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au 10 AT UAIA

Average.

Date 4/12/2012 Vol/Month 70656
Line TRB HUB 1 Vol/Day 3072
Process Rough Turning Time Measurement Sheet Takt Time 15.17
Model 2DUF054N-2E Record By.
Process No.
Seq. Element Work item 1 2 B 4 5 6 7 8 9 10 Min Max Fluct. Avg.
Hand Time 107 | 122 | 107 | 11.2 [ 124 | 118 | 13 [ 11.6 [ 103 | 10.1 10.05 13.04 1140
Walk Time 26 | 28 | 25 B] 27 | 24 | 25| 26 | 26 | 27 24 3 2.64
1 Turning UT1-1
Machine Time [ 69 69 69 69 69 69 69 69 69 69 69 69 69
Total 823 | 84 | 822|832 841 | 832|845 |832|819 (818 | 81.75 84.54 83.035
Hand Time 1151932943 1952|106 | 104 | 934 | 10.1 | 928 | 9.2 012, 1148 9.87
. ‘Walk Time 58 6.1 6 54 6 6 62 59 59 6.4 54 6.4 597
Turning UT1-2
Machine Time | 62 62 62 62 62 62 62 62 62 62 62 62 62
Total 793 | 774 | 774 | 769 | 78.6 | 784 | 775 78 | 772 | 77.6 | 76.92 79.28 77.836
Hand Time 9.63 [ 13.7 | 11.6 | 132 | 13.8 | 125 | 138 [ 10.1 | 11.8 | 13.5 9.63 13.83 12.36
. Walk Time 27 26 2.6 23 26 25 23 22 24 o) 22 29 251
Turning UT1-3
Machine Time | 70 70 70 70 70 70 70 70 70 70 70 70 70
Total 823 | 863 | 842 | 855 | 864 | 85 | 86.1 | 823 | 842 | 86.4 | 8225 86.44 84.869
Hand Time 8.66 | 10.1 | 892 [ 112 | 897 [ 102 ] 10.1 | 843 | 9.19 | 9.52 843 1124 9.54
Tuming UT1-4 Walk Time 7.8 6.3 7.7 75 8 8.4 7.7 64 69 83 63 8.4 7.5
Machine Time | 62 62 62 62 62 62 62 62 62 62 62 62 62
Total 785 | 784 | 78.6 | 80.7 79 | 80.6 | 798 | 76.8 | 78.1 | 79.8 | 76.83 80.74 79.037
Hand Time 0 0 #DIV/0!
Walk Time 0 0 #DIV/0!
Machine Time 0 0 #DIV/0!
Total 0 0 0 0 0 0 0 0 0 0 0 0 0
Hand Time 0 0 #DIV/0!
Walk Time 0 0 #DIV/0!
Machine Time 0 0 #DIV/0!
Total 0 0 0 0 0 0 0 0 0 0 0 0 0
Hand Time 0 0 #DIV/0!
Walk Time 0 0 #DIV/0!
Machine Time 0 0 #DIV/0!
Total 0 0 0 0 0 0 0 0 0 0 0 0 0
Hand Time 0 0 #DIV/0!
Walk Time 0 0 #DIV/0!
Machine Time 0 0 #DIV/0!
Total 0 0 0 0 0 0 0 0 0 0 0 0 0
Hand Time 0 0 #DIV/0!
Walk Time 0 0 #DIV/0!
Machine Time 0 0 #DIV/0!
Total 0 0 0 0 0 0 0 0 0 0 0 0 0
Minimum
Avg.
Maximum
Total (Cycle Time) | |
Periodic Operation Min CT.
Change Over Max CT.
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4.1.4 %1 3 TEN SET W3039a%1 Yamazumi Chart

4.1.4.1 M513Y5LANTMNUBINTZUIUMS

v o @ o ¥ < o {
HAIINNINITIUVLIATINITINIEIU 10 ﬂj\uﬁiﬂllé}:} uwT’E]jJaﬁhlﬁjiJmi@ﬂaﬂumiN

