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ETS 4W Wheel Vehicle

OEM OEM
4W Wheel Vehicle 4W Wheel Vehicle

Automobile cycle

Out Board Automobile Compressor  Motorcycle
Parts {(GDC)

Motorcycle
Housing {GDC) Joint Upper (GDC)

Cylinder Head (LPD) Oil Pan (LPD)

Harvester Automobile
Parts (GDC) Parts {(GDC)

Motorcycle Motorcycle
Cylinder Head (LPD) Outer Tube (GDC)

3 19 1.6 Products Foundry Automobile Part

Maansnanvestatm euln Ing s1va

- Wheel for automobile 300,000 Pcs/Month - Wheel for motorcycle 100,000 Pcs/Month

100,000 Pcs/Month

- Cylinder Head 120,000 Pcs/Month - Outer Tube

30,000 Pcs/Month

- Small Parts 80,000 Pcs/Month - Diecasting
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1. Toyota Motor (Thailand) Co., Ltd.

2. Auto Alliance (Thailand) Co., Ltd.

3. Honda Automobile (Thailand) Co., Ltd.
4. Isuzu Motor Co., (Thailand) Ltd.

5. MMC Sittipol Co., Ltd

6. Siam Nissan Automobile Co., Ltd.

7. Thai Yamaha Motor Co., Ltd.

8. Kawasaki Motor Enterprise (Thailand) Co., Ltd.
9. Thai Honda Manufacturing Co., Ltd.
10. Thai Suzuki Motor Co., Ltd.

11. Siam Kayaba Co., Ltd.

12. General Motor (Thailand) Co., Ltd.
13. UNISIA JECS (Thailand) Co., Ltd.
14. Summit Showa Co., Ltd.

15. Asian Honda Motor Co., Ltd.

16. Lenso Co., Ltd

17. Ford Operation Thailand

18. MichelinSiam Co., Ltd.

19. Honda Access Asia & Oceanea Co., Ltd.
20. Toyota Motor Asia Pacific

21. Thai Yanagawa Co., Ltd.

22. P. C .S Machine

23. Tokai Eastern Rubber (Thailand) Ltd.
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1. Holden Ltd.

2. Ford performance Vehicles

3. Enkei International

4. GMODC Singapore

5. Holda Service Parts Operations
6. Holda By Design

7. Enkei America , INC

8. Enkei Malaysia

Ne)

. Toyota Motor Asia Paxific PTE Ltd.
10. Enkei Castalloy Ltd.

11. Montesa Honda, S.A.

12. Enkei Philippines, Inc

13. Yamaha Motor Italia S.P.A

14. Honda Logistics Centre Italy S.P.A
15. Honda Italia Industriale S.P.A

16. Hero Honda Motors Ltd.

17. Pt. Enkei Indonesia

18. Honda Vietnam Co., Ltd.
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Sales Amount (2012) Sales Amount Details (Baht)
8.05 Billion Baht
(US$ 264 Million, JPY 23 Billion) 1) Amount Share 2 oms
4w 592,680,529 )
2W 112,847,551
Sales Amount Growth FD 69,972,714
Total 775,500,799
9000
i Sales Share by catergories 7643%

4W 76.43%

P T,
1 o S 2W 14.55%
6000 i FD 9.02%
5000
4000 A

1 - _ 2). Domestic & Export 3.3526
3000 Dom 749,450,069 \
oo B B Bl Bl Bl Bl Bl Exp 26,050,729
] N | Total 775,500,794

£ & T 1 U T T

0 £ f Sales share by Domestic & Export
Dom 96.64% 96.64%
Exp 3.36%

2006 2007 2008 2009 2010 2011 2012
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2.1 sfaneInumMsHanuuulnledl (Toyota Production System : TPS)
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2.5 Standardized Work (14N1A3§14)
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2.5.7 UNUHMNUTAINT1T2U (Yamazumi Chart)
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2.7 Kaizen ("lﬂ!"l?u)
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Air Leak Debumng

Helium : Pretreatme’nt “Paintingm Final Packing Delivery
Leak Test Inspection

3 11 4.17 Process Outline Model Line

8¢
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Takt Time (U9 / ¥U)

Process 1 Line 2 Line
1. Casting 202.8 192.2 216
2. Quenching 197.2 - 108
3. Cutting 87.2 - 108
4. Inspection Casting 56.88 - 108
5. Blanking 177.8 176.8 216
6. Pre Heat 156.2 176 216
7. Spinning 168.4 170.4 216
8. Solution 172.2 - 108
9. Quenching 141.8 = 108
10. Aging 172.2 2 108
11. Inspection BF CNC 44.5 B 108
12. Shot Blast 64.2 - 108
13. CNC OP1 176.4 174.8 216
14. Machining Center 176.8 173.4 216
15. CNC OP2 183.2 172 216
16. Air Leak 81.21 - 108
17. Debering 144.37 136.07 216
18. Balance & Run Out 29.98 > 108

M99 4.1 udastoyansIuna1 lunszuIums
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4.1.3 ms%’mzummmmgm‘lunszmums

a 4 o J o A v o
NINMIUATIZHNIZVIUMIMOUTY Line Mac 3 WU @N3aauiunssaniiey
Y 1 o A . . A [ g
3J1G]i§1uhlﬂﬁl,u 3 @IUNAN AD 1.Air Leak 2.Debering 3.Balance & Run Out 11194910 3 auiiilu
1 d‘ 9 a oA Y & 1 . =
AuNUMIUHUANUNANITNNU TABATI FINTZVIUNS IUAIUVDY  Casting IUDI CNC OP2
Y o A @ < o ~ Yy < 9 =
WUMIMNUYeUnI03InTTuvan lnsaziinisnsladeuaodnioedasounallums
Y Y ~ <3 9 = 12 ' o J a = 2
asvdeUde Idnanisaantios 39 lulinansznuaenizuaumsiaululaimssda 8nnams
o A [ = ' . = o Y =® ] Y
auiumsUSuliaaznlasunlasludiuues Casting yune CNC oP2 i1 laen Fagjariu Tums
Y] A 1 @ < Y] [ 3’,
Ysudzaudly Lay out wagmanaou luiaqguesminnuilundn Tasmsiunaiuaeums
o @ o = < I 9 aa o g}/ o 1 Ay Y 1
Mauveantnummsaunmnuitluvoyaaaaiiuy 10 53 waziha lauma

(%

. . . tﬂ' o dl = dy
Minimum, Maximum 1182 Average /011 1Unan 1@ ldnu dail

4.1.3.1 Air Leak

9
NNMIANBIENMMIINNUINATEUIY Air Leak Hunud Insnnuliaaueg 1 au

e

A o

[ Y
Iﬂﬂﬁﬁl"lﬁﬁﬁﬂ‘llﬁﬂwuﬂ\ﬂuﬁll‘lﬂigﬂ’luﬂ"ﬁu 19 Vl"lﬂﬁ@]i’)ﬂﬁfl‘ﬂ%uﬁuﬁaﬂﬂ"mw"luﬂﬁﬂﬁ\ﬂﬂ‘c’l

=\

1 Y v v
19509 CNC MFUUTTynIInnsnNaans onasee IUusuIuYse i tagiimsaaue  ndoa
Y % & & o 9 9 A @ . Y 1 Yy Aa
uazdeldo naIINUUNAZIAIIIAT0IATINAOUT0052  (Air Leak) o1dau lvunudoina
) @ 1 o Y < § o
Wowematiunanens Isesiregunde wiinnuszAaueniludelde Wor1UNIATINTOUTOEI)

<] @ o a o @ .
Lﬁiil!difm%}@ﬂ NUNUIENINITEN Bar Code L W1 Roller "lﬂﬂﬂﬂizﬂ’luﬂﬁ Debering

dymnny
Y o ' g a A A o 2 ' .
1. Wuﬂﬂ?uﬂ’]ﬂ’lu%mumn‘ﬂi%ﬁﬂ‘ﬁﬂ’lw mmmﬂiam’mﬂumi‘vmm@mfummw Takt Time
o Y a a a2
110 MIANANITTBIU 26.79 IWNN/FU
o 1 A A A 1 o Y a N o
2. ﬂ”lﬁ'J”I\‘]G‘ITLL‘I’THQﬂJ@QLﬂﬁ@QiJf’JVIlllll,Wiﬂgﬁll wﬂmﬂﬂmmgmmamemsmmuh

NITUIUNIT



Y
c%

VUADUUALIIAINTINNUVDINTLUIUNT Air Leak

A o

ua

N

e
U
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9
%

. o o 2 A o A a2 a o a2
VUADUNITHIY AU WA/ F¥W) | 19509905 U/ FW) | AU QN / F)
v 2
1. #navIY 0.69 - -
2. vgunhay 2.42 - -
3. 9hay 1.28 - -
S A
4. wnunahay 1.79 - -
5. e bore guage 0.66 - -
6. )9 bore guage 2.81 - -
7. 1H1 bore guage 0.6 - -
a 9 2’, d’!
8. NANADAIVY 1.11 - -
9. UAD 421 - -
10. 9e3de Tanedne 0.66 - -
11. 457918980 4.74 - -
12. WU Uae AT 09 A/L (241) 1.55 . 0.5
13. 8N4009NINATOI A/L U111
ey 1.82 - 0.5
nlagy
14. ¥u'l1)30d99 Roller (292) 1.36 - 0.5
15. 8NaD 0.74 - -
16. viulUnannse9 AL (242) 1.4 N 0.5
17. nguynaw 0.5 - -
18. laynay 0.49 - -
19. natjulinses A/L Audeiiu 2.89 14.1 -
20. ¥iu'l1/asdon Roller (193) 1.14 - 0.5
21, uusuden1ay (191) 1.43 - 05
22. %81 Bar Code 0.72 - -
23. @A Bar Code 1.98 - -
24. 3140 0.39 - -
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25. 11830 0.71 - -
26. HOU OD guage 2.54 - -
27. 11 OD guage WUFA Center 2.71 - -
28, natluiiiAeq CBMS 0.77 - -
29. 94 OD guage 2.27 - -
30. nov'liduianioe 0.83 - -
31. udindeya 4.68 - -
32. na I duianiiee 0.71 - -
33. UNAD 0.56 - -
34. ¥u'lnenusne oK 1.48 - 0.5
35. Wundu'lasandeit AL (392) 20.97 8.53 0.5
36. iyudanduaEy 1.1 - 0.5

Cycle Time = 81.21 3U17/%U , Takt Time 108 IWIN/FU

M319N 4.2 NIZTVIUMITTOUURUN Air Leak




CENKEI

Part No. 1S22 81523 Worker T ——— ATT. | 108 sec | Volume/day | 800 pcs AN
Part Name 1S22 & 1523 1 ) - cT. | 8121sec [ Dpate 21-Nov-12 | e MACHINE
Process Name Air Leak Test 4 HYOJUN SAGYO KUMIAWASE HYO & Before Kaisen ‘ O After Kaisen ~—— WALK
. Time (Sec.) Operation time Basic(sec.)
NO | symbol Process Detail Wan T WC | Walk . oT;Dum 21sec ; TT= ‘”359; : ‘
1 gnaaiiu 0.69 = : 4 -
2 vigunuliau 242 | I ]
3 uhau 1.28 I \iaiting = 26.79 sec
4 tAunnhau 179 =
5 1ifll bore guage 0.66
6 | <> |in bore guage 281 —
7 1Ay bore guage 06 U
8 WaNAAGITIU 111
9 viyuda 421
10 tagvaa‘ldnivdig 0.66
11 75IA1AVAD 474
12 viuuidudaaniasav A/L (i 1) 1.55 -
13 | f |gadaaan3lratasay A/L 111 nlay 182 = )
14 viu'ld3udaan Roller (20# 2) 136 :z L
15 4nda 0.74 -
16 | g hivldheiasae A/L (i 2) 14 =
17 viluynau 05 -
18 Tdanau 0.49 I
19 aalutvitasay A/L dudatiu 289 | 1407 WEESEEE
20 viu'ldavaan Roller (3wn 3) 114 g
21 Viuududaantay (9n 1) 143 :: -
22 1ifiu Bar Code 072 . P |
23 | <> |6a Bar code 198 )
24 Juda 0.39
25 1o18da 071
26 iy OD guage 254
27 | <> |un OD guage uiin Center 271
28 aailuniasav CBMS 077
29 719 OD guage 227 |
30 viguliguaninaa 083
31 Tiunataua s Periodical Job @imA sec/pcs.|
32 ' lidudaviiaa 071 et OD guage 10 0.36
34 UL 2 }I'irt;l Time 2— ggg
34 | hiuldhuusie OK 148 : (==
35 vunauTdasiadaan A/L (vA 2) e i | RS ESCSCICICI=EEECIC Eo i
36 vidueaauNIGEu i 1.1 b
37 o
38
39
40
#“
42
43
4
45
46
47
48
49
Symbol @ ) votai eyl 76.71| wait | 45 Reviese (R} Oe O Reportby Checkby Approve by
Q Point Safety 81.21 sec

MINN 4.3 MIRIUVIATFIUATZUIUNT Air Leak noumsilivilga

1974
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4.1.3.2 Debering
9

MNMIANEANINNTINUINNTZDIUMNST Debering UuwuN Tminaulfiiaauey 2 au

Y d‘ [ Y dytﬂ Y o G a 9
Tagnihfnanvesninnulunszuiumsiine wminnusgihimsauaivuazauaulsNAvVeUAD

Y A 9 YA o a o 9 o % ' a 9 y A A o ' a
uazgaomio lldinaduaelunmsuiutude uazezihmsvauasiade laslfinsesodaneaa @
A g ya ¥ a N A & v v : oy ! oy Y 1y
e TWrdeinannuBsuitiou iesnndidegnde liwududnin msgeuuanzyi ldnnnigde
A o [l [l 1A 2 A v ' @ . @ g
ngalignaaliiud TasezGunszurumsaiiode Ivamu Roller 1169 Debering HAIDINUY

[ v

winmuhmsaensiaiieTimsudeyamsnda nniuminauezhin - savusiusazauaw
= ) Y A o ~ S a oy g o < Y
Vinaveudeuazjae erhmsauas uazauaNds s oUTesn 9z e 1T

@ Y

d‘ o Y A 1 [ g’/ o a d‘ Yy a =3 = o 1
NWﬁiﬂ']u‘VlﬂTﬁuﬂll’JﬁiﬂlliJ nasInHUIzINMsIaRIaoie liinaaNuEsUHeuLaziInTas

Y k4
2 Q/

Y Y v
Z%}?JNTL! Roller @]ﬂhl‘ﬂENLLNL!ﬂ Balance & Run Out NIHVUADUMTITNN UNIHUATUATZUIUMTUY

=

Y Y [ Y
wiinunaaenumelutEUNIZIUAD UM T NUNMAL DU UNINLA

dymnny
1. nar lumsvhauveswinanudianugaalawinmul)
2. 1naM35euluNIzUIUMS Iag MINUALN 1 71.63 Sec/Pes.

