%:m
ol ol B T i B B O B B B S B S B N ISl Bl RO Ol RS B e N S

ME[IMIY] napeLey

V%

BLUUiML

¢ ol Il o BT BT T O Ol ST RS ol S B N BN Bl BT BN RS Sl RN N BN S
MEMUIY| neseLey

[

M O O ) ] OkRD | © @) o &
mmmowc z|9|lz|o|o|o|B|lo|o|jo|Slo|lo|F|Z|2|o|o|jo|o|Z|lole|2]|3
=

=

E= ) & @) ) oo o &) ol o
wﬂmowa z| 9| zZ|9|o|o|2|o|lo|lo|Z|lo|o|8|2|2|o|lo|o|o|Z|o|jo|2|Z
revulinipeny

ol B2 BT - ST OR OR [ U IR RO U BTN U U RO U ROl RO U Ol BTN O R S

FGIUIL] neRee Ly

V

bEuUiLiY

g ol I T B e B O L T O I U VI (Ui Ui O Ui - O Il B SN -V -
MO[IMIL] naReL ey

vV F

< o) ©) &) @) olol|o <) olo
ﬂummvwc zlo|lz|o|v|v|8|lo|lo|o|2lo|o|2|Z|Z|o|v|o|o|2|lo|lo|Z|Z
(S
Unos g —
1wu
B2 <l G -
o=
@
©
I
e
e
=
i © o ol
=
(=3
<
<
=t
=
2 PLERAED T 9 2 ElEin 8
ﬁ h
& |

¥
ANABDY

U

@
Y]

(=)
@

e
=}
YU UNU

mMilaunuLa
S0

(Y]

o
whiinan

E4
C)

=\
AUNTNA
Vv
G ALY

f
Y

NHIULR

i
4

3 4
f
A
NHIUWIDTUA
(No) NUMIATINaUN |

R EE TR

(NO Good) |

=9

NG rgad
e}

=2
N Hueng

G U104 (Good)

Y 131804 (Yes) NUNITATINADL



! v
A15197 4.10 Namimmcﬁmazmﬁauﬂummmsmnﬁau

86

./ asndeu ldmilou asndouldmilou
CRERRIN — L -7
RITILER fuedugnAed
I Y Y
2 Y Y
3 Y Y
4 Y Y
5 Y Y
6 Y Y
7 Y Y
8 2 ' ¢
9 Y Y
10 Y Y
) Y Y
12 Y Y
13 % Y
14 Y Y
15 Y 4
16 Y Y
17 Y Y
8 Y Y
19 Y Y
20 Y Y
21 Y Y
22 Y Y
23 Y Y
24 Y Y
25 Y Y

= ) o & Aa a
G HU180N (Good) N1u‘ﬂ§@(’ﬂu\ﬂu‘ﬂ1~1ﬂmﬂ1w¢]
v

=2 L) A A d’d =
NG H11809 (NO Good) Misunieduaiundnaninlug

=) @

: % )
Y Wiﬂﬂaﬂ (Yes) LL“Vluﬂ"l‘i@l‘i')i]ﬁ@ﬂﬁ"ﬁ“lﬁﬂiﬂ’i“ﬂuﬂuLLaZgﬂWi)\i

[} =} @

B
N H11804 (No) numsagnaeun lisnse himiieun



87

Y

EY o a J o A A aad @ ) ]
Vniuzmsdsziiulo s EUATINNZIanvedIWINIUATIVADL (% Appraiser score) LAAE
= ' ] iy ¥
aulagmsiasananaiuansalumiamaey (Iaeldaulaiimsasivaeunldrzgndes
=1 ) o Q/ d’l
w30 i) TaafmuianngaIndil

a

YA ANNLTAAVOINUNIUATINADY =  TIUIUASINHANTATIVAB UM BUNU

Y
VIUIUFUNUATIVA D

£
NaN1IATUIN %'5wwmua?mmwummlmazﬂu

oAz aAveminOUATNEIL A = 22,000 = 100%

S A Qddy v 52

vsNnNzianueaminaIuasIaeu B =  22x100 = 100%
25

4

aad

4
HANIINNINITNATDUIZUUNITIAVDINWUNIIUNITATIVADUNN 2 AUNWLN %3N LA N9 2

St
1 g.‘l 1 % sol % ] {
AuTia 100% Manua uaashinnuansnlunmiagiveaminauasindeveglunuaing
@ EY) ) a s < 4 @ @ y
naanniueziimslszdivnlesiiudnnu ludaueaniinauas19aeuNIded (% Attribute

a

score) Tagfinsanninanuansnlunsasnaeui ldnamilounuuazgndesniununin

e

Y a Yo A
unasaldaail

Y H
vanuludaveaminnuasnasy = Tuuasiiikansasvaeumileunuuazgnded

Y
VIUIUTUNIUATIVT O

HANISAIULIA %AL IS AuBInInaOILLAaE A
e ludaueamiinaIu A - = éxloo = 100%

25
- ul o v B 25 b "
AN MO AVIINUNOIU B = 224100 = 100%

25

N /g & ) o 4 ' s34
vinramsdsziunlefidudniuludaveaniinnuasiaaeuni 2 Aunu ileiruaniu
(% 2‘/ 1 1 @ % 9 ] 4 H
ludanie 2 aulia1 100% uaaenanuannsalumsiadiwazanugndeseglumnusina

o A

dy a a ''a a . y
wenunhigaimslsziiuanuilseanina (Effectiveness) 18d5zUUMIATI9a0L Iae1d59
g‘z s a3 4 a a Y A A Qag J E4 a a 9 [
wulesisudilse antnaaniinnedanvesnisnstaaeunazitles mudlszdninamu luoa
YBIN13M519801 1AEVINIS NS DINEVBINITATIVABUNTIN 4.10 1NBNATOUININUNY
v 3 A w Vo = =R ) Y a A ,
ATNAOUNNAUATIV AT ez ieUAY (Tae hifM19DInNYNABILAZAMAINNDI) w3 lai

3’, a 1 4 ’.3 @ g}z @ { Y a a @ 1 A 1
swainsaneseaen ldasmileuiniuasaiugunmiuies wesdadiedanse i



88

{ a EY a a o
AIAI5 19N 4.10 TaemsisziiumaaiuaNuilscansnnuedszuuMInIIado UNTAIUIN

@

J

e

a a Yy a4 Qddy o g.‘/ ~ Y A v g‘/
%lliZE’T“VI‘HNﬂﬂ"I’IJiW‘VIWSUaWUENﬂﬁGIi?MTEJU: VTUIUATINNUNIUATIVUHNBUNUNNAT

P v
IUIUFUNUNATIITOU

Vv H
vilszAnsrad i lusavesmsasinden = Siuasaiminnuase ldimileuduediagndes

P T
IUIUFUNUNATINADL

wamimaayﬂsz?m%wa“lmzuumﬁﬂ

a a éd et 25
%ﬂizamwaﬁ’mswmmuammmimnﬁau = —x100 = 100%
%5z ANINas U IS aUINIINI IO = E><100 = 100 %

a @ 3 1 v A a a
ﬂWﬂﬂTﬁ1]5313Juﬂ’)11]ﬁ1u15ﬂ“UEN?SZ‘]JUﬂTi'Jﬂ‘laﬁ\iﬁu Llﬁﬂ\i’ﬂiﬁi‘]J‘iJﬂ'li'Jﬂll”].l'iz'ﬁ“VI'ﬁNﬁsUaﬂ
% 91%' = [ 1 o K® =K 9
wummmnaaunﬂﬂumnﬁau'lﬂmuazmnauﬂu (Tﬂﬂ“lummmmmgﬂmamazﬂmmw
a a 1 9)9;: (%] g‘; [ [Y] { a ?x’z
Ll“ﬁ‘ﬂii) Llﬁ$ﬂTin\]Tiﬂﬂ’ﬂfﬂiG]i’Ji]ﬁff]‘l]hlﬂ"ml,m$L‘Vl’ﬁﬂuﬂuuuﬁiﬁﬂuﬂUﬂmﬂ1Wﬁllﬁ’ﬂid TIUM
1 k4
wiinaumnauaninasade Idediwuiudiazgndestemastiang dawniny 100% nziiu
v A = = o @ A o = o 9
5$1J°1Jﬂ15'lﬂﬂ“llﬂﬂ’ﬂllﬁnﬂiﬂLWEJ\iWE]VIi]ZHWhllhﬂWﬁﬂWﬂﬂi31]')1«!ﬂ15ﬂﬂ1ﬂ1iﬁﬂﬁ“m3uﬁlﬂga

v YV
Ala 115l unmsas iz luvuaouse 1

4.6 MIHIVHIATIHINAIDES (Sample Size) THNHUNNIOI

1/521AM Shot Mold

A Y o a S w 9 ' P w o
wo'lavMims sz ranyasdounnisduazNaniznl FMEA uag ldifadeniinnui@es (RPN)
~ Y w 2 A < a Eall o “ @by 1 = 1
nganuad asumeilumsigniinfitgagnaedeiuinansznuaemsilasuuilasm
Vv '
Fad 1 uFuNUUINT0dU5znn  Shot Mold w3e hi 3udenmsnaaeunsealadenly OFAT
B A A o o A o ¥ A ' a 1w
(One Factor at A Time) WoduduIMvenasdeiulnansenuaemsulasumlasmdadiv
2 [ a A VR I Y ady
FUNUUANT091521AN  Shot Mod 2395011 Famsnaasuaiisoled 1d lunsdindasans
Y Y
nagouauyagIuiazdiuaziszautltemnuaedszaumIuLesNMIeanNILUNMI NAT DL

