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(Assembly) ﬂzymmawﬁm"'wﬁﬁl,ﬁ@ﬁ%mﬂ%mﬂmmq N1IMAA7 (Shrinkage) Luimnn
wiksAAedutunaasminasdnagnanalile TasowissililumsmiTasefidonade
mwaéﬁmaoshmﬁmmmﬁ’lwmaﬁmhzmwi’aeﬂamu%?ﬁwﬁmﬁﬁu (High-Density
Polyethylene : HDPE) FIM3nacIaesTunREINadan TS NaUsER IR A BRI
e udsepiiaslEnannseanuuuMIMAsasiEn1swAIaaUawed (Response Surface
Methodology; RSM) mﬂi:qnm‘l‘ﬂﬁamﬁaﬁﬂﬁdowaﬂimmiamwmhmaa%yuo’m Ao
MNUNRONLARIVDINAEAN (Tm), qmmgﬁuﬁﬁuw‘ (Tw), uazgmanpiinInaaLiiu (Tc) ¥
ANINARDY 8+1 = 9 NMINANAI UAZNARDITININ 2 51 NIzaUAMULToUA (O) 95% 71
IRUA 18 NINARDI TINL ﬂﬁ)ﬁ’i’ﬂ‘ﬁ'mmmwﬁq@ﬁﬁwaeiam‘sméﬁmao%ummhl,ﬂﬁm

PAAUN agﬁ anNINABNLIAAIVBINANEAN (Tm) LYiNAD 190 °C qmuQﬁLLﬁw“uﬁ(Tw)
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Wil 60 °C uazawndwnaaliin (Tc) inAy 45°C %dﬁmmwmﬁﬁaﬂﬁq@ﬁa 1.39% U@
wuhUSunmranfoaasdinie 12.08% @Taifummma‘gﬂ@ﬁnmsﬁmqwﬁ%é’nmiaammu
MINA8aIIEMINUAINaLEHES (RSM) NNt amas pfilnans aufisanafon1snaaass
a'oNa@iaqmmwmaa%mmﬁ?mﬂumaLﬁaﬂﬁﬁaﬁmaﬂa ﬂgof:ﬂ'awuiﬁmmma@@i’unmmz
nAlWNIHRARS
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ABSTRACT

Nowadays, the plastics industry plays an essential role in the country's internal and external
industries. Especially assembled products, product quality is an essential aspect of
production. There are various product problems. Shrinkage is an inevitable problem with
plastic products. This research is to determine the factors that affect the shrinkage of the
screw cap of the plastic bottle made of High-Density Polyethylene (HDPE) material, where
the shrinkage of the workpiece affects the assembly between the screw cap of the water
bottle and the water bottle. Therefore, Response Surface Methodology (RSM) experimental
design principles was used to determine the factor affecting the shrinkage of the workpiece,
namely the melt temperature of plastic (Tm), mold temperature (Tw), and cooling temperature
(Tc). The 9 (8+1) experiments were performed with 2 replications at a confidence level of
(Q) 95 %. A total of 18 experiments found that the significant relevant factor affecting the
shrinkage of the bottle cap specimens was the melting temperature of plastic (Tm) of 190 °C,
the mold temperature (Tw) of 60 °C and cooling temperature (Tc) is 45 °C, with a minimum
shrinkage of 1.39% and can be found that defects decreasing were 12.08%. Therefore, it
can be concluded that applying the Responsive Surface Method (RSM) experimental design
principles to help determine the appropriate factor that transmits the minimal shrinkage effect
affects the quality and reduce production costs of the bottle cap.
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a =

