Chapter 7

R esults and Discussion

7.1 Detail discussion on methods and results

Various costing concepts were used in comparison in this study to calculate the
actual cost of mold manufacturing, especially for the overhead costs. The methods in
this study could be classified into two sides. One side was traditional job order costing
concepts. Another side was activity-based costing concept. Traditional job order
costing concepts were used to calculate cost of sample molds in Chapter 3 and 5.

Activity-based costing concept was applied to calculate the cost of molds in Chapter 6.

Regardless of the costing concept used, the costs of mold manufacturing in this
study were structured into 4 groups, namely Direct Cost, Indirect Variable Cost, Indirect
Fixed Cost (mold department), and Indirect Fixed Cost (support functions). This
structure was used with both traditional costing concepts and ABC concept, for the
convenience in comparison of results. The results from each costing concept would be
compared in 4 groups. The first group of cost, being direct cost, of a mold was simple

and less important. The emphasis was on the 3 groups of indirect cost.

7.1.1 Direct Cost of the molds

Calculation of direct cost of the mold was straightforward and common between
every traditional costing method as shown in Table 3-23. The major cost was the cost

of direct material.

However, in Table 6-1 the ABC concept recognized the existing of mold testing
activity, which also drove cost happen but in small amount. The cost occurred from this
mold testing activity could be directly measured as shown in Table 3-13, and 3-14.
Since, these resources were consumed directly by each individual mold. ABC system
included mold testing cost as a direct expense and charged this cost directly into the

mold. Therefore, in the direct cost calculation, there was no significant difference
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between approaches, unless a little bit more detail by the ABC system. Nevertheless,
this small difference could be more important in the case that the mold testing or other

direct expenses consumed much more resources than these sample molds.

7.1.2 FOH-VC of mold department

Six variable cost items included in this category were consumed variably,
according to the actual usage of resources. Technically, these costs could be
measured and charged directly to the mold that consumes these resources. For
example, to measure the exact power cost consumed by a mold, the company might
have every machine in the mold shop be equipped with a meter to measure and record
the power unit (KW) consumed by each operation on each machine. Then, the mold
could be charged with the exact cost of power being consumed. Likewise, other

variable costs could also be measured and recorded directly by similar manners.

Unfortunately, direct costing being stated above was impossible in practice,
because too much effort was needed and the benefits derived did not worth the
expenses. To reach that point, the company had to invest a lot more overhead cost,
both in capital investment of measuring systems and in expenses to maintain routine
costing operation. fact, the company only measured the costs used by the mold
shop as a whole. For example, there was only one meter to measure the power of all
over the mold shop. Therefore, tracing of cost to an operation or a mold, based on
some relating indexes or bases, seemed to be an optimum alternative between cost and

benefit.

Approximately, due to the data of variable cost in the Table 3-3, Power Cost
contributed 70% of total variable cost. While Supplies, Tools, and Maintenance Costs
contributed 20%. Another 10% were other materials and Welfare. Apparently, the total
amount of monthly variable cost was dominated by the Power Cost, and Supplies,

which added up to cover 90% of variable cost.

As stated in Chapter 6.2.2, that the nature of these 6 variable costs was
different and can be classified into 3 groups as in Table 6-2. Power cost, the most

influential variable cost, was driven by the actual unit of electricity consumed in the
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mold shop. Most of the power was consumed by the machines’ operation. Thus, the
duration of machine operation, and the load size of the machine used, were the

significant indicators in calculation of Power Cost.

The duration of power usage could be simply measured by ‘machine hour’ from
machining report. However, ‘load size’ of a machine was variable along the operation.
For example, hard material required more power than soft material, to machine. Rough
cutting consumed power load different from finishing tasks. The value of ‘load size’
declared in the machine specification was only the maximum load, not the load at any
interval. Therefore, the exact calculation of the power cost was quite impossible in this

case.

Nevertheless, both data of ‘machine hour’ and ‘load size’ of machines could still
be useful in allocation of the power cost into the mold. Calculation of machine hour
weighted by load size gave a new index, named as ‘power consumption factor’, which

helped allocation of power cost to be closer to the actual consumption.

The second group of variable cost consisted of those things used and
consumed by machine running. Supplies like oil, grease, or machining tools, or even
the parts of the machines that needed maintenance, were deteriorated along with the on
going operation of the machines. These resources had a limitation of life-time. For
example, lubrication oil needed to be changed after every 10,000 hours of operation.
Thus, ‘machine hour’ should be a suitable indicator in allocation of these costs. A mold
that occupied long time of machine hour deserved being allocated by a big portion of

cost, as a result.