'
v A

v v
21NN ENFINANTENUABFUIIULANTBIUTZLAN Shot Mold Tagasuniu ng

Y
Y

Ed [
naaeudIeItHIznaaeuaNuitivdnyvesdadiuFunIuuNnsewetlszmnTaeIng ¥



89

a3 9y a g Y ' = ) .
Wumsnaaeuveya lumnunimindludwnlsguuuuluTulisa (Binomails) azn1snaaed
d‘{ 8 . Y] ug: Y a2 @ ] d' d' d' 9y a Y ]
meansnsestiveriudesmivuiaddteg iz dune g laesuielszains 1ded
! o o 2 1 S IS} o oA 1 v 1 c:'
uud Tagmnumuaaadu 115insu Minitab Iaglinismvuaniden luaragdade 11
o 1 a a A = VA oy v 2 I = 2 A g =
1. MyuamanuAanaiariain 1 () Ao M lanFuauiluveadoisiiluvesd Tag
mviua 13 5%
1 Zay 1 U 1 g \ 1

2. WTANdATIUFUIIUUANIB (Proportion) 1ABHIINTOYATATIUFUIIULNNTBINGULTA
=] o £ v 1 Qy 1 a =t a A g

P TasnsiivoyadadIusuaIuuAnIedn NNz uIuNsHannsiaez giifondugald

@ 1 1 < 2 { @ {
UsgaunasuruIuuiman (HDDs) ¥11a 3.5 17 15z Shot Mold Awnlutlagiiuildain
< @ a I @
mImanudeyavesfounuelsu-HeungaTniou w.a.2553 1Hual 80 Ju uaasdeyalu
= Yo Y dy a Ed a X V2 1w

M3 1 MARLIn v uaz IdihdeyatiinInsiziunugil P-Chart 3alda Pr it 0.05748
] = Wiy g LB ) ::Bll Y EY [ 2 1 J =N
ganaaa13lugz1l 43 duiuiahm dunlaiudeyadaduFuauuaniesnguusa P,

g [

' v @ = ' Y o A
34 ﬂ’mummmsmwwmaaﬂswmianﬂqn"lmnﬂmsmmm JUAB

@ 1 H 9 @ (=] (Qy @ 1 Qy 1 1
ﬁﬂﬁ?uﬁﬂﬂﬂﬂ?iﬂi]%ﬂ‘ﬂ = Lﬂagtmumﬁnmmﬂi:mw Shot Mold X AATIUTUNUUNNIOINGY

usn P

&l e Ay
o5 FuAr1aIU5210N Shot Mold NAodanad

y : 2 E
Taofmvuald nlesidudruaiuilszinn shot Mold # ldnndeyaduaiuilszinn Shot Mold iy
TuiTagiiuegh 63.70% saudasteyalumised n.2 manuIn N
o (3 1 Qy 1 1 1 e 1w 9 A
nazmvualidadiuuauunnioanguusn 1800 A1 Py 1 0.05748 yeddeya P-Chart i
o £ ! = o & =
parasdadIuFuauuInIedlizian shot Mold Awnluthgiiuywaaslilugili 43 wazan
2 ] { ' & 9 Yo
wefiFuaruanuunnissidesmsanaanuidarilszian shot Mold ideanmisaiugu e
¢ X 1 Q/ 1 QS} 1
A1 19.75% UBAFUIUUNNT09152AN Shot Mold 1A83IN FINUNFATIUFUNIUUANT B
4 1 % g’/ d‘
U321 Shot Mold HiAeInMsanaanIng 43.95% vedilyrilszian Shot Mold NavuALazIie
2 1 a 'o 1 1
muadhvineliinlesidud scrap FuauanseslunszuIumsnanlassiudindl 5% o
A = a A X @ 1 ' ] =4
wouveInIzUIUMIRne: glilenyugldlsznuvauruIIuLLan (HDDs) ¥u1a 3.5 17
vodTuaa JUPITER K Faudna13lugiln 4.2

@

° [ A @ Y Y
W'ﬁﬂﬁﬂTLJ’Jmﬁﬂﬁﬁuﬂﬁ}ﬂ\‘lﬂﬁﬁi’mﬂﬂqﬂ \Tﬁ

FAdIUNABINITATIVIU = 63.70 X 0.05748
43.95

FaduNdean1sni199u (P2 ) = 0.08331



90

v [l
v A

o 1 a a H 1 { it e I~ =} a g
4. MmuamanuAawatawtan 2 (8) fe s lynyuawiluvesdnsnsuiluveadolae
' Y
mamviua 13 inu 20% (@nneTsanuseniy) duiua1s1uHINTATIITY (Power of
Test) 9UAIMINNT 0.8 VINANMNT (1- ) = Power of Test

) Q' % 1 Y v d'
HAMIAIUIANIaRI0819 Iaaagli 4.8

Power Curve for Test for Two Proportions for Shot mold
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Test and CI for Two Proportions

Sample X N Sample p
5 242 2000 0.121000
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Difference = p (1) - p (2)

Estimate for difference: 0.092

95% CI for differxence: (0.0759260, 0.1C0£074) R T
Test for difference = 0 (va not = 0): 2 = 11.22 !P-Value = 0.000:

............... 2

Fisher's exact test: P-Value = 0.000
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Power and Sample Size
Test for Two Proportions
Testing proportion 1 = proportion 2 {versus not =}

Calculating power for proportion 2 = 0.029
Alpha = 0.05

Sample
Proportion 1 Size Power
0.121 2000 s

..................... ¥

The sample size is for each group.
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Test and CI for Two Proportions _OFAT_High speed stroke

Sample X N Sample p
1 188 2000 0.094000
2 200 2000 0.100000

Difference = p (1) - p (2)