dasmsuazaadununIndaidwidininonan wagsnnaniasslildaanmsiiatounwios
(Defect) MAANUHNIASUHTWANEAN LW NMINARA (Shrinkage) [2-4] MIAasanwn (Jetting) [5]
A13iAan3y (Flashing) [6-8] n1siiasaslnal (Burn mark) [7, 8] n1siiasasunis (Shot
shot) [8] M3Liiasasyy (Sink mark) [7-9] seLTanTw (Weld line) [7] waznisiianislnge
(Warpage) [7, 8, 10] LJudw %\1LL@ia:ﬂTauﬂws'aaﬁmmqm’mﬁ@ﬁu@i@mﬁ'u Tagswdsoil
Lﬁuvlﬂﬁiaunwiaamsm@T'maachmﬁmmmﬁ'}@hﬂfm 'a”a@;vlal,@u%@ﬁwﬁl,aﬁﬁu (High-
Density Polyethylene: HDPE) [2] LﬁaamﬂLflumm@;'ﬁfoi"ﬂﬁﬁﬂﬁﬁ@ﬂzymiumsﬂi:ﬂawﬂ”']
fuviein Aldaunsadszneudrdonuld iWaianimad awevesdinisivaati
lsiassaufinuusinue [4] 50Lﬂuﬁmmaamsmmm@;mnﬁ@ﬂtymf: Yafinsnada
(Shrinkage) iawananiinainniseanuuuulnaw slaiag wazwiniiaaiveinide il
WTangIIdn windiaaizeinisia Lflumm@;‘ﬁ'dwﬂ@smaﬁ'uqmmwmmﬁm
yrai laswiSiearesnisiatsznaylydqs gnNdvaaNLRaYBINAEAN (Tm)
qm%QﬁLLﬂﬁuﬁ (Tw) Lm:aqmﬁgﬁmwémﬁu (Tc) [11]
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(Response surface methodology: RSM) [12] 1131 118M1 T8 AilMu aU &R LN IRAAT
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o a 3 adys a _aa . .
214 Jagdundgizian laiaws&lniianan (High density polyethylene: HDPE)

wana@nofialaiaudalwiiafifu (High density polyethylene: HDPE) 3aatlungu Semi

. o Ad & a . A * A '
crystalline  Lasaainamaadnidufisanan (Branching) uazfimidiaunfiarsznitsluanazas
a & 1 % = A daa ' ' ~ Y o A ' vt

walwasaaudrigs iluwara@nffifvnguldisuas fannduduludiies Gangulda
wazndan lddndu lifise Sanumilen wdnwarusaule ldunin (< 100 °C) nuda
Asnansanvadasiall (Chemical) Lduauinluia LATNITRAGIFY [2-4] LANITAUNL
HAAATHIUIIATIUAIEY 9 lapautifvesiagNadrdifiety fa nuuluaasiag 0.96 glem®

OBV EELEER LLa:qm%QﬁLmﬁwﬁ vuilaaanan I@ﬂﬁwwswﬁl,m%maﬁa@; HDPE

ammNAnaouLnad (Melt temperature, Tm) agﬁ' 190-240 °C 1Lz qm‘mgﬁuﬁﬁww’ (Mold
temperature, Tw) agjfi 30-60 °C [13]
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Tasb289 (Factor) $2mnwissansnaaseaudninadsglundazasale lagaansaudsle
\u 2 dszian fa BnFwanan (Main effect) Waz 8nSwasan (Interaction effect) [17] lagdl
nwisoaaaaluit nﬁh’aﬁdmsaammumimaaaLﬁa?mﬁzﬁﬂaﬁ'ﬂﬁﬁﬁﬂ%wa@iamil,?mgﬂ
nsrUIRMIaasusuwanadn ABS lagmainmedfiamsssnuuumimasasdsunnnaiios
e STa5RldvinnsAnen vovaa 8 Tass ldun san13aa ussauia seos
mstwdsuulasdasasn 1adadn ganpinaaunaINa1adn gaunndudian uaziaanlu
NNTNEaLE b ’armwamsﬁwaaaﬂszmumsﬁ@wuiwﬂ%@ﬁdawaﬁw%wa@iamnﬁﬂgﬂmm
Fusn leun namsaldn UWANTNDNLRRIWAFAN NaaaE uazsasnNIsia ¥in 1w
mu"?ﬁi“ﬂf':mmm’tﬁﬂm‘fﬁ]Ha’[umiﬂ%@%@hmﬁﬁL@aﬂuns:mumsﬁﬂ Lﬁﬂﬂ@]ﬁ%ﬂ%&ﬂ:

L3817 mmﬁ@vlﬁa H9LANTE R

24 3%n’15ﬁ%ﬁ’3manﬁ%m (Response surface methodology: RSM)
SEmInunuiinaiiansadiamaasuazaiani s lomidonsaouuusiaesuas

msaenzityn Indgmidireuaweddinuinag linTuanuaunsiiznitanaanls

5832 TuLUSIReIBINARURRDIT AN NFUWURELULIT AU UTILL B Ry Worlduildas

1% dsugasaunsn 1 [18]

— k k 2 k—1 k

y=a,+ zi=1 ax; + zi=1 apx; + zi=1 =2 3% X; + & (1)
Oliaei, et al [19] N&1ITINITAINITAAAL WALN1TTAAIVBITUINUTOUNAIFANN
winnzad laslin1seaniuunnInaed Taguchi ANOVA Waz Artificial neural Network (030
Aenziitfym 5 Tadunan Aa gnpinasiin a1 usieudad) gaumndulfu uas
qmwnﬂﬁlumsmaumm mmina;ﬂﬁw’ﬁwaﬁﬁwa@iamsmsmﬁa UazNYAAIYDITUIN Y
Fauwaain aylanuduwusvaidads gunpdndeidu nardadi uazgungdlu

NMIN[DULHARD Tad’aua@} Polylactic acid / Polyurethane (PLA-TPU)

Wang, et al [20] N@130952UURABLIWLNNNWULLLSTUURA0LEU Tou waztfu lasny
waa d? a a n:i Aa {ng 1 Aa 6 d: v Aa
l#3TnsiuAInauauad (RSM) wiamnpinnanzauuinmaiiauesudian taliifia
anadudaTuukasiga uaziSouifisununsiinesdsrzuitinludiefiuud (FEM)

=) lﬂl 1 ‘&’ 1 =)
Ruennareenard [21] Mym#Indiaainmunzandensiuguduwandadanszgnain
% a 6 v A v =3 J
Taguszanveslaasendozusing uazuiifrnn lasldunimelumsfinsnisdugduuy

o X o v aaf a \ a o A
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ﬁﬂﬂ“’tylumiﬁugﬂ Ao FIBNFNVBILAITININ mwﬁu’tumsé’mﬁugﬂ waztaanlumsTadn
31 Lﬁavl,@i’mwwswﬁma%‘ﬁ'mm:auﬁm%’umsé’@ﬁugﬂﬁmm waLAALIA lUAIIHER
Sudsawat [22] Answdiaesuosnsaanaadnfisinadotaunwiasfitiaduiv
Funuvasnsinee (Warpage) Lazn13naaa (Shrinkage) M398NUULNINARBITILANA?
fauawad (Respond surface method: RSM)I@]&Iﬂ’]iﬂ%"i.lﬁ’]W’]i’]ﬁL@lai‘ﬂ’liﬁﬂ fa qm‘m{}ﬁ
WADWLHAT (Melt temperature) anindusRuW (Mold temperature) 8@31N13 1MAL837RY
(Flow rate) UIIAUAA (Injection pressure) L’Jmﬁ@lgﬂ (Packing time) LLEG@Vuﬁﬂg’I (Packing
pressure) WazlIaNNIRaLE (Cooling time) wamsmaam‘gﬂvlﬁ'j'} qm%QﬁLszﬁuﬁ(Mold
temperature) Waz1381bwn1swasLin (Cooling time) LuiasanangInasataunnIaIn1m

mM3lAsde (Warpage) LRZNTRAAN? (Shrinkage)

aa
3. IB/N1INA[1Y

d' v 1 1 v £ = = o a :/
mnw%nmﬂumummummm@l‘naawa‘[wmanuqmmwmmamm@]m Tay

wAasvesmidadsznau e DMNURRDNLRAIVBIWAIEAN (Tm) auANIULIRUN

9 U
[

a 1 ~ t& Qq// Qs g o v a
(Tw) uazamnniinisnaatin (Te) TN 3 TagsiivihliiAadgywinismaaaasdinisd

