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Abstract

Focuses on reducing waste in the plastic injection molding process by using the Design of Experiments (DOE)
technique. Preliminary studies found that the oil level checking devices did not meet production specifications
due to the plastic solidifying before completely filling the mold. This issue arose from unstable machine conditions,
including injection pressure (P) in kilograms per square centimeter (kg/cm?), injection time (T) in seconds, and
injection speed (S) in millimeters per second (mm/s). To identify the optimal parameters, the central composite
design method was employed. The experimental parameters used were: injection pressure (P) at 966, 1000, 1050,
1100, and 1134 kg/cm?; injection time (T) at 17, 20, 25, 30, and 33 seconds; and injection speed (S) at 13, 15, 18,
20, and 22 mm/s. The optimal parameters determined were an injection pressure (P) of 1022 kg/cm?, injection
time (T) of 32 seconds, and injection speed (S) of 17 mm/s. Applying these optimal parameters in actual production
resulted in a reduction of waste from 2.27% to 1.68%, and the cost per unit decreased from 5 baht per piece to

4.27 baht per piece.

Keywords: Central composite design (CCD), Defect reduction, Plastic injection

49



Journal of Engineering and Digital Technology (JEDT)
Vol.12 No.2 July - December 2024

1) umi

MnaaUNaiYeIgRaMNITEUBUATIlaN ALiiuld
TaneUiHnusgaamn e uAFe LRy fUaNTENY
nmgnsalang 9 wnune ldinsduinginsaliasugha
Tanvdonseysnvauindoutaznanse nuanANLALHIY
Y9939 naaumsaifana v lUsznaums
Tugsheguavnssueusuinartud e usuRFomszuiin
warUTuimliviwiusoaaun1sadeng o [1] adeeamnssy

N o

Nudawifirinatadin Jadungugsianilaifidnsnisdiuln

o oA oa

LALNNTRIITUNALUINTUBE IR BB [2]

%

Fefianusndu
ogaBefinAnafosFuUInun Yo Hdn Ausililoan
Usinameadefifintulunszuiunisuan [3]
unaNuINUITElunsAnwkarUul TR nes
msandndiuveadeiitinaininsoimalunsyuaunsiy

P

sUlulasay (4] wuilusuddeiiinnsesnuuunsnaans
Tnel438n1siuAIneUaUBILUY Box-Behnken Design Ll
manmeimngauivhliunsueednsioinaiaies
i 500 Tuasou Taeidowiuldseytatermmedivnasding
fonsiinveudsuuulnseeinia laglanannisiaudenig
Uansmfumsiiasgiiugideang wuind ¢ Yadeihiiey
AINALALN WIIDAVDILUAUN, WSIDALSTU, SrezLIA1UNT
AnL3TU UazIrrlIalun15guULITTY NNANITNAGBINUD
Hadests 4 UadudanasionisiinveadonuumeseniALuul]
fodndny uieunsisoussdauasszsnaailunmasusdu
Feazuiuleinanunis wssazanudlunisivaiinase
nsindeudiveasdu lnsldvunsmvesinsseiniiadsi
ﬂaaﬁqwﬁ' 218.25 luAseu waranMsnadeus usuNanUIn
Lyiflveaduidosanuunalnsseinmeaiuni 500 luaseu
NNSANBIAZUTUUTIAUAINYBINTEUIUNITAN
naraRnvealssnuAsAAne lRinn1seanwUUAISNAABY
WUUIAvdUEuInne SuauuUdnssEau Wedadonady
AinasetudulinseUdILsSTUBIN TR sUENeNANST
NARNINNISEANATERN [5] InATANEINUINANULETU
nsBanatadin, Anudulunisde, Anusivesany, A
Tunsvasumad wargamaiinglunsyuengudiunatadu
Yadeiifinaronisinvendonuudsliiiy wazifiernis
farsurmardadediuuizay nuinanuilunisde

WaaRnAsedN 47 Nadunsdeiuni, Anuaulunisia

50

naNERn 42.5 AlaNSUADAITITURUAST, mwm%a‘uaqaﬂg
91.5 fadwnsreiui, anuslunisvasunaiadin 7.67
fadunsdoduil wargungiiaglunssuengudiunans
225 aerwaldua Inanisusuldnnsiiie sfimunsauivi