WHANUAUN 2 79.93 Sec/Pcs.

9
% [

v 9
VUADULAZIAINMITNNIUYDINTLUIUNT Debering AUN 1 AN

g’/ o a = Qy -ﬁl o a ~ Qy a a = Qy
YUADUNITNNIU AU AUIN / BU) 1AT99NT (AUIN / BU) AU AUIN / FU)
. 9ude 0.69 y -
gndo 29 - 0.5
As @
N9 lag 227 - .
HOUN “ug Value hole 1.74 - -
- Tug 6.41 - -
Pufitug 0.69 - -
. e Stamp 5}@ 1.41 - -
. Stamp 80 0.31 - -




< Y
9. 1N Stamp 00 0.51
10. 90 Chamfer PCD 0.75
11. 4 Chamfer PCD 8431 2.07
12. QUAIY PCD 6 3 29.21
13. 1/a®8 Chamfer PCD 0.62
14. 91 PCD guage 1.36
15. A4 PCD guage 275
16. 79d0 4.16
17. Yaos PCD guage 0.89
18. noURoU 0.78
19. ©oL Stamp 0.65
20. Stamp 39 0.64
1< 9 Y
21. INUNDULLAY Stamp (313} 0.77
22. 3UAD 0.70
d g X
23. AN UU 0.82
24. igUNA 1.07
25. aUAIY 31.54
26. 1HUTIA 0.63
27. NOUI DS 1.28
28. aUAI 31.47
s A 4
29. INUTIUDT 0.87
30. JUdpAN 0.92
31. nguihnauail 1.64
32. 9AUURD 0.64
33. 1nathnauall 1.55
34. vgunhau 0.91
35. whayw 2.17
3 A
36. tnutthay 0.83
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v 9

37. 1Ua0 0.49 - -
38. oNAo 0.82 - 0.5
39. 118921904 Roller 1.20 - -
40. vyusianauizu Iyl 1.74 - 0.5

Y y
Cycle Time = 144.37 3UIN/¥U , Takt Time 216 IUIN/BU

15199 4.4 NTZVIUMTHIULANUN Debering AUT 1

9
%

1 Y
VUADULAZIANMINNUVDINTLUIUNT Debering AUN 2 1Al

[

Y
U

YUADUNITINY AN QuIn / "T;lu) 9399305 (At / ﬁ'f;u) @9 un / ??u)
1. 3ude 0.75 - -
2. 8ndo 2.92 - 0.5
3.9 16 2.49 g -
4, “rig‘]J‘ﬁ' ”ug Value hole 0.74 = -
5. U3 6.19 - -
6. 1l i3 0.74 - -
7. iU Stamp 00 0.41 - -
8. Stamp @9 0.31 - -
9. 1A Stamp 40 0.51 - -
10. 91 Chamfer PCD 0.75 - -
11. #9 Chamfer PCD a4 1.87 : -
12. QUAIY PCD 6 3 29.02 - -
13. 1a®® Chamfer PCD 0.62 - -
14. 9U PCD guage 0.36 - -
15. 79 PCD guage 2.75 - -
16. 80 3.99 - -
17. Yaoe PCD guage 0.89 - -
18. viguaiou 0.78 - -




47

19. ®oL Stamp 0.65 - -
20. Stamp 39 0.69 - -
a3 9 Y
21. INUAOULAY Stamp QO 0.72 - -
22. 9Ude 0.73 - -
AR
23. A9R0VU 0.82 - -
24. NgUTA 0.97 - -
25. AUATY 29.46 - -
26. 1HUTA 0.63 - -
27. NOUI DS 1.39 - -
28. AUATL 30.03 - -
3 2 4
29 1NUTINDS 0.87 - -
30. 3udenh 0.92 g -
31. weuihnaunil 0.64 - -
32. 9AUURD 0.64 2 -
33. 1a1thnauni 1.55 4 -
34. vgunnhaw 0.91 i -
35. 1thay 2.17 - -
3 A
36. tnutthay 0.83 5 -
37. 9Ude 0.49 g -
38. 8Nd0 0.67 d 0.5
39. 1114921901 Roller 1.01 - -
40. viyudINduEN N 1.69 - 0.5

Cycle Time = 136.07 3UWN/¥U , Takt Time 216 IUIN/BU

M9 4.5 NITUIUNTIINULNUD Debering AU 2




CDENKEI

Part o, 1522 & 1523 Worker e —— aT. | 216 sec [ vomews | 400 pcs _— AN
R (6 - o o | Ma37ses | ow | 2fNovAz | oo
I¢] [cd Before Kaisen ‘ @) Rfter Kaisen WALK
Wo | symbol Process: Distail Ma:'"‘;"(:ec‘-:’ - Operation time Basic(sec) KT SR
a
1 IuAa 0.69 4 g al i i =
2 | @ |unda 29 —
3 N6 227 % = Weating = 7,_,;3 vt
4 viluniius valve hole 174 ¥
5 | <> Jaius 641 3
6 tAunius 0.69 i
7 1ifly Stamp da 141 =
8 | <> [stamp Aa 0.31 L
9 1Ay stamp aa 051 b
10 3u Chamfer PCD 075 =
11 v Chamfer PCD avin 207 =
12| <> |aua3u PCD 65 2021 [
13| @ [dday Chamfer PCD oc2 i
14 Ju PCD guage 1.36
15 &9 PCD guage 275 Lo
16 | < |inda 4.16 A
17 | @ |Usas PCD guage 0.89 L
18 vilugiau 0.78 i
19 iy Stamp 0.5 (B
20 | <> [Stamp aa 0.4 b
21 LAudlauuay Stamp aa 077 L
22 Auda 0.70
23 GvAaliu 032 .
24 viuiia 107 .
25 | <> |auasu 3154 L
26 LAuiia 063
27 viflusiuas 128 -
28 | <> |auAsu 31.47
29 1AusIas 087 i
30 dudaann 0.92 1
31 vaulhaanai 164 1
32 UUAD 0.4
33 7vihaaal 155
34 waunuhau 091 -L
35 ubhau 2.7
36 tAunuhau 033 -‘I.
37 Juda 0.49
38| @ |unda 082
39 uraarvuu Roller 120 28 i
40 NNUGIAAUUEU DL 174 o
0.5 =
Periodical Job i sec/pcs |
daaTasda 2 0.54
Total Time = 0.54
Symbol < & —— 142.87| Wait | 15 Reviese (i O |51 ) O e O s Report by Check by Approve by
Q Point Safety 144.37 sec

dl H L} 4
MINN 4.6 ATNNUNIATIIUNTEUIUNTT Debering aAun 1 ﬂﬁ]uﬂﬁ’ﬂi‘ﬂﬂ}'\‘l

8y



CDENKEI

at o, 1S22 & 1523 Worker G arT. [ 216 sec [ volumeiday 400 pcs AN
Pt Name 1522 & 1523 3 - or. | 136.07sec | oate 21Nov-12 | e MAGHINE
[ — Debering 4 HYOJUN SAGYO KUMIAWASE HYO & betors toisen \ — A~ WALK
HO | Symbol Process Detail Ma:lm:nl(:ec;ltlalk ‘me" imeBasisee) C.T=136.07 sec ATT. =216 sec
1 _|Auaa 0.75 g ' | TT ‘m“ -
2 | @ |anaa 2.92 Tt
3 19N a: 249 of o Waiting = 79.93 se¢
4 1iflun1ius valve hole 074 =
5 | < |ius 6.19 |
6 LAumius o074
7 vifly Stamp aa 0.41
8 | < |stamp Aa 0.31
9 LAy stamp aa 051
10 Ay Chamfer PCD 075
11 &y Chamfer PCD avin 187 e
12| <> |auasu PCD 65 29.02
13 | @ |daay Chamfer PCD 0.62
14 Ju PCD guage 0.36
15 @9 PCD guage 275
16 | < |inda 3.99
17 | @ |dsas PCD guage 0.39
18 viludiau 078
19 viflu Stamp 065 "
20 | < |Stamp &a 069 i
21 tAudiaunay Stamp da 072
22 duda 073
23 Gvdallu 0.32 u
24 vauiia 0.7
25 | <> |auasy 20.46
26 LAuiia 063
27 vidusiuas 139 .
28 | <> |auasy 30.03 i
29 \AuSLIAS 0.7 I'I
30 Audaan 092 -
31 vaulanuai 064
32 UUAD 0.64 L
33 1lnnaail 155 =
34 vidunulau 0.91 =
35 ulau 247 =
36 tAunnhau 053
37 Juda 0.49
38 | @ |unda 0.67
39 u1rdarvuu Roller 1.01 of -
40 vinugInauuGu i 1.69 E =
Periodical Job Al sec/pes )
ldanasasdn 2 0.54
Total Time - 0.54
Symbol < i) o 13457 Wait 15 Reviese [kl O O s Report by Check by Approve by
Q Point Safety 136.07 sec

M519N 4.7

AINIIUVINTFIUNTLUIUNT Debering AUN 2 AoUM5UTU 39

(14
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4.1.3.3 Balance & Run Out
Y
ﬂ1ﬂﬂ1'iﬁﬂ‘]ﬂ1ﬁﬂ1WﬂT§ﬁN1u1uﬂi$U’Juﬂﬁ Balance & Run Out UUNWUN ﬁwumm

v E4
Ugianued 1 au Taswihivanvesminaulunszuaumsiiae wiinauazasinaeumnnu

'
¥ =

9 1 A o @ [ A () [ = 9 9 &
augavesdeniihminimnunie lu de lumamseudeslddeladrenii Tasmsasiaeu
< @ Ao ' g ' 1 .

waouilulUamnasinasguidmua 13 minhidluldawinesy w naasndedion 91
a = A ~ = Y S A Y a ' A A
mavnmsnautiesnnianas lildguoviedemnamsnaunsonszunn TagazisunszuIums

| Y v
iiiode 1nar1u Roller 1169 Balance & Run Out #a 19101 uminauazinsadeudonauig
o ¥ Y| A4 o o 4 R =
hde lldunsosnsnndeuanuaugaiionmsianinnuauga uaziilomsiaauaisaunay

Y
% 7 A

] Y
mmsaedor1u Roller o hlFedlduuwnanas 11 uanstiminaudesljiia

dymnny
o ° 1 g Aa a A @) v L ' X
1. WuﬂﬂWu%Wﬂ1u1miJl@]3Jﬂ53ﬁ1ﬂ‘ﬁﬂ’lW !u@ﬂﬂ’lﬂﬁﬁ]ﬂnﬁ’liuﬂ’]i‘ﬂ’l\ﬂu@’E']G]fuﬁ'lﬂ'ﬂ Takt Time
o Y a a = 2
Un ﬂWiWLﬂﬂﬂ'ﬁﬁ@\ﬂu 78.02 3UIN/FU
o ) d’ A d‘ ] o 9 A 1 " )
2. ﬂ13'31\1@nl!,1’iuqsllﬂ\uﬂ5i’]\111ﬂVIllﬂJlﬁiJTgﬁil Vl?ﬁlﬁlﬂﬂﬂﬁ'lﬂqmlﬂﬁ']@l@ﬂ']ﬁvnﬂﬂluhlu

NITUIUNIT

[

9 Y
VUADULAZIIATNITNINIUVDINTZUIUNIS Balance & Run Out Haail

g’l o a = Qy dl % a =) ‘:y a a = Qy
YUADUNITNINIU AU (AUIN / FU) 1A309303T (AUIN / FU) AU AUIN / BU)
9udoe 0.36 - -
= 9y 9 A
. ANABDUINNNY 1.92 - -
. YigU £0 nogo guage 0.58 - -
.19 €0 nogo guage 2 § 1.85 - -
. AN go nogo guage 0.54 - -
= A
. vgunthay 0.88 - -
ithay 1.37 - -
S A
nunahay 0.6 - -
Y UATINADUAD 5 - -
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10. Sude 1.5 - -
11. Sudent 1.61 - -
12. nyusalliins e BIL (o1) 0.89 - 0.5
13. Yanadaaen 0.49 - -
14. nAY190 1.93 - -
15. M9dden 0.57 - -
16. 4N30 0.39 - -
17. 180119 Roller 1.19 - 0.5
18. néw'lU Roller (0 2) 0.58 - 0.5
19. sn@o 0.67 - -
20. 1he liRin3eq B/IL 0.75 - 0.5
21. ladefin3eq BIL 0.69 : -
22. vigudden 0.74 - -
23. fufden 1.17 - -
24. nAAINY 0.51 15 -
25. iyudanduanEuln 0.7 - 0.5

Cycle Time = 29.98 7U17/%1 , Takt Time 108 AWIN/FU

M3191 4.8 NITVIUNTIHINUUAUD Balance & Run Out




CDENKEI

Part No. 1522 & 1S23 Worker ; y ™. [ 108 sec [ voumeway | 800 pos S — AN
AINNILNA5 N
Part Name 1S22 & 1523 4 o, | 29.98sec | oate | 21-Nov-12 | s MACHINE
Process Name Balance Run-Out 4 HYOJUN SAGYO KUMIAWASE HYO <3 Before Kaisen | (®) After Kaisen AT WALK
& o Time (Sec) Operation time Basic(sec.)
NO Symbol TOCess etall E g -
! Man | MIC | Walk s o= 105500
1 A Py 7 T g o 7 1 T i Y y T T
2 AVAATNUAAU 192
3 WHU go nogo guage 058
4 | <> |3m go nogo guage 2 5 185 ] Waiting = sec
5 779 go hogo guage 054
6 vaunlau 038 [®
7 uhau 137 -
3 tAuiihau 0.60
9 WHUASIAFAVAD 5 —_—
10 JAuda 15 a
11 Judanin 161 =
12 unuar W dasas B/L (dal) 089 o 5
13 Uandrdan 049
14 anvitiaa 1.93
15 1GI1dan 057 .
16 gnaa 0.39 !
17 [ @ |urluda9nm Roller 1.19 P -
18 nauldn Roller (3a2) 058 P -
19 4nda 067 L
20 | gp [unTlviaSae B/IL 075
0.5
21 (daanitasa B/IL 0.69 i
22 vilaIaan o074
23 1ugiaan 147
24 ansINY 0.51 15 EERAERRENREE
25 VUG AA LGN Tl o7
0.5
26
21
28
29
30
3
32
33
34
Periodical Job Al sec/pes.
35 ARWUAN 30 0.21
TWWHY Packing Tray 5 0.42
KUY Air Bubble 5 0.3
$aEnt PP Band 30 051
Buvi Tag Barcode 30 0.14
fn Tag 30 0.04
luwavaan 30 0.2
[Gphplot ARkt 2 0.67
Total Time - 249
2748 | wait | 25 Reviese 1 2 3 4 5 Report by Check by Approve by
Symbol < & Total cycle time = = = = =
Q Point Safety 29.98 sec

MINN 4.9 A131UUIATFIUNIZUINUNT Balance & Run Out Nouns1liuilya

[4S



Month

Nov-12

working Time per Month
working Time per Day
working Time per Shift
Order per Month

Order per Day

29.5 oDay
24 Hrs.
12 Hrs.