The last group of variable cost consisted of those things used by machine
operator, or the worker while working with the machine, such as gloves, cloth, safety
devices, etc. The major cost in this group, which always happens daily, came from the
use of cloth and gloves. These things were mostly used and wasted when the worker
had to handle or move the work manually, such as loading or unloading of the work-
piece, or setting up the machine. Thus, ‘number of machine setup' should be a suitable
indicator in allocation of these costs. A mold with frequent machine setup tended to

consume a lot of cloth and gloves as a result.
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From these 3 groups of variable cost, more than 90% concerned using ‘machine

hour’ as a significant indicator of cost consumption.

play a significant roll in allocation of variable cost of mold manufacturing.

Therefore, ‘machine hour’ should

Table 5-6, the variable cost of two sample molds in this study was allocated

based on 4 different conventional concepts.

indicator in assigning monthly variable costs into each mold.

These concepts used single base as the

On the other hand, in

Table 6-8 the concept of ABC was applied to calculate the variable cost of the same

case, but by using multiple bases, which were derived from the consideration of actual

activity. The results of all methods used in this study were expressed for comparison

below in Table 7-1.

\VC ALLOCATING METHCDS
LEXSTING SYSTEM (besed an Taal direct aost-YTD)
2 BASED ON MACHNE HOLRS
3BASED ON RAWNMATERAL
4BASED ON Totdl Direct Qost-YTD (Mocdified)
5ACTMTY-BASED GOSTING

MOLDSIS
162172
58851
130082
121629
504166

TABLE 71 Comparison of results between 5 methods used to allocate Variable Cost of Mold

department to the molds

From the table, the results of these 5 methods seemed to come out in two

groups. First group was 1)the Existing System(based on Total Direct Cost-YTD), 3)the

Allocation based on Raw Material, and 4)the Modified Existing System(based on Total

Direct Cost-YTD). Second group was 2)the Allocation based on Machine Hour, and 5)

Activity-Based Costing.

The three methods of the first group had the same deep root of allocation base,

which came from the content of ‘raw material’.

Both the existing system, and the

modified existing system used Total direct cost-YTD as the base, while another method

used the raw material as the base.

fact, Total direct cost-YTD of a mold had very close relationship with the raw

material contents of a mold, because Total direct cost-YTD consisted of total raw

material contents and other direct costs,

other direct costs were normally insignificant



104

and negligible, when compared with raw material. Thus, these two allocation bases,
Total direct cost-YTD and raw material cost, were almost equivalent, and gave similar

results in allocation.

The variable costs from the existing system were higher than the modified
system, despite using the same allocation base, Total Direct Cost-YTD. That was
because the existing system allocated 100% of variable costs into the mold
manufacturing, while the modified system allocated 75% of variable costs into the mold
manufacturing and 25% to the mold manufacturing. Therefore, the modified system

displayed the variable cost lower than the existing system by 25%.

The modified system and the raw material based system started from the same
amount of variable cost, which was 75% of total variable costs, but turned out with a
little different results. The raw material based method reflected a little higher cost than
the modified system. That was because there was some difference between the
allocation bases used, the Total direct cost-YTD and the raw material. These two
values of the sample molds were identical as in Table3-7,and 3-8, but the sum values
of these two allocation bases for all molds manufactured in a month were slightly
different, as in Table5-4 and 5-5. The sum value of raw material cost was a little higher

than the sum value of the Total direct cost-YTD.

According to the nature of six variable costs, the occurrence of cost did not
significantly correlate with the content of ‘raw material’. That was because material
contents did not always indicate the amount of tasks done. A big mold with high
material cost and being made for months in mold shop would absorb unreasonably high
overhead cost when being compared with the mold that just started. Despite having
little tasks in the month, the mold that was big and started before would be charged

unfairly by this practice.

For example, power consumption of a mold did not depend on the value of raw
material. The mold with high material cost might consume low power cost in a month, if
there was no progressive task done. On the contrary, the mold with low material cost

might consume high power cost in a month, if the mold was operated a lot in that
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month. Thus, ‘raw material’ cost was not an appropriate base for allocating of these

variable costs, logically.