:’ = & a o a @ )¢
miﬂ%’]ﬁ]\‘iLﬂ%ﬂuﬂl%ﬂﬁiﬂ’]%%@ﬂﬂﬁ]&Iﬂ’]iﬂaﬂLLﬁJﬂ’]i‘ﬂ(ﬂﬂaG@N@ﬂvLﬂ%

3.1 mMsMuwataRan1sNAaas

LR aMTIT I AFINAR DN TRARIVITUINBEAT U WHLNR B0 TR T WA LA TR %
AMURWIUUUEI (HDPE) Taiwuafadonimmanaseantdu 3 Jads uaz 2 ze lag
Anuald response (Y) fia MIRATITEITWINUAR (Shrinkage) LBV ALANN FUAIHTY
msﬂ%’ué‘zamwwﬁﬁmas‘msﬁ@lﬁlﬁﬂmwm@?’waa%umuﬁaﬂﬁq@ (Minimize) NMSNARDI LY

MIAATUINRELNRLIVIAN LRAIAIAITINN 1

159N 1 Tadsuazszaunimaaadlvn1siazwstweindsaaaai [13]

32AU (°C)

ifa9n Janual -
@ &9
u
NN IR0 NLANIT8Y HDPE Tm 190 240
punnAulRuW Tw 30 60
pawnnivaaidn Tc 25 45
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M300NLULNIINARAINIEITNRAINOUIHAY 1wIuRTN1Ta8nLUUNNIITNARILLL
#1uszaunand (Central composite design: CCD) [23] lasfnnuatasafildlun1inaaas
= % % dl é o g 0": A o
pantdu 3 J398 LATITAU 2 MINARBINIATINA NI IUIN 1 90 AIUUTIIWIUNTNAREY

WD 8+1 = 9 MINARDY WATNARDITIUIN 2 T1 AIBUAITNARBINIRNA 18 N1TNARDI

UAZAIANNLTOUUN (OL) 95 % URAIAIANITINN 2

MTNN 2 N528NULLNNINARBIABRINDUA®ILLUEIBUTEENNAS

v
[

asafi Tm (°C) Tw (°C) Tc (°C)
1 190 60 45
2 190 60 45
3 240 60 45
4 240 30 45
5 190 60 25
6 215 45 35
7 240 30 25
8 240 60 45
9 190 30 45
10 190 60 25
11 190 30 45
12 240 30 25
13 240 60 25
14 190 30 25
15 240 60 25
16 190 30 25
17 240 30 45
18 215 45 35
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A A a A9 Y a s
3.2 1A3asRananaany lEnadauzwewdnAg12201N
LA3892aWANEAN (Plastic injection machine) N&MIUNIINAFBL §% HYF-1000 LA

@T@gﬂﬁ 2 LAZIIUALLDLAVDILATDIRANAIRAN LRAIAIANTIIN 3

sin2  1ATesRanana6n s;u HYF-1000

AN39N 3 S1YASLDYAVBILATDIRANAFAN i:% HYF-1000

18113 ANWE w8
@ 8N3 35 mm
ﬂ%mm%yumuqaq@ 160 cm®

T UUAE LIIAUAE 1,835 kg/cm?
20TINIAG 90 cm®/s
ANULSITAU 0-200 rpm
YPAUNRUN 360 x 315 mm

FeUUHAUUNIN fasausny gf;{\‘lq@] 100 t

ezt daulRungiga 305 mm

n? 1 a 4 di = a : = 3’
3.3 MIIATNIIINLADILATDIRANANAANTITWHINRLIVIAKN
NINALADTLAIDIRANARAN HYF-1000 USUAIAIAD k3I01aa wisTauldmun Lazian

lumInaaLin LRAIAIANIIN 4
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P 1 A ¢ a a P
AT NN 4 ATNITNLABDILAIDIRANANIEAN (AIN)

18013 A I

LSIAUAR 64.83 kglcm?
uadaualANN 68 t
LaRaaLdn 18.59 s

wazrinmInaaeslunsdadunuaiinisiviai lasuaainsfaasudRuneLn&e?

