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Quality Control System Based on Cbm in Injection Molding Product

Hong-Seok Park*, Jong-Su Kim'

j’r Abstract {ﬁ

Most of automotive plastic parts are injection molding products. Inspection of total product is impossible, because
number of product to inspect is too many and various. Condition-based Monitoring was proposed to decrease cost
and time for inspecting. In this research, a system that predicts quality of part at fabrication point of time, and confirms
informations through the internet was developed. Cavity sensors were installed inside of mold, and gathered signals
as measuring, and through this process Sensor-based Monitoring system can be observed manufacturing of a part.
Monitoring system transmits signals to client through the internet, and finally developed system provides manufacturing
informations and predictions of quality as web-based monitoring.

Key Words : Analytic hierarchy process(E-414 #1Z¥}4), Condition based monitoring(A}E} % L] E]2), Data acquisition(H| 0| B}
7, Failure tree Analysis(Z73A[E-E4]), Quality prediction(E2]ojj&

1. ME of & #ilE 7HAaL Yok

A7) el AR KAF ez 2Rl A s

A 3 dolls 28k oo REEE A4 glow, e 4 A A #4895 A =(Supplier-Quality

ol REEY AT 2HAIZE 4 v AAsty] YA Mark)eh= ¢1F A= B3 W= gt 2, 34 o5

A QAN ofE FES HEUAR o] ik} A A E o] #3t QI5E Wotoplh PAA} ofs} 12}

i glek -‘6‘l LY ol BE E} H o} Uvkst ® Ay A FEE Fd8 4 Aok 2ot oiREe] G4

oA &3 M dEL ZES B EFOE o]of FaGA M ol AGE Wktlehe AAH oz A

A4, lL Lpol7} eHgate] B :% °F7l€iﬁ¥. uhetA] g 37] o E9E B7] Yo Folwa FEUA, & ¢

9 BERES Bdste GAde 2 REe) EHAA FE ) 2 oy YAERRE REE SETM SE8
* AR 7 A A5 HE5} (phosk@ulsan, ac. kr)

24 680-740 SAPFYAl WP hER 102 24HEE

+ St ZIARHE A B

178



o
Hl
o
it
N
é
1%
o
T

=& Vol.18 No.2 2009. 4.

Gk *V\E“o ?La—o}&"ir%

2, i AARIS] QATIE

L=
S
i

HOR A& PN T2 thRejzls AW
Fedd, Ae4E, AT, B9, X9 4428
T [¢]

of flr we ™

ol >
flo >

v
i
12
1%
o
e
¥
!
O_l_
oﬁL
I

AZE OE LERH
Wrxu NESES W7 93
o m}a} DHEY 47} AUEO) 7]

e
vl
o
rir
O{N'
2 2

oW
il n=}
4
)
1o
o

S
>
rok

ox

it

i
12

2

i

uk

tlo

4
)
1o 1o o
_121:10_"*1
é

4 o

ox
=
o
:?L
i

2 ot
i
rlo
" rlo n2
A%
ilo

fu oi.ﬂ
=5 £

ok

[0 ofn
ot oft

xo 1o
2o

o W F70) arEE e

HE SEE FAUE Aol e Bk ol 34
A AFEUS o] AL ART AEEES Ro] 27
she o] Bl Alsiohe AL olmjai. ey AasEs)
U w2 oo EF(Airtrap)o] B} EeE ol
U AE W lEs el s

NE4ES} o] S0 th2ojali Fo] AREAIZE

d, om]—ﬂoi A& gt%! 3t ), OP?LQ A Yol whE
I Aol agAolrt.

A7
0 A, 42 A 2 E}EOWL i B
HYRR &

>
=
oo
= ]
_|

>
i
O{N'

UE 5 % 9tk ek £419] FHo] A9 FREE A4
o A1 Srolek 902 A7 A e 4

5o digh B ger

179

Pracess
Praperties

Material
Properties

Properties

Fig. 1 Injection Molding Process
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Table 4 Operation Standard for Injection Process
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Table 5 Position of Cavity Sensors
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Fig. 10 Insert Blocks for Sensors
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