I3

Tausaanvesdusuudaluduinadule 1.94%

¥
a v a

Toguszasdlunsanuenddeiilunsfnumnssuiunms
nnantasmanaingunsaidassiuihiuvesusdnunil
Ferrdsraviguiisrfuvendedurudalfuly
nsyvILMsAanNanduainaain lnevsUssandldngunis
90AULUUNITNAAB (Design of Experiment: DOE) 14113
99NLUUNITNNABIIENITORNLUUEINUTZaUNAT [6] 10
Wunuamathlugsedutadeding q fmnzausoniswdn
FununaaRndIensEUILNSEANAR SusTnanain Seun
asuaaTenadnsTlaT axgminerluataduinasgiuns
MIURINTTUIUNITRANAAS g naafn (Standard
Operation Procedure: SOP) LLasﬁmaﬂ”ﬁU%’UﬂqﬂmmU

suldiunandmaiou o Tuuseneely

2) Toyansidy
an1un1sillaguiuveInIEuIUNITAANGA S usinanadn

Tuuswmuwsianiladivaads (defect) MAnTuAUNAENANTUN

a o (4

winuindndarigunsalifinsgduiniu Tdwiuvendegs

= a

Ngn A 394

q

Fusawiiow AIUN 1 Juimdndnngueu

v
o °o o o

¢ 4:4' 1 v
gunsalidaseauidu Aegui 2 wundgninignism

Y

a % (3 a

P51 B5NLMzaNluNTEUINNIS AANAR ST NaERN

v '
o o =

wioanJgynieinununmvssgUnsalifaszauiingdu &
Funudaliiuuazdunudenis (Dimension NG) AUl 3

a & a o = & %
AALUUYDUFIIIUIUNN (LuaamﬂgﬂmwLﬂumma‘umq

nseslauansgunmaelugunuiissunsaiuint)

o = CRER
mmwuamqﬂﬂammawamau

450
400
350
300
250
200
150
100

50

100%

80%

60%

40%

-- -

0%

Tarniuiu Boulug

drssiuiniu  dhasauuusmass

JUT 1 : nswidnnudiinasunudedeliou



JUT 2 : Funugunsalidaseiuingdu

JUT 3 Junuidemeliinunaeiannim

3) FoAuMTIvY
wwamnalunisusulgelagmiazilunisussyndldndn
A1599AkUUNITNAADY (Design of Experiment: DOE) e

wAtlAn1390nwUUaIuUTEaNNans (Central Composite

§

Design: CCD) [7] Tnsiwnsnfimesiidnday 3 wisiwes 1
Ifnanmsiasgidesiu (pretest) (3] vastayansndn
Jagtuaintuiinnisviau laun ussdulunisdananasin
(injection pressure: P) 1,000 kag 1,100 kg/cm” 1aa1lunis
aawanafin (injection time: T) 20 way 30 sec WAYALSE)
Tun158a (injection speed: S) 15 uay 20 mm/s 1uszdv

WAweslunsiidion159nRUUNMINAABY T9a1NT0

51

Journal of Engineering and Digital Technology (JEDT)
Vol.12 No.2 July - December 2024

LARITIUALLDUALNLINUTLAUTDINISLIBS LARIAIS19N 1
| I3 a oA a X
AIUNARBUAUDY (response) AztUuvBads (defect) NNNYU
PAINITHNARN [8] ANUITOLENITIHALLDYALNEINUTLAUVDS
M1510masNIlUNISNAaRIlaRInIs19n 1 Felaunannnis

ONLUUNITNAADIEIUUITENNAS

15197 1 : wrsdweslunisnaaes

o .| wssdu (P na1da (M | A3 (S)
WITNUNBDY
kg/cm? sec mm/s
JEAU 1 966 17 13
JEhU 2 1000 20 15
JEhU 3 1050 25 18
JEAU 4 1100 30 20
JEHU 5 1134 33 22

U9YAINNTNARBINUUHUNTNARBUTET AMEInALlA
CCD woenszvIunIsnAnRnAnfasigunsnidaseduisty
NHIINUTLUIANATLAVVOINITITLABSLUNITNABDILE?
9ZlALNUNITNAABITIUNIL 20 YA AD NAADITIWIU 1 ads
1y/l#Tinsneansen osandesinuesu3em uazwans
VI2R08 me%’a;&amsmmaaﬂé’ﬁqmiwﬁ 2 Inenanauaued

0 AB YUIUR LAY NANDUAUDY 1 A TUNULEY

4) wan1INearafuTIUNa
N19ILATITRRALTIADRA (Statistical Analysis) A11N1T
9NLUUNITNABDILUVAIUUTZAaNNA19 (CCD) [9] Wu

ANUNTOLAAIHANITIATIZALASITUN 4 Lazn15199 3 WU

Y

WaNa1su Ak UsnavaLeY As USunuvadduusennae
Tauinindulutisusudanuintadenian p-value tee
A1 0.05 Fabown Jadeudn (main effect) 31w 2 Y93