U
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= a

a a 9 ¥ 9 = = A = 1 9y
UszanTNINVeINTZUIUMS Wi@‘JJVNLﬂ']J"IJ@%ljﬂﬂ'lﬁl,ﬂaﬂuiﬁllﬂ‘ﬂi@lﬂﬂﬂuﬂuﬁ]ﬂﬁ?’liﬂfﬂﬂ’liu

d‘ d‘ =3 o d‘ = o d' g}/ zﬂ' FIE g’/ A :ﬂ' [
msasunnNazNuaTURAINIzIIMIasun 1 A3 LﬁJfJulﬂ‘ll’tJiJﬁﬂ\‘iL’an’f) LIDUATOIINT

U

= a A = = < Y o o a N
uaxnammﬂafm‘nummﬂaauimmﬁﬁmm mmﬁmmmmw:Jmmiaiumiwammgmaz
. A Ay v dyd [ Y ' 3
NI VIUNIT(Capacity) ﬁﬂ‘ﬂhlﬂﬁﬂﬂﬂﬁNuﬂﬂ 1’]111{7‘1/]511J’J1ﬂ§$1|’3uﬂ1§ Heat Treatment (11015

=\

UVIUMINL Cycle Time ¥INAFA ADIMIAY 23 TN

M1 4.2 71519152 ANTMINVBINTZUIUNT

LINE T-HUB1 APPROVED| CHECKED |REPORTED!
KOTEI BETSU NORYOKU HYU
PART No.: e, Mm3eanalumaiudag Process
PART NAME
BASIC TIME TOOLING
No. PROCESS CODE. HANDING TIME MACHINE TIME FINISH TIME PCS./ CHANGE | CHANGING CREI | N }—{
MIN SEC. MIN SEC. MIN SEC. | TIME TIME (SEC.) (Fes) e F 77777 ‘{
1 UT1-1 A g 69 o 4.07 42.62| —t----1]
Turning | Y12 9.87 62 4.07 47.zd —t--
uT1-3 12.36 70 4.07 41.@ [
UT1-4 9.54 62 4.07 az.e1]
2 uUT15 8.32 61 434 ags7| -
Turning |—UTL6 7.56 62 4.34 ag.72f —+--
uT1-7 10.02 68 4.34 a3.71| -
uT18 13.8 62 75.8] wasz-140 434 4,92 —-
Heat  |UH1-1 _ 22.06 22.06} 163.19)
Treatment
Eddy - 19.25 19.25| 187,01 k-~ |
3 uT2-1 13.63 39 y aes 65.44] H
Finish Turning|  UT2-2 10.74 a4 2.38 63.03| H
UT2-3 13.45 40 | 238 64.48| -
4 Driling |—UT2=4 9.74 38.88 - 4.53 67.73 —t -
uT2-5 9.99 38.09 was=200" 4.53 68.43| - -
5 OD Checkl yt2-6 2.07 5.4 7.47| ag1.03] -
Deburing | yt2-7 7.88 13.19 21.07| 500 0.94 163.56| [
UG2-1 - 16.4 16.4] 011 2@' k-
uc2-2 = 16.8 16.8] 0.03 213.90| -
Grinding |—UG2:3 - 17.92 ﬁ 0.11 100.67) -
Demagne - 4.58 4.58] 786.03| M
UG2-4 = 18 18 013 108.57) F-
UG2-5 - 18 18 013 108.57| -
6 UA2-1 9.02 12.95 21.97 163.86| F!
UA2-2 6.25 6.9 13.15 273.76| "'
7 UA2-3 2.33 13.9 16.23 221.81| H-1
UA2-4 1.95 17.25 19.2) 187.50| k-1
ua2-5 1.5 15.23 16.73] 215.18) -1
nosecne | UA2-6 1.78 16.8 18.58| 103.76| -1
8 UA2-7 2.04 17.4 19.44 185.10f b+
ua2-8 15 19.7 21.2] 169.81f b
ua2-9 3.78 16.2 19.98| 180.18| F-|
UA2-10 236 16.1 18.46} 195.02] b
9 uA2-11 5.73 132 18.93] 19017 k-]
uA2-12 1.93 16.9 18.83] 10118 b1
stamprg uA2-13 2.08 7.5 9.58] 375.78|
i | UA2-14 1.75 3.8 5.55) 6a.65| 1
10 e | UA2-15 18.32 1.3 19.62] 183.a0| 1
11 Packing 10.24 — 10.24] 3s1.56| M