Estimate for difference: -0.006

95% CI for difference: (-0.0243424, 0.0123424) RN, .
Test for difference = 0 {vs not = 0): Z = -0.64 P-Value = 0. szu

~~~~~~~~~~~~~~~

Fisher's exact test: P-Value = 0,557
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Power and Sample Size
Test for Two Proportions

Testing proportion 1 = proportion 2 (versus not =)
Calculating power for proportion 2 = 0.1
Alpha = 0.05

Sample

..........................

The sample size is for each group.
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1 Vv
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Test and CI for Two Proportions

Sample X N Sample p
1 192 2000 0.086000
2 92 2000 0.046000

Difference = p (1) - p {2)

¢ | Estimate for difference: 0,05

95% CI for difference: (0.0341577, 0.0658423)
Test for difference = 0 (va not = 0): 2 = 6.19

................

»»»»»»»»»»»»»»»

Fisher's exact test: P-Value = 0.000
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Molten metal temperature

Power and Sample Size
Test for Two Proportions

Testing proportion 1 = proportion 2 (versus not =)
Calculating power for proportion 2 = 0.046
Alpha = 0.0S

Sample

The sample size is for each group.
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o w = =2

v g SR Y ' o A o a o = PR
ﬂnﬂuﬁuﬂ %Quﬂﬂﬂ’ﬂﬁ§ﬂﬂﬂ'ﬂnnuﬂﬁ1ﬂiyﬂ 0.05 fﬂdﬂ{]l,ﬁ‘ﬁﬂ"lﬁﬂﬂlliﬂ Hﬂ ﬂfl’fﬂiﬂiﬂﬁ?llllﬂ'ﬂ

= 1

" Vv
Molten metal temperature 115 1unisinezgitioniinaneuauunnseails=ian Shot Mold was

QU

131N 414 uaaanamstududiedasiuan 2,000 sunldlunisnseslass Molten metal

temperature 11 IAMIE1119UHINITATINADUBET 0.999988 (99.9988%)



96

4.7.4 M3NAAIN5031fdY Casting pressure (Mpa) TFlunszurumsinezgiiiion
i [ . d' EY aS a A ,3 [ 1

ﬂWiWﬂﬂ@\iﬂﬁﬂ\iﬂﬂfﬂU Casting pressure Vlclslfal,uﬂ'i$l|’3uﬂ15ﬂﬂﬂ$@1ﬂuﬂnmugﬂﬂ1ﬂ§$ﬂll'ﬁaﬂllﬂu

VIULMAN (HDDs) Y118 3.5 17 Inadensiiasuaiuunniealszian Shot Mold wie'ly Tae

[ v H
TFvnnadsdedaninmadiuiu TagTisunsy Miniab TasnsiSuasmiedi so MPa taz 60
kY H H ] kY VY
MPa TaganlSuasnldlumsndninfedii 55 MPa Haimsilfuasariiazannsagi&an

Y

vy A I~ 'V A o o 9 1 1 a @ VoA Bldy
%allﬁﬂ\jwaWu']lﬂiﬂ\i!laxlﬂuﬂTﬂﬂi‘Uﬂ\ula'ﬁlzllllﬁ\iwaﬂaﬂig‘l]']uﬂ1iwaﬁﬂ1ﬂUﬂIﬂﬂﬂ1ﬂﬂlcﬁu

Vv
2 15 UM3uu2119In Engineering Manager Dic casting Machine dumsilusanivestlass

1

Y * '
High speed shot 8g¥1 2.2 m/s @31M5150AA10911998 High speed stroke yoan309inTogi 50

U

EY
%

@ 1 @ 1A 2 g J [ 3’, ~ EY
mm 1azn3UTuAeA1e1938 Molten metal temperature 0g#1 660 °C FutlualSudan1Flums
nandna uaglumsnaaesrzl¥siuiudiedan 1dvinmssiuna Tao 115105y Minitab 344

) o =
TVBHANIINAADIANAIT1N 4.14

d' v 1 , A Y
15199 4.14 Han1InAaoIINMsUsum Casting pressure (MPa) 1% 11

NIZUIUMIRADQloN

szAuvenifoie | Swaudesedeu
50 MPa 2,000 12
60 MPa 2,000 48

MINATEY Casting pressure 1% lunsiaezaiiionaz1dI5nmsnaasuniuuanaiauuuil

U

v v
] @ a Y '

Hed 1Ay vesFuauunniesnIndediedanidesnguiiioanindeyanldinazeglugl
@ a X 1 I A dq w A A 19 ¥

AuanyuEInUN N Faiseemiluasnlianuaule (Success) wazaanlildnnuauls

' ' ¥ v b4

(Failure) Tasfimuadanldanuaulsfe Fuauunwieallsznn Shot Mold Faa1m150e

EY
auyATIMveIMInaaed ladail

[ ¥
H,: Casting pressure 19 1umsanezgiidion liinane3uaiunnieatlszinn Shot Mold

v ¥V
H,: Casting pressure N 19 1umsinezgiiiiouiinase¥ua1uunnsodlszimnn Shot Mold

=1

M3 A5z HH I Tlsunsy Minitab ldnadagilii 4.15
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Test and CI for Two Proportions

Sample X N Sample p
1 112 2000 0.056000
2 48 2000 0.024000

Differsnce = p (1) - p {2)

Esvimate for difference: 0.032

95% CI for difference: (0.0198951, 0.0441049) . ...iicimnnans
Test for difference = 0 (vs not = 0): 2 = 5,18 P-Value » 0. 00&

»»»»»»»»»»»»»»»

Fisher's exact test: P-Value = 0,000

@ @

1 9 '
3UN 4.15 uaaananmInaaoa A NUTTsd A Y UBITUAIUUNWTBAITI89910 Casting pressure

4

Power and Sample Size
Test for Two Proportions

Tesving proportion 1 = proportion 2 (versus not =)
Calculating power for proportion 2 = 0.024
Alpha = 0.05

Sample
?rapc:cicn 1 S5ize Power

;o L0586 2000 0.999347

The sample size is for each group.

ﬂﬁzl16uﬁﬂdﬂﬁﬂWiﬂuUu%1u3uﬁdﬂﬁﬂﬂ1ﬁﬂ1%1uﬂ1iﬂi@ﬁﬁ%ﬂﬂ(kmnngpnmmne

= =X E% e ' 1 =
1NN 4.15 Fauananisdszuranasinnisnaaed las 14 115105y Minitab W13181 P-Value ¥
] SR Y 1 @ A w o w A = a @ =< Y
mlugue Fadesnnszauanuiedidyi 005 Jalfesmsveniy #3ed@nsoagllan
E Hq Y = a A = v 2 ' =
Casting pressure N1 151113 AABEQUNBNLNAADTUNIULANTBU321AN Shot Mold tiaza1ngil
=} v W ] o Qy ~ EY @ [ g: Y1 o
416 UAAINAMIIUIUAIDE19TIUIU 2,000 Fud 1Flunisnsestfadouseauaniuldaaisiunm
HHINMIATIIABUBYN 0.999347 (99.9347%)
v ' . < ' q 9
ajUnsnaaeunsedtlady (Screening factor) FUNIUUNNTDI 520N Shot Mold 1141y
VY '
nmsnnezgitiondz 19 smInageunNLANA LU 1AV ITUNIULNNTBIINTY
o a Y A ¥ Hdq Yo , - & & ) g A& Hq
Aed1anIdeInguiledInteyan lyinvzed luglnudnyusmagunin suniseemiludanly
A Ay 1q v . o A dq a 2
Anuauly (Success) azd@an lildnnuauly (Failure) Tasimuaaanlnanuaulefe yuau
UNW3I8413521AN Shot Mold mmmmman TIUVBINTNARDIUAT WA NHANT 081 AN

w =1 Q cu d
Wanuaieq 3 Tase dail
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= a A 3
e lumsiaesgiiiloniugl  (High Speed Shot), m/s

U G4

b4
a

2. amw'ﬂnﬁmaangﬁgﬁw (Molten Metal Temperature), °C

3 U

Y 1 =1 a A xg
3. mmﬂuwaﬂumiﬂﬂazgmusjwugﬂ (Casting Pressure), Mpa

4.8 minuiumsdSulsuesmmmuguennuaszauads
Tumsnaaes

4.8.1 anuilumanaezgiitisndugal (High Speed Shot) Milunszuiums

= a A d?
