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Process Cost 2

Total cost for each Process

The cost for the process 2 can be seen below the cost
for the material having most of the work done to it can
be seen to be almost the same price as the laser
cutter that is used to cut the parts up into the desired
length from the 7.5-meter-long tube.
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Figure 4: Graph of Final Costing for each process
Figure 2: Graph of Process one cost

The cost for process one can be seen to

have more steps. There are 3 main cost
machines needed in this process as the
need for an anodizing bath.
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Figure5: Pie chart showing the extra cost

There is also a cost for the
running of the machine itself
Limit waste
which takes in to account the
electricity and there is also a
There was also the need to find out how
much tube was going to be needed in order labour cost need to move the
parts around and to run the
to cut the lengths. So a calculation was
needed to be done as to find a way to limit machine to make sure it runs
smoothly.
the waste
Figure 1: Process Steps
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Process two

and anodise

1,150,000.00

Amount in Euro

The aim of the project was to find the most
cost effective way to produce large batch
parts and to create a feasibility study.

This project was in partner with Shannon
precision Engineering who are a company
that produce high quality parts for various
industries. They are based in Shannon Co
Clare. The project was undertaken to
producer parts that would need to be
polished and anodized. There are 2 process
as to how this can be carried out.

Conclusion

Figure 3: Graph of Process two cost

From the findings the conclusion can be draw
that process 2 is the best to produce the parts.
This can be seen in the figure 2. As the
difference is calculated to be €148,379.87. This
is after 1 year as there is a big lay out for the
baths in process one. But there still will be a cost
of the acid needed to be put into bath for
anodizing. Process 1 may be higher at the start
but can be the most cost-effective way in a few
years' time as the tanks may be rented out for
the use to anodize parts for different companies
as there as only a few companies in Ireland that
do the anodizing. So Process 2 would be the
best in short term as there is not a big outlay cost
in compared to process one.
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