11800 Pcs.JilLine
400

Pcs.ilLine

1440 Mins.
720 Mins.

90%

86400 sec
43200 sec.

77760 Sec.

COENKEI

Department Wheel MFG. 1 KOTEIBETSU NORYOKU HYO eiiiudin @ Mr.Nuttachai S
Line MAC3 (CNC) a1sIvAIIdFEIdITalUuNIsTHIvIURGarAsSYUlIvNIS Suitiuiin: 5/11/12
Part No. IS22 & IS23 Fmnuidavsniscaaiu 800 gﬁauﬂ‘ﬁ‘mi\j oﬁﬁ\jﬂ{“mi\j et Tens gjosaadau|  ejaudid
Part Name I1S22 & IS23 unna 113l (Gui) @ 108.0 vanivuEau (Guai) © 86400
iiﬁ G _ _ BASIC OfEl}ATION TIME = _ TOOL CHANGE n’nusnu:l-sn ’a?vﬁr;lun"lw
G\:.I SALNISLASaVIINS sﬁsun?;aa na‘ltvh\nuﬁ:'lus:u I’JR’I:IIFIGB\“'I‘I\I‘I:-I na:wwi‘ o'llilﬁ€j S <oy ‘Ja'l\‘vl'hi’h,ln'lsluﬁuu/'u TuNse&n vi’I\‘l“n.-lt;‘\:)r_l).la‘d
hal i Sunii U i i i - P Vv usEaSad- - - - - -
1 |casting (Line &) 1522 623-TIC-05 202.8 202.8 24;6,\3 |,V““-?P?~§ iiiiii
2 |casting {Line B) 1523 623-TIC-06 192.2 192.2 '4353 s |. _____ 192.2 _____ |
3 |Quenching 197.2 197.2 438 |_______}92-_2_ _____ 1
4 |cutting 623-TIC-03 87.2 87.20 991 B2
5  |Blanking (Line &) 623-BLA-01 177.80 177.80 486
6 |Blanking (Line B) 623-BLA-02 176.80 176.80 489
7 |Pre Heat (Line &) 625-PRH-01 156.2 156.20 553
g |Pre Heat(Line B) 176 176 491
9 |Spinning (Line A) 623-SPI-01 168.4 168.4 513
10 |Spinning (Line B) 623-SPI-02 170.4 170.4 507.04
11 |Solution 623-HTR-O3 172.2 172.2 501.74
12 |Quenching 141.8 141.8 609.31
13 |Aging 172.2 172.2 501.74
14 |ShotBlast 623-SOB-01 64.2 64.2 1345.79 _6_4_-2_{
15 |CNC OP1 iLine &) AOP 1 176.4 176.4 489.80 |.V““1_7§fl iiiii {
16 |CNC OP1 (Line B) B OP 2 174.8 174.8 494.28 |,____12‘ﬂ~_8 _____ _I
17 |Machining Center A A 176.8 176.8 488.69 |______1_7§-;E_' _____ |
18  |Machining Center B B 173.4 173.4 498.27 |,v---123-.4 ..... {
19 |CNC OP2 (Line &) AOP 2 183.2 183.2 471.62 |,__,__,1§L3;2_ ______ I
20 |cNC OP2 (Line BY B OP 2 172 172 502.33 |______1_7_2 _____ _I
21 |airLeak a0.4 90.4 955.75 r,,sgﬁ,,{
22 |Balance Run-Out 496 496 1741.94 |>i‘?'ﬁl1
Total ] 3452.00 3452.00

M3 410 MIAAIANUEINTINMINNULAAZNTZUIUMS NoUMITUTU
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Proc MAC-3 CNC . Proc
o= Standardized Work Chart ess |Start
Part No. IS22 & IS23 WAL W TUMNASFIY Step  |Finish
Part Name Is522 & 1Is23 HYOJUN SAGYO HYO Report By Nuttachai S. ®eF O AF | Date ‘ 19-Nov-12
Roller Scale1 : 20 cm
<> > Debering
(\P 2)
N
Air Leak

O D

@
[::h Roller —

| $ /
! / J
'|| j Debering | Debering J

o@ | O

Téiz
AT1adal
OD guage

O

N

Roller [}

Balance
& Run out

—> Roller

Lo

€ Roller .
[ Palllet ][ Palllet [ __Palllet ][ __Palllet ]
Quality Check Safery Standard Stock | Std Stock Pes. | Tokt Ime Sec. | Cycle Time Sec. | Operator No
< | o | D 2 |10800 4
5N 4

A8 UAUMWAIIUNIATTIUNTEUIUNTT Air Leak — Balance & Run Out fiEJL!ﬂWﬁJ%’“U“]JEQ

125



CDENKEI YAMAZUMI CHART Le, o pacL getore  aser
rocess : _Final inspection CNC__
sec Date :_ 23/11/12
220 r
ez ity — e il b cobhestoned embartiesdi o Ll it S el e e g ot et 7 il i e et | "
o ; \ ATT (2).Station = 216 sec
190 I AY
180 ] A
170 1 A
160 1 s Max. 157.28 \
150 1 - Ave. 149.45 . Max 14898
140 1 Min.144.37 T N Ave. 141.15
Min.136.07
130 1 \ =
120 1 X ATT (1).Line = 108 sec
110 e T
100
90
80 Min. 81.21
70
80
50
o Max. 34.92]
30
20
10
9 =
Air Leak Debering & Debering B Balance Run-out
Air Leak Time Time Debering A Time Debering B Time Time Balance Run-out Time
undatu 0.69 fuda duda 0.75 Juda
niuthan 2.42 unan unda 3.42 Gudaduiiu
whan 128 TG TG 2.49 Wi go nogo guage S8
AU AL 179 niundus Yalue Hole noundus Yalue Hole 0.74 40 go nogo guage 23 1.85
Mo bore guage 0.66 iy g 6.19 W g0 nogo guage 0.54
i bore guage 2.81 \AUAGUS (AU 0.74 niuwiiha 088
1nu bore guage 0.6 viu Stamp da viu Stamp da 0.41 whau 1.37
WRANAaGITU 1.11 Stamp Aa Stamp fa 0.31 tAuithan 0.6
wuAg 4.21 \Aiu Stamp Ja [t p Ja 051 MHUGSIAIRauAD 5!
Euadaiithnadng 0.66 #u Chamfer PCD #u Chamfer PCD 0.75 fuda 15
GTIIAIAD 4.74 & Chamfer PCD Joun ¢ Chamfer PCD Joun 1.87 dudaain 1.61
vunfudariedos AL (ALY 2.05 AUFRU PCD 6 § AUFRUPCD 6 § 29.02 wuen lUfiedag BA (dal) 139
undaaannnieios AL wnadide | 232 siay Chamfer PCD sy Chamfer PCD 0.62 Uacehion 0.49
Yulidudan Roller (uvi2) 186 U PCD quage U PCD guage 0.36 nenninag 193
unda 0.74 69 PCD guage 6 PCD guage 2.75 1IAaR 0.57
Wlthnoiedag AL (0M2) 19 doedn Aoda 2,99 unaa 0.39
nauInaL 0.5 vday PCD guage Usay PCD guage 0.89 i od Roller 169
Tdanan 0.49 wougiou niLiau 0.78 naUA Roller (802 108
nenluiedag AL cudatu 2.89 wiu Stamp Wi Stamp 0.65 unao 0.67
yulUgudan Roller (1o3) 164 Stamp Aa Stamp Aa 0.69 Ui ag BAL 125
i 1.93 \Audioun se Stamp aa 0.72 Somiehag B 0.69
niu Bar code 0.72 fudn 0.73 niuchion 0.74
6@ Bar code 1.98 Gantu 0.82 dushaan 117
Audn 0.39 niuiia niuiic 0.97 noadied 0.51
wuda 071 |oaiias F aUFsy . AUFRY 29,46 MUGAINAULEGU 12
11 0D guage yidin Center S T I S 5 o ninfuad e avsa ’ i wad 139 Periodical Job oy sec/bos,
nothuiies g CBMS 0.77 T AUERU Total Time 054 AUERL 30.03
otal Time - 0.89 e T TR 30 0.21
2713 OD guage ViR e wifwad 0.87 ausiu Packing Tray 5 0.42
MBI AL SuSoriii. 1A gi52 2ok Air Bubble 5 03
duAndoyn niuhnmies vinhaned 0.64 Zomw PP Band a0 051
2w lidsimniiaa AGUUND AUUAD 0.64 BEui Tag Barcode 30 014
undn 5 TthnnaD Tothnmiei 155 & Tag 0 0.04
Pulinauusg OK L niuiihan nauihan 0,51 Fawevonn 30 02
vunAuTuasiadan AL (2) 21,47 whay whan 217 Ly P 2 067
MUEANALLA GG T 16 [ \Audinan 0.83 Total Time 5 549
fuda fuda 0.49
unda unda 117
wadanu Roller radanoun Roller 1.01
UGN T UGN T 2.19

M319N 4.11  Yamazumi Chart Noun13U31139

SS
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a <y
4.2 Wﬁiﬂi?!ﬂﬁ]%ﬂ"\lﬂﬂa
4.2.1 IR51LAMIVATNAANY (Line Balance) noumsilunlgae

a 4 ) o ) 1 .
MNNMIARTIZHANMMITHuLazhmaitauedoyan1uni 1 Yamazumi Chart (Before)
= Y I =K o o 1 @ '
gauaadlmunseunarlumsiauveaninau luuaazupun 90s1A5UAI9vDIIo LA U
v Y Y 9
M3 Tagdangana1 Max-Min N9gaiuuuvednswung naduaeumsmanuluuaag
d‘ o o =< g}/ T o zﬂl [ o d‘
srun uhmsaneiuee lihnalums  Set Up w5ea9nsunlglumssmuia iiiegain
o a o o I [
ATZUIUMITINNU TA8TINAINNTINNUVBINL N LRl uran
a 4 1 @ ~ a oA g‘/ [
1INMTAATIZH  Yamazumi Chart WU WilnOuNUIAOUNT 3 pszuaums laun
. . Aa oA [I~1 Aa a
Air Leak 1 AU, Debering 2 AU 1iag Balance & Run Out 1 AU ﬂ;;]umm“lﬁ“lmmuﬂszammwmm
o d’ % | d' ] 1 9 a 1
msinnuiiosnnmstauimszaui liminzau ne ldinaanugeyla) (Muda) ey
1 @ a ~ a a 9
ATZUIUMT 15U WIAIRANITToU Msznununnu T lunseuiums aunsadnsey a

v 3 1 o ” { 1 .
917131 Yamazumi Chart #3924t 1431590121m139191U%50  Cycle Time 1119917 Takt Time

a ] r'd a o Y a 43! 1 1Y
wn e lauaaluladmswaa ldinanssenuinlunszuaums Tasnoumsilsuiss

Y
v A

v a a a 4 Y
’(,’Hlﬂiﬂ’]ﬂﬂﬁzE’fﬂfﬁW’dﬂJﬂ\iﬂﬁWﬁﬁiuVla‘u Mac3 11@@]\1‘1!

4.2.2 Us£aNEMNMNEA (Productivity)

a4 A~ - A o Sy X 9 v Y
ﬂ131/]ﬁ]$LW?Jsllﬂﬂ'nllﬁ’]ﬂJ’]ﬁﬂGluﬂ']ﬁLLGUQEUU“U@\1Wa@]ﬂm“ﬂqﬁqqmu@?ﬂﬂ’]ﬁﬁﬂ@lunuuu

fedryfe msnanaeanaesmsnan luszoznain ladmuald Tasiimsnaa ludSunandesns
1 2’, A 19 Y A 1 A A a = g}z 9 @ Y
mmiu e luliinaanugalamnmseaaiunanull Snnemsldmin auldedwmmngau
U % ‘ﬂ'

= a a ' Aa A a I z:sll a @
wazldseansnm Tagmdseansnmmsnanvziuaisiamelsslunaseauanuainise lu

nISHAN

v Y
Suiwaa laneu(ru)

Productivity =
roductivity (nmﬁnqu)*(ﬁqujuwﬁﬂQTu)
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400
Productivity="___ _ _ = 8.3 Pcs./Man/Hr.
(12)*(4)
Process (A) Q’ty / Shift (Pcs.) AU/ N Pcs./Man/Hr.
Air Leak (1)
Debering (2) 400 12 8.3

Balance & Run Out (1)

M9 4.12 Use@nEnmniswan (Productivity)

A g Y A =K Aa a a ' o 4 A R a
AMNAITINN Lﬂu‘U@iAﬁVlllﬁﬂ\‘lﬂﬁﬂT]Jigfﬁ/l‘ﬁﬂﬁ/‘lﬂﬁﬂﬁﬁﬂ’f)“Llﬂ?ﬁﬂiﬂﬂ?ﬂiuqﬁi‘!ﬂTEWiﬂﬁ“ﬂﬁM

AUNINY 8.3 Pes./Man/Hr.