BELEL AT

R o 2 a a a 2 i Hq ¥ a
Taon lilzmmuannusilumsiaez giifloniugy (High Speed shot) 14 lunszuiunmisia
(i

U

¥

a A & \ o Y o 1 9 @ 1 ] a
pzgiiionvugiizimua lifdumiami lang Tvaid s Gaee udedialsfimuansa
° o 1 = <} ) . y 1 i o = Y
MHUAA M UULA8UAIINIGY (Switching Point) nouuaznaIniilanzes lvand Gate 14

Y 1] v
amuAaz Uy e Tiguamdngalasn 1dauluilpiu himivousdszning 2.0 ms — 24
A @ @ @ SJ?:}/ 1 1 1 [ A )
m/s nAnsedInI TNl uszAn IdAa 1.8 mis — 2.6 m/s @ualumsdiulyaieiing
Y @ a =S A [ 2’.} g <] @ @ [
naaedlvieenuenszauniuguilng lidudenaisaesiitluszaudislunmsnaass daaag

luziln 4.17

gﬂﬁ 4.17 #an3UNN Machine Parameter v0411998 High Speed Shot WeMINeany
a : = 4 S
4.8.2 guuviiviviaenezgHiian (Molten Metal Temperature) HF11nszUIUMIAA
aa X
CERRNTEEN TR
augungiivasuezqitiioy (Molten Metal Temperature) 9nA1M1A5 1511 lumsnanilagiiv

d‘ a o a = a g 1 1
NNIUI ‘ﬂﬂ'1111!ﬂcluﬂ'izijﬁuﬂﬁWﬁﬁﬂﬁﬂﬂ’ﬂ%@}llﬁﬁllﬂlugﬂ ﬁ@ﬂﬁ%ﬂ’ﬂ\i 640 °C — 680 °C
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dumlumalsvilyaieihimsnasesliesnuenszauaiuguilng llegiszdu 650 °C - 670

T i { [ @ @ @ { {
°C Judennamaesiiiluszaulisslumsnanes daaaalugli 4.18 uazgali 4.19

Holding Furnace Temperature SRR Tl : Heater Controt

31 4.18 uagaumguiimaouezglitiounaz Heater Control LNON13NARY

SC WADO CO., LTD.
o }l«!c«K!,b.xc«yC Holding fumace Check Shest
A I CPERATOR T84 500 o0 20 ::: _:’C"’“’"‘m“’“’
HOLDING FUSNACE TEMPERATURE CHART
wae
s
P
R
P bil —in
s g
H - 5% . 4 ~463 oy 9
p— W gy 5k prpe i T - iad
W W Lt
bdx i3
; e o
sy
-
TR W WM R MW R B B M R W M R M o0 1aow W DS NeO3 BB RS L600 spel eon P
e Formes et 30 M5 30 X0 mueant 5 bvary deibery § Slaniog Bain Temomste & e
e
e e il .
& Hoexows T SGAT
. 5 Y /
,m.,_w&\ \/g’//
o

gﬂﬁ 4.19 wanm31iuin Holding Furnace Temperature Check Sheet U84 Machine 19
U 5 a A dy = Y =
4.8.3 anuaulumsiaezgiittiandugy (Casting Pressure) Malunszuiumsda
Aa X
azgitHenYu 3L
a9 Casting Pressure (Huminad 3lunszuiumsnanisalaomisnuTumavig 2.5 19 uay

2 0) % A ) 1 ] 1 1
e 3.5 Halasa lganuluiitiuuaas Tiaa lunineuegsziig 53 Mpa — 62.5 Mpa U4
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d' % - % g’/ 1 4 o % u
1A5849n 31115015 U52AD1F 1AAIA 50 Mpa — 65 Mpa Wieiminaaeddd ldidenszauilase

U o asf 1 d' :ﬂ' [ [ % Y 4 1 1
sgINmsmaulnanemnnTetnsansolivszau ldgagalasalunsnaasigdszning

1 Z/ 4 < @ [ @ {
50 Mpa — 60 Mpa uidenaamadesiiiuszavilasoluniinaass duaasluzili 4.20

DAY
NEGHT
1y = Jugiter X fa sl ] ol
MEENT
4 oay
4122010 Jupites X ceycio
% NEGHT
DAY
&/12/ 310 Jupiter os/C1n
MBGHT
Y
771210 Jugpiter X /1o oA
NBGHT
DAY
/1y X0 Jupiter X (= sl
NEGHT
DAY
912/ 2010 Jugdiber X Qe
NEGHT
10712/ 2010 Juplter X os/C1o DAY
NEGHT
oAy
11712/ 2090 Jugitey X yQe
NBGHT
12112/ 2010 oy
NBGHT

gﬂ‘ﬁ 4.20 #an131UNN Machine Parameter ¥8411998 Casting Pressure WaN1TNARBY

o a a d
4.9 MIAUHUHUNMTUASUAIICHHANMINAADY

Y
INMTNATOUNTBIIVY (Screening factor) VBIFUNIULNNT091521AN Shot Mold 910 4 198
A v 9 ' 3‘/ a @ o Aaw ci’ @ ~
oo 3 ﬂ%%ﬂﬂ@ﬂlvﬂuuiufﬂi‘Vi1i]ﬂTlL‘HiJ13@'1]511?J\iﬂi]i]ﬂcluﬂ1§WW?%UuIﬂﬂﬁﬂlLﬂiﬁﬂUﬁu’ﬂ\iﬂ
Y =} =3 2 1 ~ 9 A = a d
ABNINTIAY ﬂﬁMWmGﬁUQWHUﬂWSENﬂSmﬂV] Shot Mold NUBINFA BIVINNITAUATISVHANTENU
] H E4
gutilosninauAanatalunszuiuns wundteii dinea¥uauunwsestlszinn Shot
Mold laun High speed shot, High speed stroke, Molten metal temperature L& Casting pressure i
Y = a A E1 @ 1 1 < 2
lgTunszuiumsnaezglionyugldilsenuvdsuduanuuiydn  (HDDs) vu1a 3.5 19
I o) Y o @ ! 2 @ [P= = @ i ¥ A '
Waﬁ]1ﬂuu1ﬂﬂ1ﬂ15ﬂiﬁ]ﬂﬂﬂ%ﬂ (OFAT) N3 4 ﬂﬂﬂEJW'U'JHJLWfN 3 ﬂ%%ﬂlﬂ?ﬂﬂﬂﬁ\iwaﬂizﬂﬂﬂ@
v
FUNUUNNTBUT2LAN Shot Mold laun High speed shot,Molten metal temperature (8¢ Casting
1 @ . = 9 = a A 1 v 2 1
pressure 7IU998 High speed stroke NlFlumisnaszgiition hilinaneyuauunwsedlszan

'
A @ 9 @ =

£y Y ' i
Shot Mold adaiifad Ay Aszamisd A 0.05 iy ldihdedens 3 dedehlinaedial

@ @ @

vedAynszamnisd iy 0.05 1MINTIRT1ZHenENasIuvea1Tav (Interactive Effect) 1z

o

[ @

- Ao qua & \ Y A )
TEAUVBDN ﬂﬂﬂmlﬁll]3ﬁll‘Vlvnclﬁlﬂﬂ“ﬁuﬂWHUﬂWiﬂ@ﬂizLﬂﬂ Shot Mold u@ﬁlﬂq@ Iﬂﬂcl‘]ffni

ge
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k =1 A < 14 k J 3 5 .
naasaLul 2 LLWﬂ%ﬂLiUﬁﬂNi}ﬂLcﬁumm (The 27 factorial Design with Center Point) “lums
A a ] a . A ) & w @
naaedliaen 1¥N1Te0NLULNITNAADALLUN Center Point 1199910909715 NI 1UANNTUWUT
1 @ 9 EY) a Qy 1 a 4 o Y
seritovellow@iuasmsnarUIUUNNITBIUTEAN Shot Mold 31ANANTIAUAT 1L 1
U [ Y r'd 1 @ a a Qy 1
NIUNANUFURUT Iz aTeseilo ez msNaN ST NULANI 091U521AN Shot Mold
<4 kY & 1 [ 3’; 1 @ a I'd =
Wunnudunsanse 1l Tasga1naA1 Curvature (CH MsAdmMszaUNITdmes lun1snaaeil

5102L1DIAAINITINN 4.15

A15199 4.15 taaanivenladenMnsAnEINITBoNLUUNTNAGDY

1. High speed shot ( Factor A ) m/s 1.8 242 2.6
2. Molten metal temperature ( Factor B ) °G 650 660 670
3. Casting pressure ( Factor C) MPa 50 55 60

d' =1 a a’d‘ﬂ) w 1 a P <] ol [ a ‘g; 1
I INIWIS 1D NABIN15U5 U 3 Wis1wes¥uiluilaeNlNaneN1SINAFUNIULANT B
1 )=} @ 4 9 v J a Qy 1
UszinnsShot Mold @unmsifseumeunaanioy lsmaansvealSamsinaFuaIULANT o3
I~ ] a rd o o [ Y]
1521nn Shot MoldiluaamlsaeuanedlunisnAIIzHUaZMUUATIUIUNTNATDUNIND 2
" = < 4 3}/ 4 4 @ [ a {5 9 =
Replicates g HaIF A0 NG 3 90 111099 1nAT099NIaz IaaAl (INGOT) 1% lunisnaasl

IUIUTING

4.9.1 YumeuluMIBBNUUUMSNAABINAZHANITNABD
1 imsnaaedlasmsimuaailesoaeg lumsnaasasanisai 4.15
2 Mmsiuransneasd taztiufinnan1snaass TaouaaanunIs1an 4.16
3. Sns1Hamsnaaea lastuaeuMI I HAMs NAABIA A