4.1.4.2 MININUNATFIY
S v v Y
MINNUUIATTIUAUANTSUIUNGT GRVEAN, (Rough Turning) ﬂuﬁﬂﬂizU’mﬂﬁﬂiii}ﬂfuﬂu (Packing) G?qmiwqmmmgmﬁ

I { < 2 o 1 y @ ' : o o ¥ 2
nJim1iNﬁufc’rﬂﬂﬁ}muﬁwumuuazna1ﬂ1iw1d1u1uLL@azmumau GU’E]QWuﬂ\?1“LLQ@$ﬂH‘§QTJ%1H3HWUﬂQ1HVNfTL! 11 Ay

M3 4.3 Gﬂik‘ll’)iﬂ\ﬂuﬂﬂﬁ5§1H%ﬂﬂWﬁﬂ\‘ﬂHﬂU‘ﬁ 1

Line TRB - HUB1 Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 1 AT.T. 23.81 Sec. | @ | Before Kaizen |----- Auto Time
Part Name [TOYOTA 11| AT WILIAWIUUNINT[IIU [Cycle Time 201  [Sec.|O| After Kaizen |~—| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Mantal] Auto [waik | 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
IRERRRRANARI = —1
1 Sudiugiuaan vinauarain ladusiuiin MIC auaiag UT1-1 | 114 69 264 LT T l! | E | l I ! [ ! i i | I ! [ ! i | I I ]
T urnin Juiuoiuaan vinmuaraia taduuen MIC auainal UT1-2 | 9.87 62 5.97 AN Waiting M/C = 18.61 Sec. i
Judiuoruaan vinamazain adueiuiin MIC auaiagl UT1-3 [ 12.36 70 551 =
Sudiusuaan vinauarain afusiuiin MIC auaiag UT1-4 | 9.54 62 75 |

519 4.4 @HiNL’mNTL!iJW]3§1uﬂJﬂQWﬁﬂ01uﬂuﬁ 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 2 AT.T. 23.81 |Sec.| @ | Before Kaizen |----- Auto Time
Part Name |TOYOTA 1 [ T WILIANIUNIATFITU [Cycle Time 17.33  |Sec.|O | After Kaizen |“—~| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
TITTTTTTT ——p [ENEEEIRRRRNERERERRAREAE]
2 sufluoruaan vinauarata Taduuan MIC auaiaal UT1-7 | 10.02 61 ! ; I { ; ; ; .
1.45 iy Waiting M/C = 9.82 Sec.
. |auduouaan vinanwaraia tadusiuin MIC auaiagd UT1-5 | 8.32 62 N 3%
Turning 3.03 s
fuduouaan vinanuarata laueiusen MIC auaiad UT1-6 | 7.56 68 1.65 \ainaanns H
Suiiuouaan vinanuarata adugiuen MIC auaiaad UT1-8 | 13.8 62 15.37 I

[4°]



M319N 4.5 GI'ITNL’JE]'N'IU?J'IG]SﬁTH%BGWﬁﬂﬂHﬂHﬁ 3

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | Manual Time
Part No. 2DUF054N-2E 3 AT.T. 2381 Sec.| @ | Before Kaizen |----- Auto Time
Part Name [TOYOTA 11 [ AT WLIRNITUNINTIRITU [Cycle Time 2095 |Sec.|O| AfterKaizen [*~~[ Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Manual] Auto [walk | 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
. . Tt !]I]; Il ~T1- IEEEEEEEEEEEEEEEEENEEEEEREEEEEN]
3 s Suduoruaan vivmuazaia 1dfiueuih MIC auainad UT2-2 | 13.63 44 411 N ! Waiting MAN = 5.23 Sec. L]
TURNING [dufiuorunan vinaruazana 1aduouain MIC auaingl UT2-1 10.28 39 1.37 B
wfudunuain Free Roller ifalineinaiaias UT2-3 0.46 3.31 ]
Fudunuaan vinAnNudzan 1dﬂu\?1u5ﬁ1 M/C au UT2-3 | 13.45 40 . —
&3na wiaudu Appearance Check Mita3a9 UT2-1 uae 16.25
wiunduliiadas UT2-2