P1%NULATAIRANAFAN HYF-1000 LLam@ﬁgﬂﬁ 3

v 3 A a (2 A a
ATUKUILAIDIRG AN HLATDING

31N 3 NAADILWN1IRATUINANREIVIAYN

3.4 ﬁﬂltﬂﬁdﬁﬂ@l‘i?ﬁ]ﬂaﬂ
@i'}Lmuaﬁ;@mwaau?jumummﬁmm@ﬁ’m%nmmﬁlumm@mm@ 256 mm Lduaan

q
@
[

fagwzdnsdenaudhiudindsiriein asiuaenddglunisanasevluaiil

LL&@]GGTGE]Jﬁ 4
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3UN4 A UWHIIAAITINFBUA LAWY BWIA B56 mm dunagaln

4. HANIIAILRLING
41 MINTIDFOLTWI

HAMNIATIIFOUTUIWARIINNMITNAaIEaauanT197 3 TaplFiaesifiuensiad 7
ANNAZLBEA 0.02 mm FRIUNITATIIFOLVWIATBITWINWANNE I 12IATN 10A39FO
G 210 @56 mm lagtnailun1sRansanninsusudawialaninienasiag
Wesnhawaiissnuuy (256 mm) Aondwnulildumnadsinademslsznaudely gﬂﬁ 5

URAINIIATINIAVMIAHIUNREN

1asitisaradlas 0.02 mm

3UN 5 AUWIHIIAAITIVFDUA LN BWIA B56 mm dunagaln

4.2 Naﬂ'liatﬂi'lx%%]’]iﬂf’JﬂlL‘]J‘]Jﬂ"I‘S‘Vlﬂaﬂ\‘)
a e a af N v a Py a :’
Nﬂ’]Lﬂi’]tﬁ%’]ﬂqﬁﬂJﬂizaﬂﬁ (Coeff|0|ents) VUIITAUNITIARAAOIY awumm\l’lmamm’mm
laslglUsunsa Minitab® 21.4.1 (64-bit) U Microsoft Window 11-64 bit AMD Ryzen 7 @19

LLamgﬂﬁ 6
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Fatorial Regerssion: Total Stress Displacment vs Melt temp., Mold temp. and Cooling temp. Analysis of veriance

Source DF Adj. 5SS Adj. MS F-Value P-Value
Model 7 0.273892 0.039127 12.180000 0.000
Linear 3 0.245437 0.081812 25.470000 0.000
Melt temp. (Tm) 1 0.215760 0.215760 67.170000 0.000
Mold temp. (Tw) 1 0.006724 0.006724 2.090000 0.179
Cooling temp. (Tc) 1 0.022952 0.022952 7.140000 0.023
2-Way interactions 3 0.028014 0.009338 2.910000 0.088
Melt temp. (Tm) * Melt temp. (Tw) 1 0.011130 0.011130 3.460000 0.092
Melt temp. (Tm) * Cooling temp. (Tc) 1 0.010404 0.010404 3.240000 0.102
Mold temp. (Tw) * Cooling temp. (Tc) 1 0.006480 0.006480 2.020000 0.186
3-Way interactions 1 0.000441 0.000441 0.140000 0.719
Melt temp. (Tm) * Mold temp. (Tw) * Cooling temp. (Tc) 1 0.000441 0.000441 0.140000 0.719
Error 10 0.032124 0.003212
Curvature 1 0.001995 0.001995 0.460
Pure reeor 9 0.030128 0.003348
Total 17 0.306016
Model summary
S R-sq R-sq (adj.) R-sq(predX
0.0566777 89.50% 82.15% 60.18%