4.2.3 NIUNTDNUNHINZ AN

a 79 ! g o a d o @ {
ﬂ’lj'JLﬂi’]gWsUaEaiuajuﬂlﬂ\?\iquﬂ’lﬁiﬁ1uuu i]gm’lﬂ’lj’glﬂi']gﬂi]’]ujuwuﬂ\ﬂ”ﬁlﬁu’]gﬁu

A a A Y Ay 1o & o o =
ﬂq91Uﬁ18ﬂ1§Wﬁﬂ LW@ﬁﬂﬂunuﬂ']ﬂﬂ')']ﬂqtglﬂa17]1%%111]1! Tﬂﬂ%?ﬂ?ﬂWUﬂﬂWHﬂlﬂM?ZﬁN

4 a tS [ . { [ Y o
Tu'Tarimsnan Mac3 1 I052UIUMNT TR Takt Time 1JWUIUAUAN THAY MTAILIN

@

° o A = Y o A
i]’lu’)uwuﬂ\i’lu‘lfllfi’iﬂ']gﬁll"l]\‘lllﬂﬂhlﬂ PN

Man Power

= >.CT/AT.T(1)
=(81.21+29.98) / 108

=1.03 AU

Man Power = ZCT /A T.T(2)

=(144.37+136.07) / 216

=13aU
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Process (AU) ZCT AT.T Man Power

Air Leak (1) 81.21 108

Debering (2) 280.44 216 2.33~3
Balance & Run Out (1) 29.98 108

M351990 4.13  NUIUNTNAUNHVIZ AN (Man Power)

9
v v o

@ { <
ANUU %1u3uwuﬂ\11UﬁlﬁN’]$ﬁulﬂu@

[

&
JU

Air Leak =1 AU , Debering = 1 AU , Balance & Run Out =1 AU

4.3 endiumslSudsa udlvammmsriay

4.3.1 YuneumsrSuys

1. Yulgatupeumsinauy  easanugaldl (Muda) aelunszuaumsiauves

[ a 4 d' o 1 =1 o [
wummTﬂfJ%mmﬂzwmimaau"lmuaznaﬂumimmuamqaxmﬂmmzmmsﬂiuﬂqq

2. M3vAu QQ]‘Iﬂ?ﬁj Lﬁaaﬂnmmis’eqmmaiumzmums TagMsIALUINIUOE

v 9 ]
wimnzauie Idmannuauaa lunszuaumsuaz uanuamise lvaldaodeaetiio

I 9
3. msdSudrmauninau Lﬁaﬁwmsamaawm'ou114mﬂi’nmuazﬁwmmmmwmim

Ay v 2 o q ¥ o o o P, '
LTYVIDYULLAIUU %zwﬂw’i@m’mﬂumﬁ/mmaﬂmuazmmiﬂﬂmaﬂ‘wuﬂﬂmaﬂﬂiﬂﬂag

Tuveuvaued A.T.T(1)
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Process analysis sheet
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Process no. : 1/4 ‘Process name : Air Leak Test (Rev#1 :Nov'12)
" Problem
Model Time (sec.) va—
Type of Non Value
No. Element fim E % - Problem < Sz Kaizen Idea Remark
G gm0 3% £ S52
29 ER I g2t ===
SEEHEHHHHEE
SRR R R R =
1 undatu 0gs | v 053 | N v
2 vEiwhan 242 i 242| v s w1 v ArfuaTLiL R
3 vilan 128 v i 128| v " v "
) LAudihm 178 | v i 178]v v " v "
5 wiu bore guage 088 [+ v 066 |+ v v
6 4 bore guage 28 [« v 281 v v
7 Lfiu bore guage 0.6 v i 0.6 | v v v
8 wanaaddu 1.1 v 141 | e e
El uyudn 421 | 421 | v v
10 Busa' iy 066 |+ i 068| v v
1 GTIIMdAD 474 | 474+ v v v
12 Vurdudafieas AL (o1} 205 |« v 205|v v v v
13 undaaananet oo AL Loty 232 | v v 23|V |V v v
14 vl audad Roller (10A2) 1.86 v i 186 | v [ i v
15 unda 074 | v iv 074 v v
16 vildradied o AL (3972) 19 Vi 19| | v (v v
17 WauanmL 05 | v v 05|+ v v
18 Teanan 048 |v v 043 v v v
19 ol os AL dudofu 283 | v v 268 v v v Fomaeiasinall v U fhumsussurnfadas
20 vUada Roller (1ur3) 164 | v i 184 [ [ i HnadoufinlL Bado v F32 LU Sensor A Roller
21 VN FudafiEE (1) 1.93 v i 183 | v | i v
2 udu Bar code 072 | v 072| v v
23 G Bar cade 198 | v o 108 v v
24 Fudia 039 |viv 038y v v
25 woda 071 | v i 07|+ v v
26 wiu OD guage 250 | v 254 | v v Fmadovitnl iy v Fuszgzans Wounz il digaiu
27 11 OD guage wdn Center 271 v 271 e e g "
28 Ao as CEMS 077 | 077 | v e v "
20 47 OD guage 227 | v v am| 7] | Foadauita g v --
30 MU AE T 0.8 | v v 083 v v FmaBouitn ity 4 "
3 ufindous 48 |V i 458 iy wiopgrinam "
32 Twlidmaian 071 | v v 07| v foadmitallan v -
33 unda 056 | v v 056 (v [ (v dimasn il naun Roller v il Roller Wnglnd iz
El VUL OK 188 | v v 188 | [ v [l v "
35 VunELTUNS19 07 AL (172) 2147 | v i 2147 v iv | iv
36 UL AL E LS T 1.6 [ 1B | v iv v
37
38
39
40
41
42
43
44
45
46
47
48
49
-
Total 81.21 .3355 eEs
2. Incident Work (omuuan) T"(”SZ’E“T'
1 |set 0D guage 0| 0% |viv 038 Value & None Value Ratio
2 |tamesasda 2| o0& |vivs 053| v
Total 12| 089 038|083

)

M3aA 4.14 159N AATIZHTUAD U IUNTZUIUMST Air Leak



Process analysis sheet
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Process no. : 2/4 ‘Process name : Debering | (Rev# :Nov'12)
Model Time (sec.) P:f::';'
Type of Non Value
No. Element U 2 % - Problem ZlE |z Kaizen Idea Remark
(sec) ~ e 3| = s g % 2
gig (%], . i ==
I g
= e |ZIFIHIFIZIGIS
1| suda 0.69 |v v 08| v v Hasanaunanauu iz v Y1 Roller Va0 Tz
2 | unda 24 | v 34|viviv " v "
3 Rt 2.27 ViV 227 | v " v "
4 | whudidus Value Hole 174 | v iv 174 o v v Hrerruseu ] air Leak
5 | dug 641 | v iv 541 v v “
6 UL 0.69 i 069|v v v "
7 | wou Stamp da 141 |V v 181 [ v v “
& | Stampda 031 |viv 0a v s v "
9 \fiu Stamp Ja 0.51 v i 05| e v "
10 | 40 Chamfer PCD 075 |viv a7s| v v M Hrodumau'l Palance
11 | &9 Chamfer PCD Joun 207 |viv 207 | v v v "
12 | sueRuPCDB 1 2021 | v v 20zt v v - "
13 | usau Chamfer PCD 062 |v i 062| v v v "
14 | % PCD guage 136 | v 138 v v v "
15 | &9 PCD guage 275 |viv 275 (v v v “
16 | Amda 418 v iv 418 v v v "
17 | Udou PCD guage 088 |viv 0gs( v v v “
18 | waudou 07 | v iV 078 (v v FwvaRnduasiafinll | v Uit
13 | wou Stamp 085 |viv 085 v “ " v "
20 | Stamp da 084 |viv 064 v v v " "
21 ilouuay Stamp da 077 |viv 077 | v v " v "
22 | susa 07 |V iv 07 (v - M
23 | dodadiu 0.82 e 082y v v
24 | wende 107 | v iv [ urd a1l v drugduundaalyni
25 | mueiu 54 | ause v v v " "
26 wiutie 0.63 ' 063 | v ' " v "
27 | winBwod 128 | ¥ v 128( v v eeFun Fatian diushauazans sAuAIMg
28 | suefu 347 | ausr v v v " “
25 | iAutuet 087 |viv 0&7 v v H v -
30 | sudoni 092 |viv 0a2|v v
31 | whulnnai 164 |« v 164 [ v v Hratumen'l air Leak
32 | aewuda 064 |« is 054 v v "
33 | awthnnued 185 | i 155( v v v "
34 | wmoutihan 0.81 e 091 |« v e
35 | whau 217 |viv 217 | v v
e VA 0.83 e 083 | Ve v
37 | wuda 048 | iv 049 ¥ v #348nADN1I19LM Roller v ¥l Roller ViimuADNYIN 1
38 | unda 132 |« 152 v i © v "
39 | adaroun Roller 12 |viv 12| v © v -
40 | wmuehndiudutiad 224 | iv 224 | | - v -
2. Incident Work (smuusn) | = T"(”:E”’J‘“ .
1 [tdmenavia 2| 054 |« 054 v 3 EE .& s = Ratio
‘2 MNone Value
27.97%
Total 2| 054 0 |os4

Y
%

MM 415 NIMIAATLHVUAUIUNTLUINAT Debering AUA 1
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Process no. : 3/4 |Process name : Debering ‘ (Revi1 :Nov'12)
Model Time (sec.) P{riO::T
Type of Non Value
No. Element U 2|3 Problem SEe Kaizen Idea Remark
R FE A A =lEE
9 ig ERE - £ 5 =&
SHBHHEHEEE
Slai|ZIFIEIZS =
1| ausa 075 | v iv 07s| v v Hassndontnan By v ¥ Roller voudim Ty
2 | unda 34z [viv 202y v i " v "
3 | awddie 248 [viv 2a9|v i i - v -
4 | woudus Value Hole 074 |~ ara | « v Hdtumou T Air Leak
s | dus 619 |v i 619 i g
[ \AUFLY 0.74 v i 074 | v v v "
7 | wfu Stamp Ao 041 | v i 041w v v -
8 | Stampaas 031 |viv 031 v PR z
9 | AU Stamp Ja 051 |viv 0s1|v v v g
10 | #u Chamfer PCD 075 |viv 075V v v eimeonl Batance
11 | &9 Chamfer PCD Joun 167 |« iv 187w v v B
12 | aueRuPCDBg 2002 v iv 2502 v iy "
13 | usiau Chamfer PCD 0e2 |viv 82| v v "
14 | #uPCD guage 036 |viv nss|v i i v "
15 | @9 PCD guage 275 |viv 27s|vi i v B
16 | amas 359 | v v 398 vi vl v "
17 | usiau PCD guage 0Ee |viv 0se|vi e v "
18 | windiou 078 | v iV 078 | v v swrmdarsuazrtaiel | v Usn gyl
19 | win Stamp 065 |viv oes|vi iv " v "
20 | Stampas 08 |v i osa i v " g
21 \Audauuas Stamp &a o0.72 v i 072| v v " v "
22 fuda 0.73 v i 073 | v v v
23 | dodatu 0.82 e 082| v e e
24 | woute 057 |v v LI f T R v sugthwfaatn
25 | auetu 2046 v i 2sae viiv v . B
26 \Aufie 0.63 v iV 063 |+ v " v "
27 | weRuas 139 | 138] v v angian e sfain v Uiuensuazans viunIme
28 | AuRTy 3003 (v i 30.03| v v Vv m "
28 | AEtwer 07 |viv 057 v v . v "
a0 | ausaeh 0m [vie 2| v v
31 | whnlanuad 0684 | v v asa |y - v Hrwdiumen i air Leak
32 | asuusa 064 |« iv 054 i "
33 | awthnnuas 155 v iv 155w i v B
34 | woutitha 0.81 e 031 |« s e
35 | whau 217 [viv 27| v v v
36 | A 083 [« v 0s3|v v v
37 | 4uda 043 | v i 04| v v FipanGEu119U Roller v Vi1 Roller (mumpnan i#=
38 | unaa 197 |viv 17| | v i f v "
38 | wadsasuu Roller 101 |viv 1o | v " v g
40 | mudindsndute 219 |viv 23| v | v iV . v "
Total 136.07 mmnn a5
2. Incident Work (smauan) ‘ T"}:’ﬁ”;‘“ .
1 [tdresavan 054 | v v osa|v'i i B e ?‘ Nonel\lalue Rato
2. Mone Value
26.56%
—
73.44% |8
Total 0.54 0 [ose

2%

M3 4.16 M59MTAATIZHIUARUIUNTELIUMS Debering AU 2
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Process no. : 4/4 ‘Process name . Balance Run-Out ‘ (Rev#1 :Nov'12)
Model Time (sec.) P{riD:rl:T
Type of Non Value
No. Element i 2 % = Problem LISz Kaizen Idea Remark
R IR e H 222
22 |2155s,5%58¢ ==
AR E M

1| suda 036 |« v e v s v i -t
2 Godaduddi 192 v iV 192| v v " v "
3 | wiu go nogo guage 058 | v iv 058w v v

