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SET UP TIME REDUCTION IN PLASTIC INJECTION PROCESS
A CASE STUDY
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Abstract - The purpose of this study is to reduce the setup
time of plastics injection process down to at least 50% by
applying the principles and techniques of Single Minute
Exchange of Die (SMED). Currently, the setup time of the
plastic injection process is 211 minutes, and the setup
operation process is up to 21 steps. First, the principle of
SMED is applied by separating the internal setup operations
from the existing process. Waste (MUDA) elimination in
waiting process and unnecessary movement principle are
applied in setup process. Then, SMED is applied together
with the tools and techniques of Industrial Engineering (I1E
Technique) in order to improve the setup time. The task is
successful by the cooperation from all parties from top
management to operators. In the first improvement, the
setup time was reduced from 211 minutes to 140 minutes, or
reducing by 33.65%. The processing steps are reduced from
21 steps to 13 steps. In the second improvement, the setup
time was reduced from 140 minutes to 100 minutes,
reducing by 28.57% and the processing steps were reduced
from 13 steps to 6 steps. The final improvement, the setup
time was reduced from 100 minutes to 33 minutes, reducing

by 67%. Moreover, the standard of operational manual was
made to set up the injection mold.

Keywords - Single Minute Exchange of Die (SMED).
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