4. ainnaeuqunnvestoyalaslinsins121ANMGD (Residual Analysis)

#1431 421

U
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q

d' 3 = et < 4
M1319N 4.16 LAAINANITNAADY 2 LlV‘lﬂﬂ’ﬂLiﬂﬁ'ﬂM%ﬂl“Bumﬂi

1 2.6 670 50 87
19 2 0 1 22 660 55 88
2 3 1 1 2.6 650 50 128
9 4 1 1 1.8 650 50 242
11 5 1 1 1.8 670 50 220
4 6 1 1 2.6 670 50 90
1 . 7 1 1 1.8 650 50 240
8 8 1 1 2.6 670 60 48
14 9 1 1 2.6 650 60 99
10 10 1 1 2.6 650 50 142
3 11 1 1 1.8 670 50 200
5 12 1 1 1.8 650 60 215
18 13 0 1 2.2 660 55 142
16 14 1 1 2.6 670 60 44
6 15 1 1 2.6 650 60 100
7 16 1 1 1.8 670 60 208
13 17 1 1 1.8 650 60 235
15 18 1 1 1.8 670 60 200
17 19 0 1 2.2 660 33 166

F
4.9.2 MIATIVAOUAMNINVBIVINE
@ o A /i = A A [ 4 & [ Y kY
wasnnduiumnaasauuy 24 ulaneiseaniigadumesyeatlodons 3 Tadoud vz 14
£ Qy 1 ~ v A o ' 3‘/
HoyaveatSunaFuanuunuiealsginn Shot Mold mum13199 4.14 uaneuimh llguuseu
a 1 Y Aa v 2 1 Y o
MsinziRaminaasditelanlinanebuauunnsedtlszinn Shot Mold ¥zAedriinig
) 4 g = T i A ! Y a s wa
asndeUnuAMUeItoyannnIntlutoyaniinunmyie I uazdesigaineguaninves
@ ' ' S 3 a
Hoyadananlaoutseonilu 3 Uszms de minadeunumiudaszvesdeya (Independent
I a
Test) Minagouaiuilnivesdoya (Normality Test) tazMsnaTouANNIADLTATNVD

oA 1 Y] s H 1 (% 9 a
Auu51/59U (Sigma Stability) udtiienindoyauaazodverniinuaaeuana iy (d1gas
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=X A o

a <] w { 1 [ Y 1 " W 4
wyAgu H,) WlinnusiiludeslSumasvesdeyalunaazdseldliauiinogud Tae

=

9
513 ATIZHANABYAD (Residual Analysis) HAZIIHANTNATBUFUNIUUANTBIUTEAN Shot

Y
Mold vealaiene 3 ade dadvaz 2 szAUAUTUMINATOUAUAINYBITOYANIUAS

UszananadioTilsunsy Miniab 1dnadazil 4.21 waz 4.22

Residual Plots for Defect {N=2000 ) of Shot mold
Normal Probability Plot Versus Fits
% ®
]
% x
‘ L
0 . ;' L] 'y
g % * 4 ‘0 »
-2
10
(9 l‘ -8 " @
5% i1} 1% 200 b
Fitted Valve
Versus Order
10.0
(8 () . /
i @) i 1 e T
50 L %
£ 2 — v @
-4
P | £
4 -N -0 W 0 1w X X 2 4 6 8 W O KoK 18
Residual Observation Order

! . 3 = Aa <
311 4.21 Model Checking Adequacy ypananmisnaaeauuy 2 ulaneizoaniyadunes

Probability Plot of Defect (N=2600 } for Shot mold
Normal - 95% CI
e ’ i Mean 1523
S / StDev  66.75
95 | PLTEY N 19
/ d A AD 0.571
9. ¥ : AD____ 0571
® (PVahie 0119,
80 ,/ //‘/ »'/
S L.,
= M // /'/0.
5 0 o _"
4 i
§ o s
30 e / A
o 7 ® P
I 0
10 o ,/// ! //
a P4
4 P :
7 A4S
P P 'j’
1 f = T T T T
0 100 200 300 400
Defect (N=2000 )

d' -~ k =) Ao < J
3‘].]1’! 4.22 Normal Probability Plot ¥BHan1snagauLyy 2 uvlaneissanlyaunes
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1. MINATOUANINDATZUBIUBYA
a v = "y 4 g M4 < v A '
nInadeuANeaszesveyailunIasnaouN Yoyannuuwilumsiiuuuuguvse lu
a a1 a o o 1 %
1AgN5IUATISHAIULHUYTAIUAY Tasunu X Apd1ALUNITNAABY DU Y ABALAYMAS &4
b4 [

NI iRzUaAINgANTIHVOIA AN ABAABATINITNAADY 9IN31UN 421 (Residuals Versus
Order) WU liligalaanueniinaniugugegauazigavesunugil uaziinisnszneuosdoya
' ' = a 9 v A Y A g Y g < 1
PENANUIATIOUAING N UAAINNANNBATzVBIToYatuAeTeyanuu Wil unsINUed1

1 A Y % a
qursenielannuiunlsnna a5 TuA
I a 9
2. minaaeuaNuilulnavetoya
I~ " Y A g . = @ A 4 1 3y A ]
lumsasydeunveyaimnnannsamasesngalavsvesaei hisunsoaiuguldvie li
a . wa < a @ a i
TagWnisanguantiannuiulndvesteyalagerdensiinaaeuniulnd vingali 4.21
oo . ' ad o < {
(Normal Probability of the Residuals) Wu3nsinageuanuilnalidnsazihudunse uazsa
4.22 Normal Probability Plot 1aA4f1 P-Value = 0.119 331110071 0.05 wazdoyaiinsize
o ¥ { = (=] [~ a
Indidu 1deal Normal vingmiiaviadesvesili 4.21 uazgilii 4.22 uaaslfiiiufennuiuilng
9
YBaUBYa
3. ManageunNulanssnmveIn Nl
s oA A 19 A g ¥
MInagoANNLdDeINIMYeInNuLlTlsIuHens A UNTOYANALINUUNANNNTZIY
PR 1 P v ot I il s A 1 kY =}
voaran higunsaniugulaseumnaisezidluminuwie li Tasldununiwnagouniiui

= [~} '
1@0050 1M 9In31UN 421 (Residuals Versus the Fitted Value) i ld1umun mmagounuil

=

e miinnudulseiiaueseunaaan deyan lddwiiumsnaasalinnuadosnm
A a3 y Y1 9 dy v =
vinnsilszdiuguaniiana 3 dsgmsvesdeya ansaazl 1da deyai ldsinnisnaaell
o % = aa U <] a 9 =
nuauliang 3 sznisnsu Ae Anuliaaszvedteya anuilulndvesdeya uazaul

dosnmueatoya
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a 4
4.9.3 M3AATIZHINANIINAGRI_(Neunsangi)

HAIINMIINAABIAAININTUN 4.23

Full Factorial Design

Facrtors: 3 Base Design: g 18
Runs: 18 Replicates: 2
Blocks: 1 Center pts (total): 3

All terms are free from aliasing.
Results for: 3 Factor & 3 Center_19 Run
Factorial Fit: Defect (N=2000 ) versus A, B, C _fnaunisaajul

Estimated Effects and Coefficients for Defect (N=2000 ) {coded units)

Term Effect  Coef SE Coef i P
Constant 156.13 4.833  32.31 !0.000
a -127.75 -63.87 4.833 -13.22 !0.000 !
B -38.00 ~-19.00 4.833  -3.93 [0.003 ;
c -25.00 -12.50 4.833 -2.59 )0.027 .
‘ A*B -12.00 -6.00 4.833 -1.24 :0.243 ;
| A*C -14.00 -7.00 4.833  -1.45 :0.178 :
B*C 0.75 0.38 4.233 0.08 10.940 !
R*B*C -8:28 -2.13 4.233  -0.44 10.670 !
Cct Pt ~24.12  12.162 -1.98 !0.075 |

S = 19.3313 PRESS = 7798.4

R-Sq = 95.34%} R-Sqipred) = 90.28% R-Sqg{adi) = 91.61%

q‘ A 9y o
311 4.23 vanisnaaesruMIlszyIanad s 1sun sy Minitab

- ) 2

WadINATII@eUnMaNliAvetoyatouieond nouguuaeunNIIAATILHNANITNAADY

U
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U

a 1

@ v A o Y = [ a £
ANuEuulsveaateniinIInadeuuIntsaiiedla Taena1sannaanlseansnig

v a 2 v a0 w a £ v a A L A g ] Y
Aanduly (R Square) anminimdulseansmsaaaulalmege uaasnvoyaniuuIiuaIu