M39N 4.6 GﬂiNHﬁNTL!ﬂJW]ii'IHGUENWﬁﬂﬁ1uﬂuﬁ 4

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 |Sec.|Date:] ——| Manual Time
Part No. 2DUF054N-2E 4 ATT. 2381 |Sc.|@ | Before Kaizen |---- Auto Time
Part Name  [TOYOTA 11 | ANITWLINNWIUNINIFIU [Cycle Time 2199 [Sec.|O| AfterKaizen |[“~—| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Manual| Auto | walk | 3 10 15 20 25 30 35 40 45 50 5,56,06,57,07,58,0 85 90 95 100
4 Vv wavan fuduonuaan W@iununn MIC auaiad UT2-4 [10.20] 77.76 1.50 e, Frrmt T T T T T ToTT T T
orling |POKAYOKE CHECK 9.28 0.97 Waiting M/C = 42.06 Sec.
vinawarann dudusuaan Tafiuauain MIC auaiad uT2-5 9.81 | 76.18 0.84
POKAYOKE CHECK 10.16 L
3.14

€9



MINEN 4.7 MTRODNUNATTIVVOINTNNUAUN 5

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASEHYO |Neck MCT 23 [sec[Date:] ——| Manual Time

PartNo.  |2DUF054N-2E 5 ATT. 2381 |Sec.|@ | Before Kaizen |----| Auto Time

Part Name  [TOYOTA 11 | MIWIRWIUNINTZU [Cycle Time 1486 |Sc|O| AfterKaizen |“~~| Walk Time
Working Time Operation Time (Sec.)

No. | Step Description M/C No. [Manuall Auto | Walk 5 1(.) 15 20 25 3|0 3|5 4|0 4|5 50 55 60 65 70 75 80 85 90 95 100

5 PHE‘(?“ fudugwasn Tedunuii MICaualad UT2-6 | 207 | 54 > M ll x\;\/‘ai;i;];ﬂ,\;b;,\]:;l;;;é;j”

DU | ngvuaan Taduamuidn MIC avadag Appearance Check | UT2-7 | 7.88 | 13.19 779

A15191 4.8 mﬁmmmummgmmmwﬁﬂmuﬂu‘ﬁ 6

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASEHYO |Neck MCT 23 |sec|Date:] Manual Time
Part No. 2DUF054N-2E 6 ATT. 2381 |Sc.|@ | Before Kaizen |----| Auto Time
Part Name |TOYOTA 11 | TNV WIUUINTRTU [cycle Time 2197 |[%c.]O| AfterKaizen |“~~| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description MIC No.[anual] Awo [walk| 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
6 | orwasing |Appearance Check Sutiuuaan adtusunan MCausind | UA2-1 | 9.02 | 12.95 0.75 i il il Waiting M/IC = 4.63 Sec.
ceckon | Sudiuouaan tddunuian MIC auaiad UA2-2 | 232 | 6.9 n ]
1d /R osmuuy uavauaouas O/R 3.93 im
1.32

4]



3190 4.9 GI'ITNL’JE]'N'IU?J'IG]SﬁTH%BGWﬁﬂﬂHﬂHﬁ 7

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 7 ATT. 23.81 Sc. | @ | Before Kaizen |----- Auto Time
Part Name  [TOYOTA 11| AITWINWIUNIATFIAU [Cycle Time 16.23 [Sec.|O| AfterKaizen [“~~| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
7 washing P . . ~ UA23 é‘lll cf:‘:"> IEEEEEEEEEEEEEEEEEEEEEEEEERENEEA]
Sudunuaan 8 dunuin M/IC auainad - 2.33 | 13.9 1.45 Il Waiting Man = 4.99 Sec. |
“““““““““ Fudunuaan ldduauain MIC auadaal UA2-4 | 1.95 | 17.25 .08
sa1A%a9 UA2-5 1ila 6.72
NN;::W Sudiuoruaan Tdfusuid MIC auasad wsaun&nduou UA2-5 15 |15.23 1.10
tosecheek | gy, fy gvwaan Tafiugmiain M/C auainad UA2-6 | 1.78 | 16.8 331 il
d‘ % d‘
M1319N 4.10 G]'15’NHa'l\i'luu'lﬁii']uﬁuﬂ\iwuﬂﬂ']uﬂu‘ﬂ 8
Line TRB- HUBL Model. Worker [ HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 8 ATT. 2381 |[Sec.|@ | Before Kaizen |----- Auto Time
Part Name |TOYOTA 1 | ANIWLIRWTIUNIATFITU [Cycle Time 1944 |%c.|O| AfterKaizen [“~~| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 3|0 3|5 4|0 4|5 5|0 55 60 65 70 75 80 85 90 95 100
8 | oo |Sufiucuaan Wiueuan MIC auaiad UA2-7 | 2.04|17.4 11611 Wi Waiting MIC = 3.25 Sec.
e |y duonuaan ladunuia MIC auainal UA2-8 | 1.5 | 19.7 0.99
sealmess (95 Seal Jufiuoiuann Tafiunuiin MIC auaiad UA2-9 | 3.78 | 16.2 0.87 =
seatcreck | S dugmuann e fiunuisn MIC auaiad UA2-10] 2.36 | 16.1 3.49 .