4 | i go nogo guage 25 185 | v 185 v v v

5 | 2na go nogo guage 084 | v i 054 v v

5} noudninan 0.88 v o 088 e <

7| whan 137 | v 157 v v v

8 | tAudihan 06 | v 06| v v s

g | wuesemouda 5 v i 5 |« v v v

10 | auaa 15 [ iv 15(v v s

1 | susaeris 161 | v v 18| v

12 | wpwPiedas BIL @at) 139 |« v 138) v v N s

13 | dasohdan 043 | v 043] v v s

14 | newntaa 153 | v 193 v v

15 | maehdan 0.57 v i 0.57 | v e ¥

16 | unaa 03 | v 0wl i WiE B B M Raller | ¥ Frizoviaios BL WNd Roller
17 | vt Reller 169 |« v 189|v v " v "
18 | nAUW Roller (Ra2) 108 |« v 108 v v v H v B
19 | onda 067 | v v 067 | v v " s "
20 | unahiedas B 125 v 125| v v " s "
21 | TddoRiedas B 0.63 v o 083 | v v e

22 | uwdudhsan 074 | v v 07a|v v iv v

23 | dudndan 117 | i 147 | v v

24 | retod 051 | v v 051 v v

25 | wushndaunGneing 12 | v iv 12| v v v

26

27

28

29

30

Ell

32

33

34

35

Total 28,98 u 4209|2589
2. Incident Work (auwmn) |- T"{:’ﬂ”;“

1 [rsaan | 0z [vivs 021 v Value & None Value Ratio
2 |vauriu Packing Tray s| oa2 [viv 042 v

3 |vvausiu Air Bubble 5 03 |« v e v

4 |fomu PP Band 30| 051 | v 05t | v v

5 | Tag Barcode o 014 | v i 014|v v o e

6 |ow Tag 0| 004 | v iv 004|v v

7 |@uwianaan ;| 02 |viv 020w v

8 |imewsasdaaan 2| 067 | v v 067 |v s

Total 162 249 0 |243

MINN 417 MTNMITIATIEN

e

AU

11un52U9N5 Balance & Run Out
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4.3.3 autumsdiulya

9
t%

' . a A o v S A 2 o
1. vuaeumsihanluupun Air Leak nn@uaziisosdmsudonnoidhay vaiims

A [J 1 PR o A o Y v o Y ' o
nasuduisms Iniunuumevanaziimsuaau e ldminauansahau ldaaedn
dy d‘ a [ d‘ U 1 [ 9 a = Qy [
Yuaatlyminmsvesnunenguiuinhay noumsisulzaldnm 2.42 27 /U NIy

[ o a Qy X a Qy a I
sudzeminanldna 0.57 Junii/au dsenansoaanarli 14 1.85 Junil/au vieaadlu 76.45%

[

31/ 4.19

2 < a ] o X

2. PUABUNITATINGA Center A0 IULNUN Air Leak 11NIAN OD guage 9271908 UW Tz Al

1 ) o W 9 Y A @ g Y A
52EszInm 25cm. duhimsdan lazmuniiiiosuszezvedlazlivaossina Sem.
o Y o a o Y d’! 19y o g A a o
W IAwinOua I 0nauID OD guage Iaazainau lag lude swihnisioouongudn OD guage
' o v a ad o o o v a ad &
neumslsugalaaan 2.54 Jn/au nasnsilsulgaminanulynar 1.09 N/ e

aana 118 1.45 Turil/Au uSedaiilu 57.09% fa317 4.20

9 1
3. AuApUNITIE0 1127190 Roller tVoaade 11daumun Debering 9101@1 Roller 920811
11nA1980 Winnudeuauide 11190 Roller 9991015 150 Roller i Indyansdosild

o o 9 Yo A 1Y A o =
WINUE501189219UU Roller Taniudi Taslideudu asgii 4.21

4, uWun Debering NN ANMeY 2 au Tuhimsaasiauminavas 1 aulag

d' Y o X = A 19 ¥ a 1
M3masnu AN UINUA Air Leak 182 Balance & Run #9vzmaesau laglildifanansznuae
Lay Out vidims1l5uilgeannsaaanarigynlaninmsiiem naiseauanad ilw Productivity

4 X o 4
WAL A3 4.22

9 v
5. TUABUNIATINADAOLAZMTAVATUFAoNOUNZINIMIVANAIAIRD IULNUN  Debering
mldminaldnarlunmsdfidavumnulyl seunarlumsviien 33gana1 Takt Time 3996
] gj G 9 &Y ' [
MINVIVUADUNTATIVAOVUAZNTAUATUFE0 1JdaWun Balance & Run Out noumMssuilga
a ~ 2 [ [ a =\ 2 & Y a =1 2
CT.= 14437 2i/Fu vaamsliviye cT= 84.59 Junii/Au Faanarllla 59.78 Juii/au

A a g [ A
nsenaiy 41.41% 931/ 4.23
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6. %’uﬂaumiﬁﬂﬁ’aLﬁaﬁwmﬂﬁﬁﬁqmiuuwuﬂ Balance & Run Out 910114 Roller iutite
§u Stopper ¥ 1¥do B0 11Adoiaz dossnrufiny 393152101 Roller AU Stopper 80
wazshnsafmuuda-Talagldiilumsaugy shldminnuaunsanonldazainiy
noumsdiulgeldne 1.92 i /Au naamsUSulaminauldna 0.6 Ui /3y Feaanan

T8 1.32 3uii/ru wieaadlu 68.75% Aagali 4.24

7. WU Balance & Run Out HA1NF50IUGS HINSMABNY 1NUAUN Debering 11 1H
9
UWUN Balance & Run Out 1AgM3HiuasumsasIvaeudenaznsauasugde liwinay
a oa Y 1 < a A
awsalfinauldedrudulsz@niam narlumssenuanas
A [ a = Qy v 3 a = Qy é
nouMs1sulzana1seu=78.02 /AN naamslsuilganaiseany =37.97 Jun/au Faaa

nanseaulalld 40.05 i/ viedailu 51.33% Aagiii 4.25



. Approved Approved Checked Reported
PROCESS NAME Air Leak IMPROVEMENT SHEET
PR TPS KAIZEN.
ITEM mihan
DATE :
TARGET anmMIuaIILain TR uIU e RESULT asmanlunmuiiuiuaunsal 1.85 Fuq#i

BEFORE KAIZEN  énuwadeiimadniauld

PROBLEM POINT AaATuavnLaskauIUlSS U

anvitihasadjanAnnisaanintms T
glaanunn

karzew 4FTER USUTs Sun vuanouauasmunuid avin i

a a v &
waUAUTeNNaTu

tilaau B dluvuusnaua Taeuieunisag
avn aatyanTunsidauiaula 1.85 Huia

sUf 419 aanalumshau (1)

$9



. K Approved Approved Checked Reported
PROCESS NAME Air Lea IMPROVEMENT SHEET
. TIPS KAIZEN.
ITEM T OD guage
DATE :
TARGET asmsidauamiuiulednadu RESULT asantuasuiuiuauasal 1.45 Fuqi
BEFORE K4iZEN  (OD guage athinadull KAIZEN 4FTER  Sussuvuavldsuazusuiviaetiu

PROBLEM POINT gaadauluniuiualnsal

IaradauansinaAulihvinhitAansiaou
vinnduualnsai

1aBEuia: higetivils:anal 10cm.uassu
svirangIar hitanTnasavaalsana

20cm.

st 420 aanalumshau )

99



. Approved Approved Checked Reported
PROCESS MAME Air Leak IMPROVEMENT SHEET
TIPS KAIZEN.
ITEM Roller
DATE :
TARGET anmaeanuhviaswianuiunisunda RESULT annsifivtaswdnouy 0.5 Fund

BEFORE KAIZEN anmaeanulviuaswdnanulunsunda

PROBLEM POINT Banailaudnnnsuadaurluouus

KAIZEN 4FTER  uffurolaifiuadaneuuselélagludaandiu

tilansaaat B ANV AaYLInaal viauii 1l
219UV N ThitAnn st iladanannnIsUnNan

aduhitinTnaaavaa tiaanswusTuns
tpaauiingaa M hiaatyanTunistaula 0.5
U

' v
ﬂjﬁ 4.21 amlumuﬂﬁmé’a"lﬂ’mumn

Y

L9



Approved Approved Checked Reported

PROCESS NAME Debering IMPROVEMENT SHEET
; TIPS KAIZEN.
ITEM Line Balance
DATE

anduruwidnaululsun Debering anwiinoulél 1 ey, Productivity 1iudiu 33.7%
TARGET . o RESULT

Wi Productivity
BEFORE K4IZEN  dwuwdaouTunsun Debering #1 2au KaizEN AFTER 1 wuuwidnouTunsun Debering asag 1 au
PROBLEM POINT 1. wilavufinangadan 151.56 Funi 2. pfsnutfladlfeamuauaa

2. UsgavBamasnand

Man Power = ZCT/ATT
Process ZET AT, MP

Airleak (1) | 81.21
Deburing(2 | 280.44 |108{2.33 ~ 3
BL (1) 29.98

. Productivity
Juis Productivity = duutleiciotu (Eu) N windiu 33.7 %
ams Productivity = duuilcidadu (Fu) (amim)* Fuauvalineu)
(R GFuauvalne ) Process (mu) |Q'ty/Shift {pcs)| rawitou/ny pcs.fman/hr./'
Process (au) |Q'ty/Shift (pcs)| tawinu/ny | pos./manghr, Alrleak (1) /
airleak (1) Deburing(1) poa 12
Deburing(2) O = BL (1)
BL (1)
RESP.

s 422 andmauminaluunun Debering

89



el Approved Approved Checked Reported
FROCESS MLE Debering IMPROVEMENT SHEET
¥ TIPS KAIZEN.
ITEM AUHDUAT iU
DATE -
g ) Share vuuwtiusaulsd Air Leak
TARGET antunaunmsvinaulunnun Debering RESULT

way Balance & Run Out

BEFORE K4IZEN  wilaouTtinanlunmsdfddouuu

PROBLEM POINT mavinaulAy Takt Time

UpaunNITVivIudaadda
uay CT >TT
(CT Before = 144.37 sec.)

KAIZEN AFTER  \ASDLOWNSTUaaunnstiansa oy

Aunaunl1svine I udauavda
uay CT < TT
(CT After = 84.59 sec.)

' v
JUN 423 aATUABUMIINIIULNUD Debering

69



Approved Approved Checked Reported

Proczss navz  Balance Run-Out IMPROVEMENT SHEET
TPS KAIZEN.
ITEM Stopper
DATE :
TARGET anmadanlddieda RESULT amantuasuiududa 1.32 Fund

BEFORE KaizEN i Roller Awiflu Stopper
PROBLEM POINT gaundauludivdariiu Stopper

Taign Roller Awmviatil Stopper
caadauliésdarine Stopper

kaizEN aFTER  vnidu funuutle-tlalaunmsmouiaiidalua

shuswIagludaadanludieda

VindhAuaa Tau T vinidio asan Tunisidu
auaala 1.32 3uii

suN 424 aanarlumsrham 3)

0L



PrRocEss name  Balance Run-Out IMPROVEMENT SHEET B e B
¥ TIPS KAIZEN.
ITEM dupaunIvineu
DATE
S Share vuuay Debering 1014 Balance i Share Tumauasausius PCD wag PCD guage

wavana CT wag Balance tiaw

RESULT . ,
17114 Balance wing

BEFORE KAIZEN Fusaumsvinoutiamaulyl

PROBLEM POINT LAOANTT ao’mtﬁa\) AATDUIRNANTVINIU ("ﬁ’l

CT a9 Balance Before = 29.98 sec.

KAIZEN 4FTER  Share yhuuaw Debering 101y Balance 1inu

¥in# CT waw Debering ¢hain TT

CT a9 Balance After = 70.03 sec.

Y

519 4.25 Line Balance Lﬁaaﬂnmmssmm

IL



COENKEI

Ear: :o. :iii z :223 1Worker T — ATT. [ 108 sec | Volume/day | 800 pcs WAN
art Name 3 i o " i CT. ‘ 96.19 sec ‘ Date ‘ 7-Feb-13 | e MACHINE
Process Name Air Leak Test 3 HYOJUN SAGYO KUMIAWASE HYO ] Before Iaisen ‘ & After Kaisen A~~~ WALK
o | symbol Process Detail W Tlm;"(gec.)walk Operatonime Basic(sec) OT= SBssee AT = 10350
1 gandadu 0.69 “‘ﬂ'_'_, i ol 0 1 1
2 vigunlan 0.57 |E T T

3 ulhau 1.28 Waiting = 11.81 se

4 tAunnhau 78

5 il bore guage 0.66

6 | <> [in bore guage 231 -

7 tfiu bore guage 06 -

8 WanAanlu 1.1 "

9 1“yUAa 421 | e -

10 tamvaa’ldnivdhg 0.66 L

1 A51AUAVAD 474 H

12 wlufus valve hole 1.74 i

13 | <> |aius c.41 1

14 tAuniug 0.69 L

15 1y Stamp aa 141 =

16 | < |stamp aa 0.31 !