' a a s Y 19 1w a q‘{ v A J :-; .’;’1 1
GLTTﬂJuﬁnﬂiﬂ’E]ﬁ‘lﬂﬂﬂ1i'JLﬂi]gﬂllﬂ memmjﬂizﬁmmsmau%ﬁmmuu wmamm*m’fmga
A o = ad Ay o a Yy o = o I Y o
’nmmim‘unmaw"hmnnmaﬁuw“lmﬂummumn WHANUINTUABIINMTNUNIUILES
a 4 a a G 1 1 1 1 9
JLﬂi1$ﬁﬂ]1nilulcﬁﬁ3ﬂ3ﬂiimiﬂh NRANITNAGBINLNAT R” = 95.34% HU1IAIUI D1UIN

Y] g’; 1 [} a Y = s Y [}
ﬂ’JHJNu!,L‘lJ'i“I/]\ﬂ/TiJ@]flﬂ1 100 1Y ﬁnﬂ’iOE]‘ﬁﬂ?ilﬂ’ﬂilwullﬂﬁﬂﬂ‘l/]'itlluﬂvlﬂa\‘l 95.34 YUY

Y
1 ‘d' 9 aad

A 1 a Yy IS J 2 4 = ]
wimde ligunsnesuelddrsaungiuslinnzan uaza R® Adjust=91.61% 3041y

a

@ =2 S

YV
sEAUgINeNININaasdlmdulszansmsdadulalinigs uaaanmanuiuulsvesndn

ey a A g 1 (=" @ Y a
!:HJ'T]G]E]Uﬁua\iﬂ'lﬂﬂ'15lﬂﬂaﬂ\jugﬂa'ﬁ‘UWUqgﬂ1ﬂ%anaﬂlﬂun1@ﬂiuizﬂu@ UANAINUUNITITUN

U U

@ 4 Qy 1

ANNFUIUT sz 1eTadeilowidiuazmsinaduaIuuANTed1lsiAn Shot  Mold31 ¥

ANMUFURUT UL DIFUATIHT 0 11 1A88 1A Curvature W91 P-Value U84 Curvature NANUNINL
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Analysis of Variance for Defect (N=2000 } (coded units)

Scurce . BF  5eqS5S Ad)S3S My MS F.. B}
Main Effects 3 73556.3 73556i3v 24518.8 5?.5; EQ:QQQ::
2-Way Interactions 3 1362.2 1362.2 454.1  1.22 10.354
3-Way Interactions 1 72.3 92:3 72.3  0.19 10.670 .
Curvature 1 1470.4  1470.4 1470.4 3.93 10.075 H
Residual Error 10 3737.0 3737.0 373.7 Birrimime? ;
Pure Error 10 3737.0 3737.0 373.7
Tetal 18 80198.1
Unusual Observations for Defect (N=2000 }
Defect
Cbs StdOrder (N=2000 ) Fit SE Fit Residual St Resid
2 19 £8.000 132.000 11.161 -44.000 -2.79R
19 17 166.000 132.000 11.161 34.000 2.15R

R denotes an observation with a large standardized residual.

Estimated Coefficients for Defect (N=200C ) using data in unceded units

Term Ceef
Censtant 8054.8
4 A -2834.06
B -11.8687
C ~154.025
A*B 4.3437
A*C €6.625
B*C 0.241250
A*BC -0.106250
Ct Pt -24.1250

31T 4.24 wamsnaaesidiumsilszunanadio Tsunsy Minitab (ANOVA)

o v A a

a Y a a1 = {
ﬂ1ﬂﬂ153m513WNﬁﬁW‘ﬁﬂ’JﬂﬂﬂMW?Lﬂ@iWWUIﬂiLlﬂill Minitab gﬂ“ﬁ 4.24 IﬂﬂLSNW%13m1%1ﬂ

EY
o @ a Aa 9 % (= =2

ANuITsdIAUIENIWananna 3 a3enu31A1 P-Value Ha1tiosnszauiodiaam 0.05 34

o o
Y
Y

aqill&38nSnandnita 3 Medeiinadensiafuaiuunniesszinnshot Mold daudnina
391 3 11958 (3-Way Interaction Effect) WU P-Value HAMI0 0.670 ¥4 fiAmnnisedu
Heddayi 005 Seaq1dBniwasom 3 fasehifinademaiiauauunniealszian shot
Mold 91n1{u5afinsananuiifod dyuesdninasin 2 Toss (2-Way Interaction Effect) Wi

1 =) 1 P= 1 Y] Y] ) Y] d' =2 Y1 a a 1 Y] 1
A1 P-Value HA1M1 0.354 Tannanhszaiivdidnh 0.05 TaagdIdneniwasiun 2 tdede Tl

£

'
o A [ v o 1A

4 1 S w o %
HaMBNITINAFUNIUUNNT09U521AN Shot Mold o8 NUNBdIAYNITAUNEAIATY 0.05 LALLD
a { @ [ @ Aq Vi
W5 N85 IUTZTNIN High speed shot N1 Molten metal temperature Alglunszuiumsnn
p2gitlounyI1 P-Value 110243 ¥311An7310.05 d7119383903¢11919 High speed shot 1)

i ' = = ' ' & '
Casting pressure N1%¥1unTzUIUMIAABZHITIONWYI P-Value 1A1 0.178 911NN 0.05 LAY
@ 1 0 Y . ~ 94 =
9993594521219 Moltem  metal temperature N1l Casting pressure nlglunszuiunsnag
a o 1 24 é ¥ = Y v 1 [ g)./ d"
o2QiiltouNLI P-Value 1A 0.940 Fau1nn1 0.053a gl Idhfedsiauaesdadoisauunuil
= % % % é

y ! 1 ' g @ a 9
HHadeNINATLOULNNI09U521AM Shot Mold g1 litiiad Ay NyzauisdiAty 0.05 ¥4

aeandeanugUN 4.24 ozl 4.25
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Normal Plot of the Standardized Effects for Shot mold
(response is Defect (N=2000 ), Alpha = 0.05)
i Effect Type
® Not Significant
95 W Significant
90 [ Factor Name
A A
80 | . / B (o]
.. 7o . C D
g 5] 2
2
& o W /
30
20 =B
10 =,aA
5
= T T T
-15 -10 -5 0
Standardized Effect

H 4 v
3UM 4.25 Standardized Effect voutlasoniinademainaguauunnseailszinn Shot Mold
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(2 Z; =2 [ a a ' @ a a 1 (3
M INUUWNINGAANB WA 3 11998 (3-Way Interaction Effect) tazdnswasau 2 Tass (2-
3 d' Y = a A d'i 1Y 1 [ a)/ )

Way Interaction Effect) N11unszuiunisiaezgiidiouiie lsmiua error vaanmiusins

a 4 1 P =) 3’, = Y @ a

AATIZHMINAEIH L T5UN5Y Minitab Bnasada Idnanisnaassdagali 4.25

1INHANISNAABITINAABNTNATIN 3 11998 (3-Way Interaction Effect) tazdniwasam 2 Tose

H Y

(2-Way Interaction Effect) 19 lunszuaumsiaezqiifionesnudy ndanniuiinsandiaiy

@ " @ 3 P 3‘, a Y o @

AunlsvesmidnlsnouauesnndeyaiRuunivamisaei ueldnnaudunlsveatdass

A o = = 1 ' : J <

nihmsnaaeuiininieuiivala vinkanisnaasanud m R2= 93.55% Faiimanaindes

d‘ a a 1 @ a a 1 Y] ‘:; Y = a A

e inmyananswasn 3 Tove uazenswaiiu 2 TdenlFlunszuumsnaezqiitlowesn

uazAl R* Adjust = 91.71% HalndlReadumanisnaaseneumsandninasiu 3 o5 uas

' v

onsnasw 2 Misildlunszuiumsinergiiiiousenuansinsdnsninaimnaaes i
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Factorial Fit: Defect (N=2000 ) versus A, B, C _udvmisaagl

Estimated Effects and Coefficients for Defect (N=2000 ) {coded units)

Term Effect Coef SE Coef T P
Conatant 156.13 4.805 32.49 ,0.000
A -127.75 -63.87 4.805 -13.29 :0.000
B -38.00 -19.00 4.805 =3:95 50.001
c =25.00 +=12.50 4.80% -2.60 :0.021
Ct Pt ~24.12 12.9092 -2.00 &9.066,
S = 19.2196 PRESS = 9137.51

iR—Sq = 93.55t| R-Sg{pred) = BE.#l% R-Sqg{adj) = 91.71%E

Analysis cf Variance for Defect (H=2000 ) {coded units)

Source DF SeqSS Ad1 SS AdyMs  F . P
Main Effects 3 73556 73556 24518.2 66.38 10.000
Curvature 1 1470 1470 1470.4 3.98 ;0.

3

Residual Error 14 5171 5171 369.4
Lack of Fit 4 1434 1434 358.6 0.96 ;0.470
Pure Erreor 10 3732 3737 373.7 g == 4

Total 18 80198

(

d‘ A FY L. @ [ (2 o A