Ao wssnulun1s@anatadn (P) waztianlunisaa (T) 910

a0

n153As1zIALBUSUSWUeatadefidanansenuneanis

[

Wnvasdswuudnliifiy wuintadendniddnswasnanis

o w

Wnveadsainaniegrefitdedifey laun usewulunisie

wanadn wazailunisda (p-value < 0.05)

v
< [ o w

AuNITuANIvNFBINNITHARIUNTAlTAT AUUNITY
Junadnsvesnisudngunsalidaszauindu Jafidaden
U89 bAkA ksIeulun1saanatain vaantunisan

v
v

NAERN LazAIN L%’ﬂ;‘ﬂﬂ?iafﬂ mmsmamaumﬂﬁmu



Journal of Engineering and Digital Technology (JEDT)
Vol.12 No.2 July - December 2024

Defect = 220.2 - 0.3868 P - 1.309 T - 0.219 S +
0.000175 P*P + 0.00403 T*T + 0.0099

S*S 4+ 0.001000 P*T + 0.001000 P*T - W
0.000163 P*S + 0.00154 T*S
M 2 : deyadmfumslianeimunsvages CCD
. wsInL vada ANA57 Defect
o (kg/cm?) (sec) (mm/s) Fuay
1 1000 20 20 1
2 1000 30 15 0
3 1050 25 18 0
4 966 25 18 1
5 1050 25 22 0
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9 1050 17 18 0
10 1000 20 15 1
11 1050 25 18 0
12 1134 25 18 1
13 1050 25 13 0
14 1050 33 18 0
15 1050 25 18 0
16 1100 20 20 1
17 1000 30 20 0
18 1100 30 15 1
19 1100 30 20 1
20 1100 20 15 1
Pareto Chart of the Standardized Effects
{response is Defect, @ = 0.05)
2220 e
¢ 3
&

JUT 4 : nsmilvesladeniinansenuivdunu

52

A1597 3 : MIBATIEHRNNLUTUTIUNTNAARY CCD

Source | DF SS MS F-Value | P-Value
Model 9 3.900 0.433 4.82 0.011
P 1 0.296 0.296 3.330 0.099
T 1 0.307 0.307 3.42 0.094
S 1 0.002 0.002 0.02 0.879
P*p 1 2.740 2.739 30.45 0.000
T 1 0.124 0.124 1.39 0.266
S*S 1 0.066 0.066 0.74 0.411
P*T 1 0.500 0.500 5.56 0.040
P*S 1 0.003 0.003 0.04 0.850
T*S 1 0.003 0.003 0.03 0.859
Error 10 0.899 0.089 - -
Total 19 | 4.800 - - -

Tudiunisiasginianiaznsdmesfvunzan
(parameters optimization) ma&m‘sa@ﬁmm"uaﬂlﬁaﬂismw
Funudaliviu Suandugu 5 afudianisfizas
vownsfwoslunssuiunsndngunsaidasyduihitu de
wssnulunis@ananadn (P) 1020 kg/cm? vralunisdn
wanadn (7) 32 sec warASTuN5an (S) 17 mm/s &
wvhlimudusudalsiduiosadunssuiumandn §ideds
Twsfwmesildnaaemansnasaiieldtudunanimnaes

71U 30 19819 [10] Aauandlunns1en 4

” P T 5
el
z“:’m Vgh 11340 330 220
D [1920.30300 125152 e
Lew YLD 170 130
/
Marirmm .,
yu0ATR2 4 .
e 10000 \\
.
\\ \\-\.
e B — 2. _—
e

JUT 5 : anmeiimvauvesiniines

M15197 4 : FoyaN1INARBINER 11U 30 FI0E

. TEXA) 138130 A5 Defect
A10U v
(kg/cm?) (sec) (mm/s) YUY
1 1020 32 17 0
2 1020 32 17 0
3 1020 32 17 0
4 1020 32 17 0




13197 4 : Toyan1snnaendn 1 30 fee (de)

. wIIAY natda | AL Defect
T ket | e | mms) Fuay
5 1020 32 17 0
6 1020 32 17 0
7 1020 32 17 0
8 1020 32 17 1
9 1020 32 17 0
10 1020 32 17 0
11 1020 32 17 0
12 1020 32 17 0
13 1020 32 17 0
14 1020 32 17 0
15 1020 32 17 0
16 1020 32 17 0
17 1020 32 17 0
18 1020 32 17 1
19 1020 32 17 0
20 1020 32 17 0
21 1020 32 17 0
22 1020 32 17 0
23 1020 32 17 0
24 1020 32 17 0
25 1020 32 17 0
26 1020 32 17 0
27 1020 32 17 0
28 1020 32 17 0
29 1020 32 17 0
30 1020 32 17 0