17 LA stamp &a 051

13 Wunndudamasad AL (o 1) 1.55 [E

19 | @ [undaaanaintaias AL u19nle: 1.82 o —

20 viuldiuaan Roller (:on 2) 1.36 L

21 gnan 0.74 i ¥

22 | 2= [iuldemasas AL (i 2) 14

23 Wauanau 05 d

24 Taanan 049

25 nadulita5av A/L duaalu 280 | 1407 i

26 viuldavaan Roller (Wi 3) 1.14

27 vunauaanies (n 1) 143 had ’#

28 1y Bar Code 0.72 of

29 | <> |6n Bar code 1.98 M

30 Auda 0.39 | i

3 Wagda 0Tt | e L

32 iy OD guage 1.09 5

33 | <> |u1 OD guage uniiin Center 271 | e i

34 naduiadas CBMS 077

35 7179 OD guage 227 = |E

36 iy Stamp aa 1.2 1 i =

37 | < |stamp aa oo Periodical Job @1ma  sec/pes,| I'\ H-i

33 Ay stamp aa 0.38 t OBJGEEHE 'S 0.36 i

39 #nAanIiU 0.2 Erpezaise 7 053 &

40 wamhnanai 1.64 [e=l) = ° Jeg =

M AnUUd D 0.64 | E

42 1othnnai 185 | e

43 vin'ligudaritinaa 088 L

I Yunndaya P 0 R te— RN

45 210 lidurianinaa 071 L

46 4naa 0.56

47 | @ [riuldhenuste OK 148 - V‘]

8| < |vunduliesiadai AL (Wi 2) mo7 | asn [ Y Sy n P R SRR

49 MJ!Ud1n§uJJ1IéJJTM)] 1.1 0'5 jH

|
Symbol <> & Total eysle time 92.19| wait 4 Reviese (g (3 O O Report by Check by Approve by
Q Point Safety 96.19 sec

MINN 418 AIINRNUWIATFIUNILUIUNT Air Leak Haan1s1lsuly

L



CENKEI

Part No. 1522 & 1523 Worker v ] AT, [ 108 sec [ voumedny | 800 pcs AN
M3INTINNIBNATAN
pare Nare 1522 & 1523 2 : ot \ 84.59 sec \ oo \ 7-Feb-13 MACHINE
Process Name Debering 3 HYOJUN SAGYO KUMIAWASE HYO @] Before Haisen ‘ @ e Kaisen WALK
NO | Symbol Process Detail Time (Sec) operen A P e ATT. = 108 sec
Man | M/C | Walk ar o \ >
1 AuAa 075 = 1 1 >
2 | @ [unan 292 ” [THHT
3 1 6 249 : - Waiting = 23.41 seq
4 RG] 142 =
5 viludiau 078
6 Wiy Stamp 065 al
7 | <> [Stamp aa 069
8 LAudiauuay Stamp aa 072
9 AuAa 073
10 goaalu 032
11 viuiia 0.7 &
12| < |auAsu 2048 :
13 LAUila 063
14 vigusLas 139
15| <> |auAsu 30,03
16 LAuSuas 07 Lol I N
17 viunhau 091
18 uhau 217
19 LAulau 033
20 Juda 0.49
21| @ |upaa 0.7 - =
22 uraarwuu Roller 1.01 -
23 HyuGI AALLUSY T 1.69 py -
24
25
26
27
Periodical Job A sec/cs.|
e aIaRa 2 0.54
Total Time - 0.54
Symbol < & Total eyele time 83.09 | Wait 15 Reviese O = O s Report by Check by Approve by
QPoint  Safety 84.59 sec

MM 419 N1IAUVIATFIUATZUIUNT Debering Haams1liuilga

€L



CDENKEI

part o. 1522 & 1523 Worket a: ] ™. 108 sec [ vomeasy | 800 pcs AN
1519523116065 311t
ot Hame 1S22 & 1523 3 i or. 70.03sec | oe \ 7-Feb-13 | e MACHINE
Process Name Balance Run-Out 3 HYOJUN SAGYO KUMIAWASE HYO O Before Kaisen ‘ @ anerKaisen ~— WALK
Time (Sec,) Operation fime Basic(sec)
NO | Symbol Process Detail Wan WC | Walk " o s o Ly CTETODS G :\rr ~ 108 sec
1 duda 0.36 o P17 OPTTT m T
2 fvaalnunAu 0.60
3 Vil go nogo guage 0.58 Wisiting = 37.97
4 | <> |im gonogo guage 25 185 |
5 779 go nogo guage 0.54
6 visunuhay 038 |
7 uhau 137 = [
8 LAunulan 0.0
9 ViUUASIIIaUAD 5 EREl
10 nanAacItuL 041
1 vilu Chamfer PCD 17 =
12 | <> |auAu 29.02
13 119 Chamfer PCD 05 |
14 Auda 15
15 1ivgda 232
16 du PCD guage 13¢
17 %9 PCD guage 125
18 | < |imAa 416
19 | @ |Usas PCD guage 0.89
20 Audany o.7e b
21 Audann o.61
22 vinudyldmasas B/L (Aa1) 039 o B
23 Uandidan .40 : j1
24 nalitila 1.93 (e
25 196I8an 0.57
26 FLGE] 0.39
27| @ it Roller 119 - .
28 nau‘ldn Roller (Aa2) 058 0:5 21
29 gnan 0.7
30 | @ |urldiedas BIL 0.75 P
3 tdaatiiAsag BIL 0.9 ;
32 wiusidan 074 i
33 dudrdan 117
34 nasIn 051 15 EeaEEinaly 1 T
35 viyue nauuEn T 07 os
Periodical Job el sec/pes.
TR 30 0.21
TIUBIY Packing Tray 5 0.42
LI Air Bubble 5 03
oy PP Band 30
Fuvi Tag Barcode 30
7in Tag 30
LuUnILR¥oon 30
wonaneTasdaann 2
Total Time -
Symbol <> & Total eyele time 67.53| wait | 2.5 Reviese (gl 2 O s Report by Check by Approve by
Q Point Safety 70.03 sec

M9 420 MINNNUNINTIIUNTSUIUNIT Balance & Run Out Wﬁﬂﬂ1§ﬂ§ﬂﬂ§\i

VL



Month

Nov-12

working Time per Month
working Time per Day
working Time per Shift
Order per Month

Order per Day

29.5 opDay
24 Hrs.
12 Hrs

11800 Pcs.iLine
400

Pcs.ilLine

1440 mins. 86400 sec.
720 mins. 43200 sec.
90% 77760 Sec.

COENKEI

Department Wheel MFG. 1 KOTEIBETSU NORYOKU HYO (jiiudin @ Mr.Nuttachai S
Line MAC3 (CNC) A1sIvAIIUAINITaATUAISVINIVIURGEAYrASTUIUATS Fudtiudin: 5/11/12
Part No. IS22 & IS23 Fnnuidasnisdaiu 800 O’ﬁauﬂ%”uﬂ‘i\j O‘n?{.’\)ﬂ%'uﬂj\a et ey ejosaadau|  ejaudid
Part Name I1S22 & IS23 unna 113l (Guii) @ 108.0 vanivusaTu (Sui) - 86400

ii’l G . _ _ BASIC OfEI}ATION TIME = _ TOOL CHANGE n’nusﬂu:ﬁn ":?r‘ﬁrjuﬂ’lw

G\:.l SILNISLASAaYINS sﬁana'?aa na'lfwl'm1un:1uclu I’JR'I:IIIHGB\!\'I‘IJ‘I:I na:lvwl' \n\:tﬁsj Fnnuinld 1a1\7|'l1_ﬂun1sujﬁuu/1a TuNISHan ﬂ"m"luo_\:auuad

hil uni Sunvi uni Sunii uni Sunii R . B YivusEaSay- - - - - -

1 |casting (Line &) 1522 623-TIC-05 202.8 202.8 242\6,\3 I,"“--?P?;EJ iiiiii <|

2 |casting (Line B) 1523 623-TIC-06 192.2 192.2 '4)53 s |. _____ 1922 ____| I

3 |Quenching 197.2 197.2 438 |._______192-_21 _____ {

4 |cutting 623-TIC-03 87.2 87.20 991 B2

5 |Blanking (Line &) 623-BLA-01 177.80 177.80 486 |,____1_7_7,_8 _____ l

6 |Blanking (Line B) 623-BLA-02 176.80 176.80 489 |.____1_7_EL-§'____{

7 |Pre Heat (Line &) 625-PRH-01 156.2 156.20 553 |,,,,1.5§L-2,,,|

8 |Pre Heat(Line B} 176 176 491 gt T Or e {

9 |Spinning (Line &) 623-SPI-01 168.4 168.4 513 |.‘__lE-_E_=-_4,___{

10 |Spinning Line B) 623-SPI-02 170.4 170.4 507.04 |>-__£L_7_Ufl-___|

11 |Solution 623-HTR-O3 172.2 172.2 501.74 |,____1_7_2_-2____{

12 |Quenching 141.8 141.8 609.31 ‘_1_4_1,-_8‘,_|

13 |Aging 172.2 172.2 501.74 ___41124-2___4{

14 |ShotBlast 623-50B-01 64.2 64.2 1345.79 B£4.2_

15 |CNC OP1 iLine &) AOP 1 176.4 176.4 489.80 |,““,17_6,‘1 _____ {

16 |CNC OP1 (Line B) BOP 2 174.8 174.8 494.28 |,A__412‘1-_B______|

17 |Machining Center A A 176.8 176.8 488.69 |._____1_7_E-;E_' _____ |

18  |Machining Center B B 173.4 173.4 498.27 |.v--~l23-.4“-“i

19 |CNC OP2 (Line &) AOP 2 183.2 183.2 471.62 |,______11_3_3;2_ ______ |

20 |[cNC OP2 (Line BY BOP 2 172 172 502.33 |._____1_7_2 _____ _I

21 |airLeak a0.4 90.4 95575 |,,,,9,D;L,i

22 |Balance Run-Out 496 496 1741.94 |,‘_"§~_Q{

Total ] 3452.00 3452.00

MIN 421 MITUAAIANNEINTINMINNULAZNTZUIUMST HAINTUTU9
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Proc MAC-3 CNC . Proc
o= Standardized Work Chart ose |Stert
Part No. Is22 & Is23 LANUAIWITUUIASFIY Step  |Finish
Part Name Is22 & 1523 HYOJUN SAGYO HYO Report By Muttachai S. O BF @ AF ‘ Date ‘ 08-Feb-13
Roller Scale1 : 20 cm
<> —> Debering

Air Leak

[:::]R ler OIE] % rf

Debering /!
OB @ [
16 < Roller IH
al[dau
OD guage — —————
Balance
<> E:::] & Run out

OB

——> Roller

<o
3

€ Roller ‘

[ Palllet ][ Palllet [ __Palllet ][ __Palllet ]

Quality Check Safery Standard Stock | 5vd Stock Pcs. | Takr Ime Sec. | Cycle Time Sec. | Operator Mo.

< | o | D 2 |10800 3

3UN 426 LHUMIMNUNIATFIUNTZUIUMS Air Leak — Balance & Run Out #a4m 31513

9L



CDENKEI YAMAZUMI CHART bee e @ aror
sec. Date  :_ 09/02/13
120
110_________________ S et e e e e R v ik e e R ek e el R v ik
100 : . —— NN ATT.Line = 108 sec
= o Ave.73.93
% Min. 68.85
2147
80
........... . Max.47.80
70 : - Ave. 45,79
Min. 42.86
60
50
40
30
20
10
0+ e
Air Leak Debering Balance Run-out
Air Leak Time Debering Time Time Balance Run-out Time Time
undotu duda Juda 0.36
niudhan unda Godaduiiiu 06
whau 16y Wi go nogo guage 0.58
ruithan wnudn 40 go nogo guage 25 1.85
Miu bore guage 3 Chamfer PCD T g0 noga guage 054
46 bore guage &9 Chamfer PCD auwn nauAhay 0.88
AU bore guage AUASUPCD 6 5 U 1.37
WANADGITU Usau Chamfer PCD 0.6
wuda nouiau s
Euodaithmaing nou Stamp u 0.41
Gamdia Stamp A wiu Chamfer PCD 17
nEitug valve hole (AUdaun Ry Stamp Aa aum 29.02
A e 7w Chamfer PCD 0.5
AuAdug Aoty Auda 15
nou stamp da N wnuda 232
stamp Aa auaIy 4u PCD guage 136
AU stamp da LAULG & PCD guage 1.25
LN AUNDIEE 0 AL (10911) ninduad Fodn 4.16
undnaananeai oy AL Lo ise auasu Usau PCD guage 0.89
vulUaudan Roller (19m2) s as AU 0.76 Periodical Job arud sec/pes.
unda i wiuhan b 061 ToWuAN 30 021
vuioiiedos AL (a2) whan wuen Wiisias BA (Ral) 139 Twusiu Packing Tray 5 0.42
wiuanau AuAhay Uneghaon 0,49 9uku Air Bubble 5 03
Tana . fuda nenninaa 193 oo PP Band 30 0.51
o) AL cuRatu Periodical dbb; ool seclios; unda Twendan 057 U Tag Barcode 30 0.14
VulUéudod Roller (1a713) ot OD gusge 10 o ihda1nouu Roller g unda 0.33 e Tag 30 0.04
Y uSaRicy (7L 5 J o MUEANALLN G T 215 |[Periodical Jab  emwid secipes Aot Roller 169 duvaianaan 30 02
Mo Bar code T < e THresoodn . 0.54 nauUA Rolier (§02) 108 1@ i %) 0.67
o Bar code Total Time & 0.54 unag .| Total Time 243
duda e a B
wnuda Saviaiad B
iy OD guage naushaan
101 OD guage wiga Center
nathies ay CBMS
119 0D guage UGN LT 12
MAU stamp da
stamp da
1iu stamp Ra
undaciotn
nauthnrued
aouudn
Twnnal
PO M eer)
Tuhndann
TSR aa
und

viwluuuse OK

vunaulUasadon AL (192)

MHUGINALLELGUL T

M19191 4.22  Yamazumi Chart #a4n151311)39
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a d a ¢y = ~ Yo v v Jd v
4.4 'Jlﬂ§181’1!!agil‘i]1iﬂ!m@ﬂﬁjﬂﬂuﬁﬂﬂlﬂﬂﬂﬂﬁ?ﬂﬂiﬂﬂﬂ?ﬂﬁlﬂﬁ%ﬁﬂﬂ!!ﬁ%i}ﬂ?ﬁﬂﬂﬂ]ﬂ

U

msUfiRnursemsIamhilnsan

4.4.1 Us£@NEMNMNAN (Productivity)

{ o [ 4 a 1 . .
nni Idhnmsdsuauaalulasimswaaludiuues  Air Leak Debering ,Balance & Run Out
MlFasamas U Debering 11J§aHun Air Leak ttag Balance & Run Out 11974
Y 1 4 o @ . Y [J Y .. a
unu'ld aeawaldeunsaaaduiuminauluumun Debering 18 1 Au 1% Productivity 91n1A%

' Y ' P4
nouMsUFuI3aMmiAy 8.3 Pes/Man/Hr. ANGRYUINIAY 11,1 Pes./Man/Hr. Tagiiua uaniay

2.8 Pes./Man/Hr. W3 oaailu 33.73% A3a15199 4.23

Productivity

fanl Sl g

vianlEml g

M Pr oductivity 8.3

1.1

Pe¢s./Man/Hr.