31]‘" 4.26 vaminaaeanrumMIlseuranadlo 1Usunsu Minitab vasvnyiinsaaaden

Y
"lmlwaﬂizvmmaﬂmnwmmmwamﬂizmw Shot Mold 88 (T‘ii‘Nﬂﬁi\ﬂgl‘)

a a A [ gl.z Y 1 A 9 1 Y1 a
NMINNTUIBNTHANNY 3 T9eWuNUAT P-Value Uo8NI1 0.05 %ﬂﬁ?ﬂ‘lﬂ]1ﬂﬂ‘ﬁﬁ nNa 3

b ' Y '
datomuuninano N INATUNULNNT891U521AN Shot Mold 88 1iivd Ay NIzaivdinny

é 3) @ d‘
0.05 ¥aaoandoIngLN 4.26

Normal Plot of the Standardived Effects for Shot mold
(response is Defect (N=2000 ), Alpha = 0.05)
» Efect Type
® Not Sgnfcant
9 B Sgnhcant
% 4
ZOTN
Lo (.Q}
. 0 4 o R
i
50 "8
b ®
m ) .
= B
10 4
s 4
1y — . ;
-15 -10 -5 0
Standardized kffect

1 4 3 1
UM 4.27 Standardized Effect ¥0311938NIHaA0MIAAFUNUUNNTOIU52AN Shot Mold

1} 3 i
HaaINmMIaatladen LulinansznuAsNTNAFUNULANT B
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A o a a a v w a = Y g K 1 @ 1 =
WeimsnoIsanensnananaagli 4.27 Fauaaslimiudinnuunnaaduvesnnasves
Qy 1 . Y %] [ { o a Qy ] {
FunuuanIoasaal ldhssauleivim dinaduauunwsealsznn shot Mold Hosiigane
High speed shot NizaulatemIny 2.6 m/s @34 Molten metal temperature Nszautlaveminy

670°C 1oz Casting pressure N 1% 1unszuIumsinezgiiiioniszaudadominiy 60 MPa

Main Effects Plot for Defect (N=2000 ) of Shot mold
Data Means

A B Pont Type
o COrPRe

100 4

§ L g S
G
m.
¢ )
100 4
50 55 60

A 4 . 2% ] ) o =
31J‘n 4.28 N luaaswam s uRaguedladevanueIrUAIUUANI e luunazszaulavy

3)/ o a ~ @ 1 o Aa EY a Qy 1
nMiuMsisana gl 4.27 seaugifateniour dumsinasuauunwieddlszinn Shot
= 1 a a 1 d‘ 9 a a A a 1
Mold  #auaainariunsieniwasiunlslunszuiunsiaesqiitionTagioisansiu
- @ ~ X Y 1 @ 1 a4 2 '
Tlsunsy Minitab 993107 4.28 Fauaaalimun1IUANAINAUTIAURAIFUAIUUANT B
¥ 1
152101 Shot  Mold ¥ada1nunasafasestuTagazinmsnasaanizilaves il
Y 1 1 1 -] 1
HANTZNUADNITNATUIIULNNI 09152100 Shot Mold Taswiorsamilasssiuwuin lutilasesu
d' o q Y a Q" 1 9 d. = Y1 a a [ 2‘.}
Tanvl¥ina¥uauunwiedllszian Shot Mold desiigassamsaagillaineniwandanni 3
o 1 & dogya £ \ Y A A . A o
Mt iunmlnmnasuauunniedlszinn Shot Mold UpsNgan® High speed shot N3zAY
J990MINU 2.6 m/s @7U Moten metal temperature Nszaudateniny 670 °C LagCasting

pressure N 1% lunszuaumsiaezgiitionnszauiladominy 60 Mpa
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Interaction Plot for Defect (N=2000 ) of Shot mold
Data Means

@ g Gl 9

"“*—\,_H — . A Point Type
200 | —@— 1.8 Corner
—@— 2.2 Center
2.6 Corner

L 100 A Point Type
—&— 1.8 Comner

B Point Type
200 | —e— 650 Corner

.R__—R-—_. —3— 660 Center

B - ) - 150 5 670 Corner

- 100

il H Y
3UN 4.29 nswluaaanamsmia undgvesilaiosmvesunuuanieaurazsza vty

INMITNITUIBNTWATIN 2 998 (2-Way Interaction) Wi huifadssulaiini P-value ios

¥ v
n110.05 gl ldndedesaunsamuun lilinasensAaFuaOuuANToads 2N shet Mold

'
[ w v =X

vdfny NIzAivddw 0.05 Faaeandeanugili 4.29

@

) =Y
BYNUU

Regression Analysis: Defect (N=2000 ) versus A, B, C _sasni1iaasyl
wWeighted analysls using weights i1n Detfect (N=2000 )

Fredictor Coef SE Coef T P
Conatant 1691.4 302.2 5.60 0.000
A ~156.90 12.02 =13.0S5 0.000
B ~1.8450 0.4462 -3.89 0.002
€ -1.9104 0.2884 -2.15 0.048

S = 220.683 R-S3 = 92.2%  R-Sg{ad)) = 90.7%

Analysis of Variance

Source DE 55 MS E.{ B
Regression 3 8667768 2889256 59.32 20.‘0“3‘0 H
Residual Error 15 730554 48704 Ko SRR :
Total 18 9398322

'

' Y
311 4.30 N3 UAAIHANITHITUNTNANBIVBITUIIUUNNIT BAAAZ T2 AUTITY

a a @ V4 2 1
iﬂﬂNaﬂh"JLﬂ'i1$ﬁﬁ11ﬂiﬂﬂlﬂl&ﬁllﬂﬁLLﬁﬂQﬂ’JTJJﬁiJWU‘ﬁ“U?N“D’HNN‘UﬂWifN‘]Ji%LﬂW Shot Mold
& @ 1 @ . Aq
voana 3 ade'ldun High speed shot N1 Molten metal temperature Lifi¥ Casting pressure nlglu

= a A < FY - " v :?
n3zUIUMI Aoz Qlitlione Idauns Regression Analysis Adsie 111
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AUMITIUIUFUNIU Shot Mold = 1691 - 157*A - 1.65*B — 1.91*C
A .
1W® "Factor (A) = High speed shot, (m/s)
Factor (B) = Molten metal temperature, (°C)
Factor (C) = Casting pressure, (MPa)
M990 4.17 LAAIHAM TUNUTHMTANYFURUT UDITIUIUTUCIULNNS 84
U521 Shot Mold #18@1NI3TIUIUFUIIU

Shot Mold = 1691 - 157*A - 1.65*B — 1.91*C aqi{

2 1 1 2.6 670 50 82
17 B 2 0 2.2 660 55 152
2 " 3 1 2.6 650 50 115
9 4 1 1.8 650 50 240
11 8 1 1.8 670 50 207
4 6 1 2.6 670 50 82
1 7 1 1.8 650 50 240
8 8 1 2.6 670 60 63
14 9 1 2.6 650 60 96
10 10 1 2.6 650 50 RS
3 11 1 1.8 670 50 207
S 12 1 1.8 650 60 221
18 13 0 2.2 660 55 152
16 14 1 2.6 670 60 63
6 15 1 2.6 650 60 96
7 16 1 1.8 670 60 188
13 17 1 1.8 650 60 221
15 18 1 , 1.8 670 60 188
17 1.9 0 22 660 35 152

VINAUMIANUFNHUT T IIUFUOULNNT891l521A0 Shot Mold Hosngaunuana 3 1Tady
Tuaumsog TdTmIuFuOuDNNT8d Shot Mold = 16915 - 157%(2.6) - 1.65*(670) — 1.91%(60)

EY 3
= 62.7 ¥U W30 U5z 63 Fu
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1 dﬂ’ :);}/ a E4 dy Y o v A g Ay ) A 1A ]
cl,uﬁ')u‘l]ﬂ\‘]L'L!ﬂWWﬂJuﬂ@uﬂWi'ﬂLﬂﬁ’]ﬁiWNﬁu llﬂu"lﬂﬂﬂEWILﬂuﬁ’llﬂfﬂlu@ﬂﬁu%ﬂ1ﬂ'ﬂnp~laﬂﬁz‘VﬁJﬂa

=2

Vv
$IUIUFUIUUANTOIUTZIAN Shot Mold W1HINITOALLUNMTNAABIUAZINTIZHNA T
Y A v ¥ o o Ao 4 9w o 2 ] Yo Y Y
menga ldaumsanuduiuivealhsshiianunerdestusiuiugunuunuses Tasgidela
o o vy o , @ A A ¥ A Hq Y
haumsaena1n ldviimsunumvesdindsnnerdeunemianignlglunmisaiugu

A Ao q Yo 2 \ A o Y A &y
ﬂizlnufnﬁNagwlcl/ﬂalﬁﬂquju%uQ1UUﬂW§@\1ﬂ5$!ﬂ’ﬂ Shot Mold Nﬂ?u’luu@ﬂ‘ﬂq@]cﬁﬂ‘lﬂﬁﬂﬁng

ATLANAIIAITINN 4.18

11998 ( 3 Factor)

1. High spfzed shot

2. Molten metal temperature °C 670

3. Casting pressure MPa 60

o ol = ) a  w ' Iq I
nniudufiunsnagouIasmnihannzaiugunszuiumskanainan hlilszgnalylums

