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Application of Practical Education Program of Process
Technology for Shortening Tool Development Period
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ABSTRACT

The various designs are preferred as well as IT appliances development of the internet based with
consumer needs. It’s real that the tool development technology of shortened lead time is also
requested for production tool fabrication for the launch of new products. A process technology for
shortening tool development period was one of the very important practical education from tooling
suppliers related to mold development. and we are in competition with having the three elements of
short due date, the quality and the production cost for new products In this paper, the tooling
development education and training program with current product development won't be systematic,
and we hope to improve educational training process lacking in the reality and to advance the
application model of practical centered education and training program of practical technology ability
improvement and process technology improvement for shorting tool development period which can be
performed at the workplace substantially.
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