SS



M 411 MTNOIANUNATFIVYOINTNNUAUN 9

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASEHYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 9 ATT. 2381 |Sc.|@ | Before Kaizen [----| Auto Time
Part Name |TOYOTA 11 | NI WLINWIUNINIITNU [Cycle Time 1893 [sec.|O| AfterKaizen |“~s| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manuall Auto | Walk ? 10 15 20 25 3|0 3|5 4|0 4|5 50 55 60 65 70 75 80 85 90 95 100
9 | P [ Shield fuduowaan ladunuain MIC auaind UA2-11| 573 | 13.2 o — [ Waiting MC = 1.36 Sec.

s | gy dugmann Tddunuin MIC auaiad UA2-12| 1.93 | 16.9 107 i

serens [ sydugwaan @duouian MIC auainal UA2-13] 2.08 | 75 0.9 N

v | gyduauanan Tddunuan MIC auaiad UA2-14| 1.75 | 3.8 3 i

M3 4.12 GniNHﬁNTL!lJW]iﬁ'IU"UENWﬁ’ﬂ\ﬂuﬂuﬁ 10

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 [Sec|Date:] ——| Manual Time
Part No. 2DUF054N-2E 10 ATT. 2381  [Sec.| @ | Before Kaizen |----| Auto Time
PartName |TOYOTA 11 | MIWRRWIUHNINIINUY [Cycle Time 1863 |%c.|O| AfterKaizen [“~~| Walk Time
Working Time Operation Time (Sec.)

No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
10 it dodurm 131 TITTITTTTNTT

Tafham Mark Adiuou 2.35 n

Jufuouaan WWiuoud MIC auaiad UA2-15| 1.88 | 1.3 =

99



319N 4.13 @115Nnmammmgmmmwﬁmmﬂuﬁ 11

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO [Neck MCT 23 Sec.| Date : | ——| Manual Time
Part No. 2DUF054N-2E 11 ATT. 2381 Sec. | @ | Before Kaizen |----- Auto Time
Part Name |TOYOTA 1| AT ILIRWIUNINTIIIU [Cycle Time 1024 [sec.JO| AfterKaizen [“~~] Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk ? 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
11 [ oo e s 2944 IIENNEEEEEREEERNNEEEERRENNERE
aanaadlinuusa 2.02 =
Aaduiy 7.96

4.1.4.3 UHUMNNUHNIATFIU

9 v
UAUDNWNIUNINTT T uﬁmsaumiﬁ”muu,ax!ﬁ'umamﬁmumaﬂwummmazﬂummeummﬁumﬁmumquwﬁ’w

Work Chart Line :

‘l.]ﬁ 4.16 UAALUNUNNIIUHNIATTIUNTY ‘]J’J‘Llﬂ"li‘ﬂ 1

Stmdu‘dized ‘Work Chart Line -

llﬁ 4.17 Llﬁﬂ\1LLN‘L!ﬂ1W\1"Iu3JW]iﬁWMﬂﬁu‘]J’Juﬂ"li‘ﬂ 2

LS



" N
Standardized Work Chart Line - TRB-HUB1 Standardized Work Chart Line
[From sufhumaan ersacaa Tafunuah MCeuated UT2-2
step 2] Step ‘ ‘l‘ _ - - i —
P ‘To | ‘To I e Bt T y— utes UT21

i e e )
UHLL L) uEE3
EDDY
Guaity Gresk | Sarely [Siengard Stok| Gty 5 Steok] Tk Tie | NeskWGT | GyoeTiwe | Fosirew | Gesair | Gosmentie Gusity Gresk | _Safely _[Siondrs Stook| Oy W Siock|_Taki Tame | Neok WGT | GyoeTime | PosiHow | Opermtor ] Dosument o
c |/ wmle| [ . S ] [ C/wmle| | . J . [