The second group of results was from ‘machine hour-base, and activity-base.
According to nature of variable costs described above, the ABC method used the
closest allocation bases to reflect the cost. The method traced cost based on the actual
activity happened. Moreover, Needy(1993) stated that in a stable environment, ABC
outperforms Traditional costing methods for all manufacturing types, and the Traditional
costing methods undercosts low labor products. Thus the ABC'’s result was more likely

to be the most reliable and accurate to indicate the actual variable cost.

Despite the ABC was more complicated and used multiple bases in allocation.
The results were quite similar to the method of ‘machine hour’ based, although some
difference of about 10-20% existed. That was because more than 90% of variable
costs was driven by the drivers concerning ‘machine hour’. As a result, more than 90%
of multiple bases used by the ABC method also concerned “machine hour’. Therefore,
using barely ‘machine hour’ as the single allocation base applied to all variable cost

was still in the right direction, when compared to the ABC method.

Apparently, the ABC method was the most accurate, and reliable allocation
method for variable cost of molds. The method reflected cost according to the actual
activity, and worked in deeper detail. However, the ABC method also demanded the
most efforts to approach. A lot more information and numbers were needed to be
collected and arranged in calculation, comparing with other traditional methods of single

base.

Therefore, as another alternative, the company might choose to allocate variable
cost based on ‘machine hour’, which yielded similar result. The accuracy and reliability
of ‘machine hour-base might be a little less than the ABC method, but the advantage
was at the simplicity in calculation. Then, the ‘machine hour’ was selected to be the
representative of traditional methods for variable cost, to be compared with the ABC

method.

7.1.3 FOH-FC of mold department



There were 4 categories of fixed cost of mold department in the Table 3-4.
Unlike direct cost and variable cost, which were possible to be directly related to a
certain mold, fixed cost happened regardless of the actual activity. For example,
depreciation and salary were paid constantly, without considering of how heavy the
works were done in a month. Thus, fixed cost could not be measured to the mold

directly.

The only way was to find a proper criterion to allocate the actual fixed cost of

each month to the most deserving molds.

Approximately, due to the data of fixed cost in the Table 3-4, direct labor cost
contributed 20% of total fixed cost. Depreciation cost of machine and system
contributed 68%, while indirect labor cost contributed 12%. Another less than 1% was
maintenance cost. Apparently, the total amount of monthly fixed cost (of mold
department) was dominated by the depreciation and direct labor cost, which added up

to cover almost 90% of fixed cost.

fact, direct labor cost and depreciation cost could be traced to the mold
relative to the resources being consumed. This was similar to the traditional costing
that treated labor cost as a direct cost. For example, a mold being machined for 2
hours would be charged by the depreciation and the operator’s labor cost for 2 hours.
If the capacity was fully utilized, 100% of cost had the right owner. That was fine.
However, the problem was at the idle cost. If some capacity, 30% for example, was left

idle, who should absorb this 30% of cost?

Normally, both utilization cost and idle cost were pushed to the customer.
Otherwise, the company had to absorb the cost. However, whether the idle cost was
pushed to the customer or absorbed by the company, the cost should be separated
between utilization cost and idle cost, for the benefit of cost controlling. Thus, the

company could know the cost contribution, and control the cost better.

Traditional costing methods ignored separating idle cost from utilization cost.

These methods had a whole amount of fixed cost and allocated the cost to the mold by
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a single allocation base, such as ‘machine hour’, or ‘raw material’. As a result, the cost
a mold received depended totally on the variation of allocation base in each month, not

on the actual condition of usage.

For example, fixed cost of a mold might be different by the month of
manufacturing. The mold would be cheap in the month that utilization was high,
because there were many molds to share the cost. The same mold could be more
expensive in the month that utilization was low, because there were few molds to share

the cost. This manner made mold costing unreliable and unstable.

Besides, the accuracy of costing also depended on the suitability of allocation
base used. By logic, the cost of machine and labor should be charged to a mold

relative to the ‘machine hour’, rather than ‘raw material’, used by the mold. A mold of

high ‘raw material’ cost might or might not deserve a big portion of machine

depreciation and labor cost, depending on the actual activity the mold consumed. On

the contrary, the correlation between ‘machine hour’ and the cost of labor and

depreciation seemed to be obvious. A mold occupying a long ‘machine hour’ deserved

charging by a big part of machine depreciation and labor cost, apparently.

