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A Study on the Die Set Design for Multi-Hole Extrusion Process Using Taguchi Method

S. I. Cho (Automation Eng. Dept. Graduate School, Inha Univ.), J. W. Lee (School Of Mechanical Eng., Inha

Univ.)

ABSTRACT

This paper deals with a study on the development of mulh-hole extrusion die set using Taguchit method. We design the
Taguchi experiment using the knowledge acqured from domain experts and related documents. Attribute characteristic is

empleyed to estimate defects, the quality characteristic that cannot be measured on a continuous scale. Cumulative
probability distribution is Omega transformed to calculate S/N ratwo. Using Taguchi method, we considerably improved the
productivity of multi-hole extrusion process, as well as we showed the usefulness of Taguchi method in plastic deformation

process design.
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Fig. 4 Resutt analysis using cumnulative probability distribution
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