a o U [ 4 o Y 1
auauluaemsnaauaziinsma Power of Test A431/7 4.31 Tasimmualiainuuanaig

1
[

{ @ 1 % Q)J o %,’ 1 [ A X 9
MaananTnaT 990 IdMIAY 33 FunagsIuIunTNARBITUNINY 2 replicates B9z 1A

Power of Test 1N101) 0.870858 (87.0858%)

Power and Sample Size

2-Llevel Factorial Design

Facrnors: 3 Base Design: 3, &
Blocks: none

Including a term for center points in model.

{Center Total
| Points Effect Reps  Runs Power
i 3 33 2 19 0.B70858 |

Power Curve for 2-Lewvel Factorial Deaigm

'

i ! 0 EY
illﬁ 4.31 Llﬁﬂ\iwﬁﬂ1§ﬂ1%3ﬂﬂ31ﬂ£%ﬂnH‘U?Niﬂu'luclﬂfﬂi'ﬂﬂaﬂﬂ
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4.9.4 a3ilwamianaaes

vinmineasdagdldnszauladvues High speed shot NzAUTITBMIND 2.6 m/s N1 Molten

~ 1Y [ 1w ) A 9 =

metal temperature N52AUTIVUNINY 670 °C wazCasting pressure N 1% IUNTLUIUNITAA
a a é‘ @ 1 (; a Q’l ~ @ @ [

pzgiilonvugldilsenundaunuaIuuman (HDDs) vu1a 3.5 17 Aszautladominy 60

ol e ] H ° 1w = 4

MPa @unso liinaFuauunwsedlszinn Shot Mold Yesfigatiuiauminu 63 Fuiile

= @ @ o A = a Y v t:sll < @
liﬁﬂﬂLﬂﬂUﬂUﬂ?iﬂﬂaﬂﬁﬁluizﬂll“ljﬂi]fl'ﬂu “]N"t]"lﬂfﬂiﬂﬂaﬂﬂﬁ1u1iﬂﬂﬁu1ﬂvlﬂﬂ\1u Tumsisaon

'
[ o

A [ = a A £ . = A v 1 a P
1A3899n3 lunszuIumsnaezgiiion Tasld High speed shot Fuliollsummisiimeinszaud
Y [
HaZN13A9A1 Molten metal temperature szauthunataaz 1y Casting pressure UBdNIEUIUNIT

= =t = 5 [ s)ay = 3}; I~ q” 0 A a
mazqmupn nie umfﬂzmwaclw%mmm)anmuouwnuqmuﬂwsammﬂﬂtym Shot Mold

v
Y @ v @

a P . v ¥ 1 d w ° 4 @
Lﬂﬂ‘Uuﬂi\?%\1ﬁﬂﬂﬂaﬂﬂﬂﬂﬂ’li'ﬂﬂaﬂ\iﬂ\iuucluﬂTTlJ5']_|$5Nﬂ1!“15‘5]'01/‘]11‘!ﬂ15ﬂ101umaﬁlﬂ§ﬂ\1%ﬂ5ﬂ'}5
v

USUAIAT High speed shot NTzaugaua luarsgannmnu liimsizez dawanemsanvsenaz ey

o

9 1a (% a a 9 1a Id.
ms ldnuveuminuidwnu ll Taslnfognis 1dauvesinuedn 300,000 Shot Az

' Y
FINANBBATINITHAAVBIATOIINT AIUNITAIAT Molten metal temperature LLQ& Casting pressure

@ 1

= a A = @ 3).: YA =1 @ 1 1 a
‘UENﬂ’iz‘ljTuﬂﬁﬂﬂﬁ]3@muﬂiuﬂ?i‘VIi]Z‘lJiUﬁQUl?VIi&’ﬂUﬁQL‘BuLﬂUJﬂu Lmulilﬂ’ligfﬂﬂﬂmu“l'ﬂ

£

[ [ 1a sy o A X
lW31$ﬂ$ﬁ\iNaﬁf]fﬂi’aﬂWiﬂLlaza1Qﬂ151%}51uﬂlﬂdlLNWNWﬁuti'JENGU‘L! ﬂ’lﬂwaﬂ1iﬂﬂﬁﬂ\i‘%ﬂﬁ§ﬂ

18 High speed shot A1 Molten metal temperature La¥Casting pressure YOINTTUIUNITAA

a A < e T, S g2 = Y a @
359 !uﬂlﬂﬂuﬂ%ﬂﬂﬂﬁq iy‘ﬂq@cluﬂWﬁﬂﬂaﬂ\iﬂiquﬂWﬂﬁqﬁ1\iﬂ 4.19 ﬂgllﬁﬂqclﬁlﬂujzﬂUﬂWi
V

dsuasvesiliioneutaz naimsliuilg

M13197 4.19 szaumslsuasmveauaazilasonounazainslsuilya

193t ( 3 Factor ) TRIGRIGH
1. High speed shot m/s 1.8 2.6
2. Molten metal temperature 0 660 670
3. Casting pressure MPa 50 60

: ; - : 2
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4.10 TUABUMININIINARD AN UTHNE

V
a Aa

. o q Yy Y1 = 4 - = G- I '
ﬂWﬂNﬁﬂ1§ﬂﬂﬂ@ﬂﬂ11ﬁ1@ﬂ1ﬂﬂﬁﬂ$ﬁﬂﬂ@ﬂﬂ@ﬂﬂﬁ3 ave ez IdinaruIULANT B
Y
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ﬂ1§1xﬂl 4.20 maua%mmuawammﬂﬂs UIUNMTAADY amuﬂnﬂauua ‘H'ﬁﬂﬂTilliUﬂfN
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UTasuauunnIed (¥u)
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@ 1 Q" 1 @ @ a g Y 1 1
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wadﬂWﬂuuw1ﬂ1iuﬂi1zﬂw1u1ﬂiuﬂinh&nnabﬂ$1ﬂwaﬂﬂgﬂVl432

Test and CI for Two Proportions

Sample X N Sample p
1 224 2000 0.112000
2 66 2000 0.033000

Difference = p (1) - p (2)

Estirate for difference: 0.079

95% CI for difference: (0.0631154, 0.0948846) .vwvwmvumunwannn
Test for difference = 0 (vs not = 0): Z = 9.7% 'PJValue = 0. 000‘

»»»»»»»»»»»»»»»»

Fisher's exact test: P-Value = 0,000

31N 4.32 naaanamsiny Wmmmwmwmﬂiuﬂmm neulsulya
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Power and Sample Size
Test for Two Proportions
Testing proportion 1 = proportion 2 (versus not =)

Calculating power for proportion 2 = 0.033
Alpha = 0.05

Sample
Bropokgion 1 _ Sive Powef
_ 0.112 2000 1

The sample size is for each group.

Power Curve for Test for Two Proportions
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Test and CI for Two Proportions

Saxple X H Sample p
b 245 2000 ©.122500
2 89 2000 ©£.048500

Difference = p (1) -~ p (2}

Eatimare for difference: 0.078

35% CI for difference: (0.061D255, 0.0949745)

Test for difference = O {(vs not = 0} I = 9.011 P-Value = 0.000

Fisher‘s exact test: F-Value = 0.000
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Power and Sample Size
Test for Two Proportions

Testing proportion 1 = proportion 2 (versus not =)
Calculating power for proportion 2 = 0.0445
Alpha = 0.05

Sample
Proportion 1 Size Power
0.1225 2000 1.00000

The sample size is for each group.
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Test and CI for Two Proportions

Sample X N Sample p
1 250 2000 0.125000
2 235 2000 0.1175¢0

Difference = p (1) - p {2}

Estimacte for difference: 0.0078

95% CY for difference: (-0.01272%8, 0.0277299)
Tesat for difference = { (va not = Q): 2 = 0.73 |[P-Value = 0,467

Fisher’'s exact test: P-Value = (.498
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517 4.36 HanIWaMT IR FBOUUINT0IAN1IEMIRABZQIITENT StdOrder 1AL 1

Power and Sample Size
Test for Twoe Proportions

Testing proporcion 1 = RIOREITiIon 2 {(vVersus not =)
Calculating power for proportion 2 = 0.1175

Alpha = 0.05
Sample
Froportcicn 1 Size Powex
0.125 2000 0.112310

The sample size is for each group.
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1. High speed shot

2. Molten metal temperature °C 660 670

3. Casting pressure MPa 50 60
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