3197 4.23  Yse@nTammInaa (Productivity)

4.4.2 NA1N133991U (Waiting Time)

MamMsmagauveaminau lunaazunun Iaen1591 Kaizen 1ag9aM1 Yamazumi Chart 10

a ) ¥y A ~ ' o 1
Lﬂ%ﬂﬂ!ﬂﬂﬂmﬂﬂuallﬁﬂﬂlﬂlﬁufn nafli'!ﬂﬁlﬁi’t’)\ﬂuﬂjaL')a’]ﬂg‘iyl‘ﬂaWﬂJBQWUﬂQTH‘lu!Lﬁa$LLWUﬂ

9
Y [

Y
11anag Adil




79

' @ a 2L 4 o
1. WUANULNUN Air Leak mﬂmuﬂ@umiﬂ‘iuﬂgqa‘jnmimm 26.79 3N /U !ﬁ’é]‘l’l'lﬂ"li

= = o Y A a =1 2 1 @ a =1 2 A a g
mammuwamﬂmamsmmaﬂmmaa 11.81 IUIN/FU aAUNINY 14.98 IUIN/FU 115D Ay

55.92 % AR5 19N 4.24

Air Leak

Waiting Time

a0
29
20
14
10

5

0

B Waiting Tir

ne 2679

11.81

Sac./Pes.

M3190 4.24 11T UUKNUA Air Leak

1 [ a g 4 o
2. WUDNULUNUD Debering "I]1ﬂlﬂ3Jﬂ@uﬂ'liﬂiﬂﬂ@ﬂﬁ!’]ﬁﬁ@ﬂu 71.63 211N /U Lﬁﬂ‘l/l”lﬂﬁ

a = o Y A a ~ 2 [ a o 2 A a g
mammuwam“lmamimmaﬂmmaa 23.41 IUIN/BU afaUn1ny 48.22 IUIN/BU 1T onalu

67.32% 949115197 4.25

80
70
&0
Debering 50
40
30
20

Waiting Time

10
0
Aauluilgy uanlfuilse
aWaiting Time 71.63 23.41

Pcs./ManfHr.

Mms1eh 4.25 1IA1I9NUUNUN Debering



80

! [ a Qy
3. WUNNUUNUN Balance & Run Out %Tﬂ!ﬂﬂﬂﬂuﬂTﬁﬂiUﬂEﬂﬁlﬂﬁWiﬂﬂTu 78.02 2UN/FU

) ] 9 Y
demsmasnuinamlinaisonuanauvae  37.97 WNA/FU anaunIny 40.05 H1UH/Fu

A A I [ ~
WIonalu 51.33% A9n15199 4.26

W aiting Time

a0

g0

Balance & Fun Out 40

20

0

O Waiting Time 78102

37.97

Sec./Pces.

M5191 4.26 1181509 1ULAHUN Balance & Run Out

. . . 2K, y {
Wonlseuioudoyaana1seh 4.1 Productivity 9gW131 noudlazsiinisisuaugalula

a @ a 4 o o 4
MSHAA WINU 1 AUIZENNTONAAAD 18 8.3 Pes./Man/Hr. taziiiomsdsvauqalulainis

v Y
Wag WITNY 1 AUATONAaan la 11.1 Pcs/Man/Hr. IWNAUIINGAY 2.8 Pcs./Man/Hr. H30

v Y v
“]Ji%ﬁ‘ﬂ‘ﬁﬂﬁ/‘lﬂﬁNaW’U@QWHﬂQWULWNﬁH 33.7% LLﬁ$ﬂ1ﬂﬁﬁ1ﬂﬁaﬂWUﬂ\ﬂua\ﬂ@9{

A
1 AU LD

witnaulliSwAou 12,000 vn wawnsoaadunuacla 144,000 vin/al (Fuswaudina1ds i

Husw Turdalseiluazaiadnisoanus)



81

=
UnNn s
Y
uﬂagﬂamzm@mummz

5.1 agdwamsautivay

g’J 1 A a o a 25 o A
’lﬂﬂﬂTﬁﬁﬂ‘HW]QLW]ﬂﬂLﬁJ@gllu‘sU@Qﬂigﬂ’luﬂ13Wﬁﬁ1u1auﬂ13Wﬁﬂ VYUADUNTIIANUUUITU ‘]jﬂJuWT

9
= ~

mnavulunszuaumswan narlumswasulwnnmsmauvesminau vazvmsthdoya
v = ¥ o a ¢ o o q ¥
lannmsansmimimnamsgiymazimsuanialumsdSulgud lvdgm ild - awnse
[ o Y Y a A dg! Y o
sulgesaammamavvesminnulinlszansaminnuy Tagwiinauausamaulag
A ' 9 A A Y o A a o a3 = y o A
wdeu Tnrremedosauiesisaneimaiesainnmnauiinuanus iy 8nnidiaanain
a o v o A ' v dy = o
NAN350A8IUNINNINNY YSDlgeamumsiani ludgaan Tasmsdaassiiui msiau
9y % o @ A (A oA Y 9 @ o = g’l dy
Tmungaunum g sazaaminnunliamnaulimingaunun sy §anuail

dawaliinalszAnSamninanigeiu uazsvaadununna nugaalari luduilu
5.2 swamamsudlfam

=2 a 4 o 4 a U [
%Tﬂﬂ”liﬁﬂ‘lenllagfﬂi'J!,ﬂﬁWg‘ViﬁﬂTWﬂ"li'VINTllﬂlullﬁu NIINAA WTJ'J']ﬂTi!Lfs{ulsU‘iJT]Jﬂgﬂ
Aa g’.a 1 ﬂlll k) o A A [ =\ 1 1 A F)
ﬂﬁgll?]uﬂ”l'iWﬁﬁuuulllﬁnﬂimlﬂ "’IJllﬂll"Iﬂllﬂ Lu@ﬁi]"lﬂm'iﬂ\iﬂﬂﬁJ‘U‘Ll"lﬂGlVifyEﬂﬂ@@ﬂ?ilﬂaﬂumﬂ
19 d' [ d' Y a 1 d‘
uaoesanvzliulasu Lay Out G],uﬂ'i%‘U'JuﬂWi@lﬁ’Jﬁ]ﬁf]‘UﬁlWLﬂﬂﬂﬁlea"U’ENNHLL”UU@]?JLH’EN
o [ A o o Y o = o Ag [ g}/ X o
Tuanyaead U nionl L wmInndnaulaNuaaIn TUMIMOUNTR HaINUUINIING
[ Z A (A oa @ 1 A . o o )
ﬁ]ﬂﬁiiwumﬂgummmmwumm”lmmamwuﬂ!,waaﬂ Cycle Time Iﬂﬂﬂ?ﬂWiﬂﬁUﬂ?ﬁﬂlu@ﬂu
o vy o Y ! o J o ~ [l
NITNNIU ’ﬁﬂ?WL!’Jﬂﬁ@llGlufﬂiﬂWQWUiWﬁgﬂlﬂﬁﬁlﬂTiﬂ'l\ﬂu ﬁ@ﬂ'J'lﬂJQ’iLJL’]JﬁW%'Iﬂﬂ1i1/]'I\TIHTIVbJ
A 9 1% a Y o 1% o a ] Y o
mmmeQﬂ‘umiwamzmmmsﬂmﬁnﬂaTauﬂﬁwamw alveansoaadwauaulunszuiums

sldauedlunuama fagUii 5.1



Process Standardized Work Chart Process |Ster
[Rmwi? e LAUMWITUINASTIY Step  |Finish
Part Name HYOJUN SAGYO HYO Report By Muttachai 5. O BF O AF | Date ‘
Roller Scalel : 20 am
Air Leak
Lo N7
‘ Roller > ®"'|
d @
16z |
a3 d@aU |
OD guage <> [:::l |
<> ' Debering :
[ |
Balance |
& Run out |
I
oD |
@ |
@ -
€ Roller I:::::I
[ Palllet ][ Palllet | [_Palllet ] [ Palllet ]
CQuality Check Safety Svandard Stock | Std Stock Pes. | Takr Ime Sec. | Cycle Time Sec. | Operator Mo
Q9 | 2 2

<O |

UM 5.1 RumMaOLIAIFIY

4



83

5.3 fomaummzmnmiﬁuﬁmm

a 4 o 3’; o [ d a g}/
mﬂmmmiw‘Hﬂixmumimﬂuuaxmumumsmmwmc]mﬂu'lauwaﬁ Mac3 UY
[ % 4 a 9 o o [ o 9 a 3’/
WUN wummmaiu"laumswaﬁclﬁmmm 2 ‘]Jiﬂﬂﬁﬂ"lucluﬂTﬁVI"N"IHH?JfJLﬂ“HUhJ Gl‘Ll‘UNﬂiQ
o < a 1 o I =
mi‘vmanu”hJTﬂﬂmmmwu ﬁ3Laﬂ@@ll1@’i;‘§1ubluﬂ"l'i‘Vﬂ\ﬂLlLLﬂg vaanuduszuusedey
Tumshau minansoud lunganssumamauvesminauliamnsamhauauunasgiun

v 1 Y
lamnua 1l sganevildseansmwlumsnaamugaiu



A 79 ¥ 9 A4 A
¥olnsaau mstszgnaldszuy  TPS  lumsadnanuuasgiieriy
1JsLANTNINMTHIIU

~ R a o o w
AIalAnET U3EN eu'ln'Ine 9109

A1lery WY ATHY FUBIAT
ANV UIMI3FIND
MU MIIANIQATINAT TN
r.'d' A o @ a 4

21158N15nm 919135073017 NANTHUUNS

w d’ a d 0o A w 4
winaundsnm WepIINT NutaTal
d‘ =\ W a W ) (%
¥oUIHN 131 ou'ln Ine $10a

a a a Y a [ J o 4 r'd g
ﬂi%!ﬂ‘i’lﬁiﬂ"ﬂ / au?ﬁ Nﬁ@ﬁ@ﬂgmﬁﬂﬂﬂﬁﬁﬂﬂiﬂﬂu@ INTITUHIUA uazqﬂﬂimmuﬂmmm

unagi

9 ]

dyd 1 A o [ 4 a
TTNTUR ‘Uuil@‘ﬂuQWN'IEJLW@‘Vﬂﬂ1ﬁJTUﬂ?\iﬂﬁ%‘ﬂﬂuﬂWﬁﬂWﬂﬁlul’lﬁuﬂ13Wﬁ§l Tagn51n

Aq Y

A A A a ¢ A o Y] A =\
in30aloN ¥ luszuUNMTHAALLY  Toyota W11lszgnaieyiin1sliulge TaainTosiion ]y
Taun 1.91110013 39819 (San Ten Set) U5znoudg M3ANNAINT TUMIINULaas
NIZUIUMT , AT NAUNIATTIUREY |, UHUATWOIUNIATTIY a2 2. Yamazumi Chart 1892
o = 2’, a oA d' Y] Ly 4
mnmsansuaeulumsiUfiaaurazmanaeu lvaveswinnumazanmilaguiulula

I @ A o o [l 1 A < [ [
Mac3 (unan iensdiviljeedeasitiosTaonms laduauuasgiuaiee wu nsan
Muda (7Waste) #agm5NNUTEANTAINAITNINY
= a 4 = 1 d'
vinmaAnEInszuumsHaalulal Mac3 wud Iimsgaalaniiesnnmssonseiaz
1 4 { 1o & o [l o < { [
anugyalamnmanaeu lvan lusuiluveswminaueguin shldidluaungideldimou

@ 1 I a A o [ o Y Aa a a ' [

wiinnunaMaNuiuase wehnslsulyenldlSmamanaannay neunslivilge
' Y
AU 8.3 Pes./Man/Hr. ¥aam15USuluminy 11.1 Pes/Man/Hr. 1WLAY 2.8 Pes./Man/Hr.