Table 5-10, the fixed cost of two sample molds in this study was allocated

based on 4 different conventional concepts.

the indicator in assigning monthly fixed costs into each mold.

These concepts used the single base as

On the other hand, in

Table 6-15 the concept of ABC was applied to calculate the fixed cost of the same

case, but by using multiple bases, which were derived from the consideration of actual

activity. The results of all methods used in this study were expressed for comparison

below in Table 7-2.

FC ALLOCATING METHODS MOLDS18 MOLDS 25
LEXISTING SYSTEM (based on Total Direct Cost-YTD) 1,875.03 95541
2.BASED ON MACHINE HOURS 68577.35 18,037.32
3BASED ON RAW MATERIAL 16,735.13 8527.28
4BASED ON Total Direct Cost-YTD (adjusted) 15,65127 797501
5.ACTIVITY-BASED COSTING 61,891.84 21,592.78

TABLE 72 Comparison of results between 5 methods used to allocate Fixed Cost of Mold

department to the molds



From the Table7-2, the existing system was obviously wrong. The results were
very small compared to other methods of similar or identical bases. The reason was
about the policy of the company, which chose to hide 90% of cost and to allocate only
10% of cost to the mold. This method was poor in cost accountability, because the

method did not cover all significant costs needed to be allocated.

The methods using ‘raw materiall and ‘total direct cost-YTD’ as a base were
quite similar in results. These two methods joined the same trend. That was because
the two allocation bases were from the same deep root and had close relationship to
each other, similar to what was described before in the variable cost discussion.
However, from the reason described above, ‘raw material’ was not the proper indicator

for the costs in this category.

The other two methods left, based on machine hour’ and ‘activity-based
costing’, were similar in results. The results joined the same trend, but were different

by 10-20%. That was because both methods relied considerably on the value of

machine hour’ as a significant driver. Therefore, the allocation based on ‘machine hour’

was selected to be the representative of traditional methods for allocation of fixed cost

of mold department to the mold, to be compared with the ABC method.

The allocation based on ‘machine hour’ used the ‘machine hour’ as the single
allocation base applied to all items of cost. The results were in Table5-7. On the other
hand, the ABC method used multiple bases, being ‘machine hour’, ‘labor hour’,
‘machine setup’, and ‘the number of mold’, to allocate the cost. Out of the four bases,
the ‘machine hour’ was used to allocate the biggest part, about 65%, of fixed cost of

mold department for the ABC method.

Moreover, the ABC method also recognized the difference between idle cost
and utilization cost. Obviously, the ABC method worked deeper in detail and assigned
every cost using more appropriate base for each kind. The results of the ABC method

were in Table6-15.
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The ABC method was apparently better in accuracy and reliability of cost than
any other methods. Moreover, the ABC also gave clearer view of inform ation, for the
objective of cost controlling. However, the approach was more complicated and needed
a lot more efforts. Therefore, from the results of the two methods, the ABC method and
‘machine hour’ based that showed the same direction, the allocation based on ‘machine

hour’ could be used instead of the ABC method, if lower accuracy was acceptable.
1.14 FOH-FC of support functions

Each support function was different in nature of work. Exceptthe mold design
function, other seven functions left did not have direct interaction with the mold.
Support functions might service the mold department in overall, but did not service the
individual mold. Consequently, there was no suitable single allocation base that could

relate the cost from support functions direct to the mold within one stage.

The mold design function was the only exception because the service of the
function went directly to a certain mold, or some works in other department. The
relationship between the cost and the owner of the costwas obvious. For example, the
costofa design work could be directly charged to a specific mold, for which the work

was done. Therefore, just one stage allocation was enough.

For the other seven support functions, to assign fixed cost of each function to a
mold, two stages allocation was needed. Fixed cost had to be assigned to the mold

department first. Then, the costwas further assigned to the mold later.

Various criteria used for first and second stage allocation were paired together
as a combination. A combination meant a method, which comprised two steps, used in
allocation of fixed cost of support functions to a mold. There were altogether seven
combinations in this study, as listed in Table7-3. Six combinations were traditional

concepts, while another one was the ABC method.

Fixed costof support functions was the weakest point of traditional costing
concepts. Thatwas because most ofthe traditional concepts used only a single base

to assign all the cost. Unfortunately, the nature of support functions was various.
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There was any single base that could be used appropriately with all the cost from
every function. A single base used for first stage allocation, from support functions to
mold department, had to well represent the level of service that all functions supplied for

the mold department which was hardly possible for just a single base.