4 a & 1 o a Ef . o :
E‘ﬂﬁ 6 wWaniIvtAIzRAIdNUIEAND (Coefficients) 289328 N1TVAAIVDIBUINY

dndaglvaann

nmensinuinesed 2 Tasufisanademimasizasiuomdinisiviainged
A1 P-Value Hasnindszauidanyn9ada (o = 0.05) Jads Ae ganndnaauinaizad
WANRAN (Tm) uazgmnniinianastin (To) FetspaInaIugaIHanIIRafIaIdNE Y
mmﬁﬁamdﬁﬁfﬂﬁﬁﬂ”@ Andulszanivasmsaduls (R-Square) va9InsnadIaIT NN
inAaindariny 89.50 % tiainunissuifisuiuen Adjusted R-Square (82.15%) &
AnlnaiAesnin Vafiwunen R-Square Predicted Qfnwinniy 60.81% Gatiasnindn R-Square

o & 3 A 1 ) a2 A = ' A A v v
muummmawagﬂana'mﬂuﬂﬂm ﬁmmmmmLLammmmmL‘nanamaway]avlm

4.3 m‘smd'lmmxauﬁqﬂmaaﬂaﬁ'ﬂ
ﬂ"]ﬁmmzﬁmﬁ%m%'umiﬂ%'um”a@hwmﬁmaigmsﬁmwmaﬁﬂuamlﬁﬁudﬁq WA

WRDUIAAIVBINANRAN (Tm) LYiNAD 190°C, (Tw) L¥INAL 60 °C uazaanniinsnaalidn (Tc)

[

WAL 45 °C wazlarmIriiwansnaaiuadsiwanudinie1w1a1n (Predicted Responses)

v A

‘nuawq@a;jﬁ 1.39% MNUWIANBONULY AN WIBNANDLVBINITRAAD (Y) ag’ﬁ 0.7762

D.

a g

wazdliinanunswalalassiy (Composite Desirability) = 0.53796 é‘ogﬂﬁ' 7
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Melt temp. Mold temp. Cooling temp.
Optimal 240.0 60.0 45.0
D:0.5380 ' (190.0] [60.0] [45.0]
Predict Low 190.0 30.0 25.0
Total St.
Minimum
y=0.7762
d=0.53796

5. dylwanisnaasy

nmInaassdnswuinTasera 3 Jase Teun DMNNANABNLNAIVINAEAN (Melt
temperature: Tm) qm%{]ﬁu&i‘ﬁwﬁ (Mold temperature: Tw) Wazgmnniinaaiiin (Cooling
temperature: Tc) ARINANTENUAINNIRARIVEITUIN M ARt WavinnnsfnEwun
TywnsdsuasmewmstanuiizrmasundmnsiiaefadodonaldiAnam nszuaums
9 LLaz@‘funumw§@1$a"[@i’ﬁwmwﬁmiaamm‘umsmaaﬁ’ﬁmsv{uﬁ’mauauaa (RSM)
WNTIBenuULN1INased svnsautsaantdu 3 Ja5y wazIzaU 2 326U NAnadf
ﬁ;ﬂﬁaﬂmaﬁ‘hmu 130 WINAUMINAREY 8+1 = 9 NMINARDI UAZNARDITIUIN 2 F1 599
ANINARBINIRUA 18 MINARSY Lfiﬂﬁ’]ﬂ'ﬁ@ﬁ%’?ﬂLLazmaﬁ]aauu’%nmg@mnaauwmﬂ Y
msm@?‘waa%mmﬁﬁayﬁq@ Ny 1.30% lasdildiTasans 3 Tass desUsuiidrvas
MNUNRONLARIVEINAFAN (Tm) WYinAL 190 °C qquﬁLL&iﬁwﬁ(Tw) WYiNNL 60°C WA
gounndnnaaidn (Tc) Yy 45°C mm:auﬁq@lumsﬁ@%umuﬂnmﬁmm@\ﬁw lagaa
USunmwedtdoadinie 29 3w aaiu 12.08% a1ntdulunszuinnisnie 240 Swsalus
(8 Talua/3h 11 IUTUIU 2 TwsaUMINER Uaz 1 SOUMIHER WAL 25 FunTl) wuinifa
Ya31F0duEs 67 Fu Al 27.92% eﬁadawa@ianummﬁmamj”"mmﬂ R GRITI N
Uszlopddasuniasuinunaiadnludiuniidienziiassfimunzsuigliodsuas

ANITIRLADTAUINNTIWINYBILFIN AN
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