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Normalized profit per square foot increased from 1 in 2003
100000 7 to about 7 in 2008, about a 7X or 600% increase. . Floor
space increased 32% over the period and pricing remained
flat with inflation over the period.
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Assembly Fabrication (=& H|Z})
Automatic Assembly (At-S 3} = 2
Blow Molding (22 4¥)

Die Casting (CtO|7HA &)

Metal Extrusion (& &%)
Powder Metallurgy (22 0f=)
Plastic Extrusion (Z2fAEl 1)
Hot Forging (¥ 7+ ttx)

Injection Molding (AFE & &)

Investment Casting (2A E2tA)
Machining (7|4 7t35)

PCBA (PCB = &)

Sand Casting (Af& F£=X)
Sheet Metal Cutting - Laser
Sheet Metal Cutting - Plasma
Deep drawing (2 EE9Y)
Progressive Die

. Transfer Press

Foam Molding (2= d3%)
Thermoforming (& 4¥)
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1. Anodizing

2. Bending - General, Roll

3. Blasting

4. Cleaning - Brush, Air nozzle

5. Core Removal - Manual Chipping
6. Deburring (6)

7. Hardening - Induction, Laser

8. Heat treatment - Furnace

9. Honing (3)

10. Inspection

11. Marking (7)

. Measuring (3)

. Masking

. Measuring Off-line (6)
. Packaging (2)

. Painting Automatic (5)
. Painting Booth (3)

. Painting electrostatic (2)
. Painting barrel (4)

. Painting rack (8)

. Polishing

. Pressing

. Repair defects

. Steam treatment
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. Welding - Electron Beam
. Welding - Manual (10)

. Welding - Robot (5)

. Welding - Spot/stake

. Washing / Degreasing

. Wire brushing

. Wire EDM (2)
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Boothroyd Dewhurst, Inc.

4474 Post Road

East Greenwich, Rl 02818

Tel: 401 783 5840

Home Page : http://www.DFMA.com
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Mobile : 010-5215-0988
Tel : 02-2026-3181

Home Page : http://www.DFMA.com
E-mail : dohnkyu@dfmakorea.com
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