A A & o ™ Y = 9 v

vsoamilu 33.7% wazaadwnuwinauluuwunld 1 au demnsoandunuasla 12,000

1A A a 4 1A
Umneaiaou Ti‘if]ﬂﬂlﬂu 144,000 “]JWW]’EJ’iJ



Approved Approved Checled Reported

PROCESS NAME Debering IMPROVEMENT SHEET
: TIPS KAIZEN.
ITEM Line Balance DATE
anduIuwiinouluwnun Debering asmitinawle 1 au, Productivity 1iutiu 33.7%
TARGET RESULT

Wi Productivity

BEFORE KAIZEN

Fuaunidnoutunmun Debering # 2au

1. wilnowilinangandan 151.56 Juni

2. UssivBnmanIndnsdn

FPROBLEM FOINT
Man Power = ECT/ATT
Process ZCT  |AT.| MP
Airleak (1) | 81.21
Deburing(2| 280.44 |108{2.33 ~3
BL (1) 29,98

qms Productivity = St lGisiatu (Fu)

(i) Guaalnneg

Process (mu) |Q'ty/Shift (pcs) | nawiww/ny | pes./man/hr,

Alrleak (1)

Deburing(2) p7 & ‘
BL (1)

Ka1ZEN A4FTER 1. wuuwidnowTudnun Debering asay 1 au

2. 1pdsnulflatifaamnuauaa

Productivity

Jng Productivity = duuilcisiotu (@ Wiudii 33.7 %

(aamireu)* (Fuauwdneu)

Process (nu)

Pl
y

Airleak (1)

Deburing(1)

BL (1)

Q'ty/shift (pes)| nawiww/ny pcs./man/hr/
7 4

400 12 @




Paanssulsemea

(Acknowledgement)

v

= Yy A4 o ' Y u=
51mmmiﬂﬂymumwmwwuﬂﬂaauuummmmmmqmﬁﬂ"lﬂ WANE

[ a

dan o 4 o A o o dy
VDUBUNISAU D11TYIFUY DANITUUUNG é’ﬂmﬂumimmuﬂuuaﬂﬁjﬂmuzm PUUS

9

Ty ' A 4 = 9 9 9
Lmaweyammmﬂuﬂﬁﬂwu i’)llhlﬂﬂ\iﬂ'li@]‘i’Jﬁ]ﬁ"e]U%@Hﬁiﬂgﬂ@mﬁlla$@]§’mﬂ1u Llf%,ll"ll
L 3 Y = Y Y v A~ t4 = a A
HaN fl]l!‘VIﬂﬁ'i"IENTL!ﬂ"liﬂﬂkﬂﬂuﬂ’NmW”lzuﬂﬂﬁﬂll‘]J‘L! ummauy‘muazuﬂi:ﬁmmw
A o o w 3’.} a d 0o A o 4 a
VBUDUNISAWU VIHN LE]‘L!llﬂ U],‘V]EJ VINA JINTNAUDITNT NUUATAU, AUNTITIU HUAT ,

Y]

AMgNY

€

2

a ¢ A Yo vy 9
UAM , AUDINA amiwmﬂﬁu ﬂﬂ’é)ﬂiﬁﬂ?‘]ﬁﬂHW Lmaw’ay,a agUDITAUDLIUY

] H I~ g 1] A a y o
a1 Wuls Teminemsanyiau saudansud lvdSulsaazmu@uiion a1

=

9
enumsandua mmzyanantiuilinnuauysel

v o

W1e aigHe g9
ANZUTMITFIND ANUINMTIANTQATHNTTY
aoiuma TuTad Ino-a1lu

N.f1. 2555



aavey

uneyqy
naanssuilsynea

o

GREATLY

GRETCRERR

astngilszney

=
Unn

1. unin

Y
1.1 ¥ouazinsvesaniuilsznauns

[ a A Y a @ J
1.2 dnvaggsnvvesanuilszneums wienms MusmMsnanue0aing
1.3 JUHDUMITABIANIHAZMTUI MITOIANS

° 1 9 A Ay Yo
1.4 dumisnuuaznihnaui ldsuse unung

B S o

1.5 winamis newazdunnisnuvesniinauilsnn
1.6 szgznan/inamu

o J A 1
1.7 T3 aaA 3 09A3 9111009518971

1.8 Nﬁﬁ?ﬂﬂ’j?ﬂ%ﬁulﬁ}gﬂmﬂﬂﬁﬁﬂ‘ﬂ%m%ﬂ']ﬁﬁ"ISWEJ\‘ﬂu

2. nquinazmaluTas i lumsdfinam
2.1 maRaneTunsHaauu TaTed1 (Toyota Production System : TPS)
22 RANmITUANUgIe1 (MUDA)
2.3 Work Site Control (M3AILANAMUNTHINTUHITIN)
2.4 Continuous Flow (n5219un13 Tvaeseageiiie)
2.5 Standardized Work (1UNIATFIN)
2.6 Pull System (52UVA4)

2.7 Kaizen (”1@1,,&?5“)

12

13

13

13

14

14

15

16

18

18

19

24

25



=).

un

3. UMl fianumaztunaunsa utuIIY
3.1 uwuaumslgiaanu
= d' v <K a oA a <R A =S
3.2 MwazReanuMinany 1 ialunuannidn visesvazoen
Tasenun lasuneumine

k4 H
3.3 Yugeumsdutiuanuimindnymlginaunse Iaswan

o_.A a ¢
4. HaMIAUIUNU M3IATIZVInazazUmMamaY

Y

4.1 VupDUIAZHAMIAUUUNY
a J Y

42 WaMms3AnIIENIoYA
4.3 gutiumsdsudye ud lvaaumsihau

a J a J ! v v W 4
4.4 W5 zvuazansaivoyalaonFoumeuwan lasunuiaglsz aed

nazgalInInemsUiaausens I sy

5. unagluazdarauonmy
5.1 agdmamaduiiuay
5.2 nuanumsun luilaym
5.3 YorauoLUz N MIAUHUIIU

PNT1T91994

NIANUIN
f.

U

Usziagiarilnseau

28

28

28

30

31

31

56

58

78

81

81

81

&3

84

85

85

91

93



a
AN

2.1

22

3.1

4.1

4.2

43

44

4.5

4.6

4.7

4.8

4.9

4.10

4.11

4.12

4.13

4.14

4.15

4.16

4.17

4.18

4.19

a3UYNIN

MINLAANTLANTNINYD AR NILUIUMT
MINTIVNUATTIUNAY

UHUIUMIY IR

uaastoyamssuna lunszuIUmMs

NTLUIUMIIMNUUNUN Air Leak

A3 NNUNIATFIUNTEVIUMST Air Leak nounslsuilya
N3EUIUMIINOULUALA Debering AUA 1

N3EUIUMITNULUNUA Debering AT 2

131 TUIATTIHATEUINNT Debering AT 1 noumsdiuiys
M3 NNUIIATFIUNILUINNT Debering AUA 2 noumsdiulys
A321IUMITNNUUNUA Balance & Run Out

A3 NNUNIATFIUNTEVIUNT Balance & Run Out 19UMIUTV139
MINUAAINNVANITONITNNULAAZNITZVIUMS NEUMIUTVIF4
Yamazumi Chart 191135151139

U52@NTNINMINEA (Productivity)

SN NUTIMIZ Y (Man Power)

A1519N15 A5

ee

ﬁ’ HGI’EJ‘L!TL!ﬂi CUIUNIT Air Leak

a d v 4
MINMIAIATEHT AU NI TUINMS Debering AUT 1

ee

a Jd o
ATTNNITAATISHY umualuﬂi $UIUNIT Debering ﬂu‘VI 2

ee

23

M1319M3AAT1ENTUADU 1UNTZVIUMS Balance & Run Out
M3 NNUNIATFIUATEUIUMS Air Leak Haams1livlge

AT NNUUIATIIUNTEUIUNT Debering ‘Hﬁ’\‘lﬂWiﬂgﬂﬂ‘g\i

21

22

28

39

42

43

46

47

48

49

51

52

53

55

57

58

59

60

61

62

72

73



AN

4.20

421

4.22

4.23

424

4.25

4.26

=h.

ATNNUNIATFIUATZUIUNT Balance & Run Out HaImsUsuilga
MINLAAIANINAINTONITINUUAASNIZVIUNT HaIMIUT9
Yamazumi Chart #d3m313u1g9

Uszansnumsnan (Productivity)

NATOULHUN Air Leak

A15991ULHUN Debering

IA1939NULINUN Balance & Run Out

74

75

77

78

79

79

80



msvUysllszneu

€an
=
=).

o o

L1 mweaesdyanysivesuisn ouln Ing $ina
d' g‘/ a o o Q
12 aowuinawesuiin wuln Tne $1na
A A2 A o o w
13 unud gouiasvesusin ouln Ino $ina

14 vsdmasedrelunguuesusen euln

1.5 Products Wheel

1.6 Products Foundry Automobile Part

1.7 ﬂ']WLLﬁﬂ\‘lﬁﬂﬁ")uﬂ@ﬂﬂﬂﬂ%?f‘lauﬁﬁﬁﬁlﬁuﬁl
1.8 amuaaarunagaieluyiim wuln Tne sina
2.1 UAUMWAIUNIATTIU

2.2 Yamazumi Chart

4.1 N32UIUNIT Casting

4.2 NILUVIUNIT Quenching

4.3 NIZVUIUNIT Cutting

4.4 NITVIUNIT Inspection Casting

4.5 NITUIUNIT Blanking

4.6 NIZUIUNIT Pre Heat

4.7 N32UIUNIT Spinning

4.8 NICUVIUNIT Solution

4.9 NIZUIUNIT Quenching

410  NITVIUNT Aging

4.11  A3LUIUNT Inspection Before CNC

4.12

NIZUIUNIT Shot Blast

10

12

23

24

32

32

33

33

33

34

34

34

35

35

35

36



€an
=
=).

4.13

4.14

4.15

4.16

4.17

4.18

4.19

4.20

4.21

4.22

4.23

4.24

4.25

4.26

5.1

N3¥VIUNIT CNC
NIZVIUNT Air Leak
NILUVIUNIT Debering
NILUIUNIT Balance & Run Out
Process Outline Model Line
UHUNINIUNIATTIUNTEUIUNIT Air Leak — Balance & Run Out
RMTRERIEATRIEN
aanarlunisihau (1)
aana1lunsiau (2)
Y 0o ¥
antunaums1as lnawusa
AU IUNUNIU I ULAUD Debering
am‘iy’umaumiﬁmmmuﬂ Debering
aana1 lunsimau 3)
Line Balance [198A1281A1350411
UHUNINIUNIATTIUNTEUIUNIT Air Leak — Balance & Run Out
naamalsulya

UAUNTNAIIUNIATTIU

2

36

37

37

37

38

54

65

66

67

68

69

70

71

76

82



85



COENKEI

Date

86

Section

Time Measurement Sheet

Line

Process

Vol./Month

\ol./Day

Takt Time

Record by

Seq.

Element work by station

1st

2nd

3rd 4th

5th

6th

Tth

8th

9th

10th

1

2

22

23

24

25

26

27

28

29

30

Time for 1 Cyele

Min.CT

Average

Max.CT

Fluctuation




Month

working Time per Month Day
working Time per Day Hrs. Mins. Sec.
working Time per Shift Hrs. Mins. Sec.
Order per Month Pcs.
Order per Day Prs.
Department KOTEIBETSU NORYOKU HYO Hiiwin
Line A5 19ANNEINITATUNITYIIV VUG AZASYUIUAIS Suittiuiin
Part No. dnnuiidnnseaiu ¢ O daudus O sl sjifie Hesiweou)  eouiid
Part Name wind bl (Suai) vaniwuEaTu {Juii)

23] B BASIC OPERATION TIME TOOL CHANGE AUFEIHSA A8 lieunw

&u SINISAGEIENS I VAR | patirsasienu VA asa 4 o " Tunswdin  [Vinusinudia

d sisilATal - = 2 = = o Annuiinldau Panintdhumsulai/ . u

W i Suadi uaf Sudi i Sui Hrmuseasad------

Total

L8



COENKEI

Part No. Worker ™ ‘ ‘ Volumeiday ‘ MAN
INTNNWIAI AN
Part Name oT. ‘ ‘ Date ‘ MAGHINE
Prosess Name HYOJUN SAGYO KUMIAWASE HYO O before Kaisen | O ater Kaisen WALK
Time {Sec) Operation tne Basic(secy
NO | Symbol Process Detail
Man | WG| vak 10 0 3 60 0 s 0 100 1 1
oo h O @] meportey neoksy pE—
Symbol < L] Total cycle time
QPoint  Safety sec

88



Process

Part No.

Part Name

Standardized Work Chart
HAUATNIUMNASTIU
HYOJUN SAGYO HYO

Process |Start

Step

Finish

Report By

O BF OAF| Dﬂ*¢|

Quality Check

Safery

Standord Stock

Srd Stock Pcs.

Takr Ime Sec.

Cycle Time Sec.

Operator Mo.

<

@

68



150

140

130

120

10

100

COENKE!

YAMAZUMI CHART

Line

Process :

O Before

Date

O After

NO.

Time

Time

Time

Time

Time

Time

Time

06



91



FROCESY NAME Approved Approved Checked Reported
IMFPFROVEMENT SHEET
ITEM TPS KAIZEN.
DETE :
TARGET RESULT
BEFURE FAIFEN FAIZEN 4FTER
PROBLEM POINT
RESF.

06



84

Y a
1ONA1ID N

o J J.
A011Ue1UoUA. Standardized Work (11M3NA5§1Y). [p0U lai],

Wneldan :http://www.thaiauto.or.th/tps/data_center tps/document/Standardized%20W ork.pdf.

GUNAVAUTDA : 4 TUNAY 2555)

U

Anio 5353 AI01UA (2549) , MsANMTUABUMITIOY MswaauUUTUNaT nazmsUFui;e
\l A d‘

GEARGGITGE

wWneldan http://www.ex-mba.buu.ac.th/Research/Rayong/Y-MBA12/51730487/05_ch2.pdf

[ Yy 9

(Funduaudeya : 15 TUIAN 2555)
= v  J @ Y 'V Y a
Fszwa lweTsad, suzas uniyas, aannugaelainieuuina Toyota Way (TPS),

(FunduAudeya : 15 TuNAN 2555)

Aqeiy Sansviudiuns . wUW.,  http//www.tni.ac.th/main/upload/pdf/article/ TPS.pdf  [Online],

Available : URL

(FunduAudaya : 17 5uNAN 2555)


http://www.thaiauto.or.th/tps/data_center_tps/document/Standardized%20Work.pdf
http://www.tni.ac.th/main/upload/pdf/article/TPS.pdf

A

¥o - ana

] A S a

Su aou Wina

sz iamsfnmn
[} =

sravlszanAnu

sEAUNBENANY

FTAUGANANHT

N\ CERRRLY

=,

sz IAgan

WY AT QUHIAT

30 @9MIAY 2533

Uszoununeuilals w.a. 2542

=) a R
Tsaisulsunafnm

WsenAnyneuilais N.f. 2548

T3338UIA N33

AU VIHITFIND A1V NMIIIAMIYAAINNITY W./.2551

aoiuma TuladIne — qiaju

93




	1.ปกนอก(ปกแข็ง)
	2.ปกใน
	4.บทที่ 1-5
	3.ก-ฌ บทสรุป-สารบัญรูปประกอบ
	6.ภาคผนวก ก ตัวอย่างเอกสาร san ten set
	7.ภาคผนวก ข ตัวอย่างเอกสารการปรับปรุง
	5.เอกสารอ้างอิง
	8.ประวัติผู้จัดทำโครงงาน