A15197 5 : MInadeuARAsiuInnveads Defect O

Null hypothesis (Ho) Ho:p =0
t-value p-value
1.44 0.161

nEanduiluiinssdnnugniesilduivestoya
TaelHlUsunsy Minitab #3n15197 5 azuiuléinen p-value
087 0.161 afid1unnd1 @ 0.05 Faveufu H, tu
vaneaNindeyaduiiunugnaesiilsiinein 30 deya fe

Uszvnsnauieniuiuvesds Defect 0

53

Journal of Engineering and Digital Technology (JEDT)
Vol.12 No.2 July - December 2024

5) @3Una

sAfeilduumianisoonuuunisaassuuudin
UszaunanaifioanySnaveadslunszuiunisaawaadn
Tnglédeyaansresunisnanituinaasamdadod
Viegates nudimisifmesiinunzan (parameters
optimization) dwi¥unssuiunssangunsaidaseduris
A wsenulunsdawanaidn (P) 1020 kg/cm? 1a1lunsan
wanain (T) 32 sec warAuTalunsan (S) 17mm/s 9z
lvigunsnidasduiiuiivnumendsana vsnld
wisfinesivinganinilunnassnangunsalifnszdiu
thifu $1u7u 30 Fregs eBusunmfiwesfmanzay d
wudrdeyanmgniesiiléunein 30 deya Ao Uszuing
nauifefufvreads aunsaanveads anniAuisesay
2.27 widewigeSauay 1.68 wavanusnansuyusieviiua

o

INLAL 5 UINHBTU L1ED 4.27 UNNADTIU LAaTNI1aUSEN

v
< [ o w

nsdlfnwladarinuinsgiunisndngunsaliaseauiiiu

' v
= =< =%

winlvintinaulaudfauuinsgrundnyinvu soudelaun
ABn1seenwuunisveaeslludnwianudululafey
W lulgusulgedugunsailan1undiu tesaniideym

Funudaluifuiuiu

Anfnssuusznie

[y

{idvveveunalssnunsdlfnuiinganlinsaduayu
waznistaewdedumaiudeyatuuiiogna vevounm
avIvienssugaainniskarladafind umingide
waluladsvusnany Tusen flvinueyaseiildau

TUsASH Minitab dusudesieviveya

Y

REFERENCES
[1]  P. Puangdee and J. Ngaoprasertwong, “Loss reduction in
injection molding machine setup in car seats (factory case
study),” (in Thai), in Proc. 39th Conf. Indus. Eng. Netw.,
Songkhla, Thailand, May 2021, pp. 585-591.
S. Mekboon and J. Plongmai, “Defects reduction in metal
parts production process,” (in Thai), Kasem Bundlit Eng. J.,
vol. 6, no. 1, pp. 91-106, 2016.
M. Vanichdee, W. Saleekongchai, and J. Pradabwong,
“Parameter design for reducing the defects of the flow
marks in plastic injection molding process,” (in Thai), APHEIT
J, vol. 9, no. 1, pp. 32-45, 2020.



Journal of Engineering and Digital Technology (JEDT)
Vol.12 No.2 July - December 2024

S. Tangjitsitcharoen, “Reduction of void defective proportion
in microchip molding process,” (in Thai), J. King Mongkut's
Univ. Technol. North Bangkok, vol. 22, no. 3, pp. 610-621,
2012.

C. Laosutsan, “Design of experimental to improve quality
in the plastic injection process: A case study of a plastic
injection factory,” (in Thai), M.S. thesis, Dept. Indus. Eng.,
Kasetsart Univ., Bangkok, Thailand, 2005.

P. Sudasna Na Ayudthaya and P. Luangpaiboon, Design and
Analysis of Experiments. Bangkok, Thailand: Top Publishing
(in Thai), 2008.

P. Palaphan, Statistical Data Analysis and Management with
Minitab. Nonthaburi, Thailand: IDC Premier (in Thai), 2017.
M. Phipatpaiboon and P. Hongsakornprasert, “Defects
reduction in a tractor peripheral equipment manufacturing
plant using design of experiments technique,” (in Thai), in
Proc. 12th Naresuan Res. Conf.: Res. and Inno. Nat. Develop.,
Phitsanulok, Thailand, Jul. 2016, pp. 318-329.

P. Homsri and J. Kongthana, “Design of experiments (DOE)
to reduce waste in plastic injection process of automotive
parts,” (in Thai), Kasem Bundit Eng. J., vol. 3, no. 2, pp. 73—
95, Dec. 2013.

S. Rassamee, P. Srisatyakul, and S. Siwawut, “Optimization
of conditions for strength in bagasse-reinforced concrete
forming,” (in Thai) in Proc. 3rd Conf. Rajamangala Manuf.
and Manag. Technol., Krabi, Thailand, May 2018, pp. 314-
318.

54