Moreover, dealing with the two stages allocation, the traditional methods got
even worse. From the paragraph above, a single base suitable for all functions was
already seldom. The possibility that a combination of allocation bases could be applied
suitably to all fixed cost of support functions was even lower. The concept of single

base was too rigid to handle the variety of fixed cost from support functions.

On the contrary, the ABC method employed multiple bases in allocation of cost,
which was flexible enough to handle the variety of various support functions, to reflect
the actual portion of costs that a mold deserved. The ABC method allowed using the
most suitable allocation base for every single cost item. The costwas allocated

naturally, based on the activity actually happened.

For example, in first stage allocation by ABC, fixed cost of plant service was
allocated to the service user department based on the area. Thatwas because the
activities or services of plant service concerned mostly with the general facility and
area, so the costwas driven by the area of the service user. On the other hand, fixed
costof personnel was allocated in first stage by the ratio of man power, because the
services of personnel concerned mostly with the man. Therefore, the department of
large man power deserved large personnel cost. Maintenance, Stat.&Data, and Lab
had nothing to do with the mold department, from 0% of service determined, so these

costs were not charged to the mold department.

Besides, the continuity between first stage and second stage allocation bases
was smooth, and relevant significantly to the cost item. Unlike the traditional methods,

which first stage and second stage bases were not compatible at all.

The results from all methods used in this study were concluded for comparison

in the Table7-3.



111

NETHODS - FRSTSTACEALCOATONGW| SETNDSTAGEALLCCHTONBAE %ﬂ' -. %ldgag‘

1By Wegnted Aeae paoariae. sanice Nore 0 0
2Tale 511 Weighteo Aerace percertae senice Taiel Direct QogtYTD 5z 248
3Tdie512 Edimeted parcertapesafsavicss — Medhnehours B2 41046
ATete 513 Estimeted Ses retio Totd Drect Cogt-YTD % N6
5Tdle514 Aeardio Jedeelytogoteeynmdd 43687 43687
6.Takle 515 Edfirretecl men poner 1o 1 Medhine hours 65097 1AM
TAC  AdvityBese Adivity Beee %8 NP8

TABLE 7-3 Comparison of results between 7 methods used to allocate Fixed Cost of support
functions to the molds

From the Table7-3, no method had the same direction of result. The costs of
molds reflected from different methods were different significantly. This might mean that
there was no traditional method that was compatible or similar to the ABC method,

unlike what happened in the variable and fixed cost of support department.

However, the only method that was selected to be the representative of
traditional methods, in comparison with the ABC method, was the method number 3 in

Table7-3.

The reason for selection was that the method number 3 was the only traditional
method that had flexible first stage allocation base, similar to the ABC method.
Estimated percentages of services shown in Table5-12, although acted as a single
base, but contained various ratios inside to be applied for cost allocation of each

support function, separately.

Differently, other first stage allocation bases of other traditional methods were
rigid and applied only one ratio to allocate costof all support functions. For example,
the method number 4 applied a ratio of sales to allocate the cost of all functions,
despite the costof many functions had no relationship with the ratio. As described
before, that applying a single base to various functions was hardly possible to get a

good allocation.



Another reason for selection was that the second stage base of the method
number 3 was ‘machine hour’, which was the same allocation base as accepted before
in the former two costs, namely variable and fixed cost of mold department. Then, the
traditional costing method, selected to be compared with the ABC method, for the

allocation of all categories of mold cost, was based on ‘machine hour'.

7.2 Overall discussion on the ABC method and the

traditional methods

In traditional methods, the single allocation bases used for all items of costs
were relative to the occurrence of these overhead costs in some certain aspects, or
were not relevant at all. Different methods gave results in different directions. However,
using a single base applied to every cost item in a group could not indicate the right

proportion of resource consumed by each work.

That was because a cost item was driven by a certain cost driver, and should
be indicated by a proper allocating base. Cost items in the same group might not be
driven by the.same cost driver. If so, these cost items should not use the same
allocating base. Using a single base through out all cost might distort the correctness of

cost allocation.

In this study, the most appropriate traditional method for mold costing was the
allocation based on ‘machine hour’. Regarding to the main activity of mold
manufacturing, which mostly concerned the operation of the machines, ‘machine hour’
was a significant indicator for many costs. The occurring of labor cost and other cost
also attached to machine’'s operation, because the process was capital intensive rather

than labor intensive, similar to other manufacturing process in present.

