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Development of Automatic Feedback System of Production Conditions
for Non-defective Molding
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Abstract Bumper is one of the parts attached to automobiles produced at our Nagakusa factory, and
are produced in the molding factory. The injection molding machine and mold, which are bumper
production facility, are equipped with a wide variety of sensors such as pressure and temperature.
Based on the measured values of these sensors, the control parameters of production facility to be
adjusted are found from hundreds of the parameters, and the bumper quality is maintained and
managed by making the optimal values for the production environment at that time. However, due
to the high functionality and quality of products and the complexity and sophistication of production
equipment, it is becoming difficult to manage products that depend on human expertise and intuition.

This time, we worked on the development of an Al that optimal control parameter settings,
production conditions for non-defective, based on the measured values of many sensors, and a quality
control system that automatically feeds back the predicted production conditions for non-defective to
the equipment.
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Fig.2 Bumper injection molding process
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