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The objective of this industrial research is to reduce defective parts in the aluminum die casting

process of 3 inch hard disk drive back plate. The defect so-called shot mold was the most defects

found in the process. According to the investigation, it was found that there were 3 factors related to

this problem. They were high speed shot, molten metal temperature and casting pressure. Therefore,

the experimental design was carried out. The optimal solution of these factors was 2.6 m/s, 670 °C

and 60 MPa respectively. Consequently, the total scrap can be reduced from 16.13 to 3.46 percents.

The expense of scrap melting would be reduced by 204,600 baht per month.

Keyword: Defect reduction/Shot mold/Design of experiment
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