Although ‘machine hour’ was a good allocation base for most of the cost in mold
manufacturing, but not for all cost anyway. There were some parts of cost that needed
to be allocated by other bases. Therefore, the ABC method also employed other
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suitable indicators together with the ‘machine hour’, as the multiple bases, to allocate
the costto a mold. The improvement from appropriate multiple bases, and working in

deeper detail made the ABC method reflect the right cost structure of a mold.

comparison, the ABC method was a tailor-made cloth thatwas right fit to the
nature of cost occurring, while the traditional method, ‘machine hour base’ in this case,

was only an instant cloth that was easier to approach but lower in accuracy.

To compare between the traditional job order costing and the ABC method in
allocation of total mold cost, the results from the existing system, the modified existing
system, the allocation based on ‘machine hour’, and the ABC method were listed in the

Table 7-4.

From the table, the existing system gave the smallest cost of molds from two
significant reasons. First, the fixed cost from support functions was neglected, and the
fixed cost of mold department was hidden by 90%. Second, the method was based on
Total direct cost-YTD', which was equivalentto ‘raw material’. Then, the allocation
turned out in different direchon from the ‘machine hour’ base. As a result, the total cost

ofa mold allocated was too low.

FOHVC  FOH-FC  FOH-FC
Allocation method Mold  Direct cost mold mold support Total
department department functions
Existing system (total  S18  26,855.00  1,621.72  1,875.12 - 30,351.84
directcost-YTD) ~ sS25  13.683.80 826.33 955.45 it 15,465.58
Modified system (total 8  26,855.00 121629 15572.14 5,307.27 48,950.70
direct cost-YTD) S25 136€8E£ _ .y n 7,934.68 2,704.28 #4,942.51
S18 26,855.00 589851 6857735 18,099.12 119,429.98
Machine hour based
S25  13683.80 155144 18,037.32 476046  Js8,033.02
27,4121 504165 61,891.84 19,156.58 113,231.28

ABC
S25 m13’917i/54v 142732 2159278 11,827.53 48,765.17

Table 74 Comparison of total cost between 3 traditional methods, and the ABC method
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The modified existing system used the same principle as the existing system,
but was modified to be better in cost accountabilty. The method covered all ranges of
cost that needed to be allocated. However, sharing the same allocation base as the
existing system, Total Direct Cost-YTD, the allocation was in the same direction.

Therefore, the total cost allocated to a mold was also too low.

Another problem from the Total Direct Cost-YTD was that there was no clear
definition of how this item came. The Total Direct Cost-YTD was an specific item
established by the costing system ofthe company to be used as the indicator in
allocating the costto a mold. Approximately, the Total Direct Cost-YTD was Total raw
m aterial used, plus other direct expenses for a mold. However, this definition could not
be used for all molds. Some molds had unknown cost included in the value of Total
Direct Cost-YTD, with no explanation. This indicated the shortcoming of the existing
accounting system of the company, which could not clarify the correctness of the cost
flew into a mold. Therefore, the Total Direct Cost-YTD was questionable since the

start, and should not be used as a good cost allocation base.

The allocation based on ‘machine hour’ was quite in the right direction, when
compared with the ABC method. These two methods joined the same trend in cost
allocation. Nevertheless, there was considerable variation between methods. From this
study, the total cost of a mold allocated by ‘machine hour’ varied from the ABC method
about 5 to 20%. The exact number was not confirmed because there was not enough
information. The significant number showing the variation between the two methods
would exist only when the methods were applied to a considerable number of molds,

which needed further times and efforts.

However, this study found that ‘machine hour’ base could be used instead of the
ABC method for the allocation of variable and fixed cost of mold department within 10-
20% variation. But, for the fixed cost of support functions, the variation was too high.

Thus, the fixed costof support functions should be allocated by the ABC method only.

Unfortunately, this study covered only two sample molds of which the

information was insufficient for the comparing and examining of accuracy and reliability



between mold costing methods. To do so, the costing methods of comparing had to be
applied to all molds manufactured in a month, to reflect the total cost of each mold.
Then the costof every mold reflected from each method would be summed to cross
check with other methods. Thus, a significant data record must be available. However,
since the existing data record did not sufficient, a considerable time was needed to
establish a significant data base. But, the time constraint did not allow this research to

do so. Then, the accuracy and reliability were left for further research.
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