‘I.Iﬁ 4.18 LLﬁﬂQLLNHﬂWWQTHMT@iﬂTHﬂi%ﬂ’)uﬂﬁﬁ 3 1]‘?] 4.19 Llﬁﬂ\iLLIN‘L!ﬂ"IW\ﬂuiJW]iﬁﬁlﬂiuU’JUﬂﬁﬂ 4

Standardized Work Chart Line Standardized Work Chart Line N
‘me ‘ ez Aifurmizen Lefumueh MCeusied UT14 |F,om ‘ stfursan s MC pumiod UT1E
Step - owr Step
o] Vremazznn fufurnsen tafumih MCoustad UT25 o] tufurasn Lefuruh WG auaten Appearance Check UTZT

[T M’yChecH Sty S Rty 513 Siook | _Taki T \ Neok NET \ o Time | Fos How | Opersior | Dooument No Gusity Creck]  Ssiety [Stenoar Stook| Oty St Stook|_TakiTime | WeokWCT | CyskTime | PesiMow | Opersior | Docement No

- e 1 L 1K 1S

Seo Sec‘ Sec‘ Pos

‘l.]ﬁ 420 UEAUWUNUNNIIUNIATTIIUNGTE ‘U’J‘L!ﬂﬁ‘ﬂ 5 ‘Ijﬁ 4.21 Llﬁﬂﬂl!,Nl!ﬂTWQ"IuiJiﬁiﬁWuﬂiZ‘]J’Juﬂ"li‘ﬁ 6

89



Standardized Work Chart Line : Standardized Work Chart Line -
o | Toem | P —
il TR S ] e
i J
- _~ _~
Q—@—Q
m [
“E‘@I@ ol
o e
cnrmm ||| e
T/RASS'Y
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Minimum

Maximum

Avg.

Total (Cycle Time)

Periodic Operation

Change Over

Min CT.

Max CT.

Average.
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LINE: APPROVED| CHECKED |REPORTED
KOTEI BETSU NORYOKU HYU
PART No. : ,
mmﬂammmm‘lumiﬁmmma: Process
PART NAME :
BASIC TIME TOOLING
CAPACITY [HANDING ~ ——|
No. PROCESS | CODE. HANDING TIME MACHINE TIME FINISHTIME  |pcs./ CHANGE | CHANGING
(PCS)  |MACHINING |----- \
MIN SEC. MIN SEC. MIN SEC. ITIME | TIME (SEC.)




Standardized Work Chart Line :

UNARYIN

Check b Aproved b
St From s P Y
ep
To
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
i . : Pcs. Sec. Sec. Sec. Pcs.

S6



Page..../...... FORM 2
Line Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT Sec.| Date : | ——| Manual Time
Part No. Takt Time Sec. | @ | Before Kaizen |----- Auto Time
Part Name AT IILIXNNIIUNUTINTIOU [Cycle Time Sec. |O | After Kaizen |“—~~| Walk Time
Working Time (M) Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
Wait Check By Approved BY | JTEKT THAILAND CO.LTD
MANUFACTURING DIVISION
Total Cycle Time Sec. BEARING PRODUCTION DEPT.

96



Kaizen Activity
2013

QO Productivity up QO Inventory Reduction

QO Visual Control

Start date

O Cost down O space saving

O  65(55+ Safety)

Finish date

Approve By.
(Supervisor Up.)

Improvement ltem / vih2iaisuilge

Dept/Section/Line/Process Name

Problem (ileyin) Detail of Kaizen (shaazidaanisusuilse) Item Before After Diff money (Baht)
m
Iof
o}
=
0]
35
o)
— a
N >
3 270 =
o ® Q -
22 2 3
r C 2 E;
B @ S - Total Bant
=
2

JTEKT THAILAND Co. LTD Bearing Divition

L6



98



99

BASIC TIME TOOLING CAPACIT
No. PROCESS CODE. HANDING TIME MACHINE TIME FINISH TIME PCS./ CHANGING Y HANDING |_|
MIN SEC. | MIN sec. | MmN | sgc. | CMANGE! TIME (PCS.) MACHININGE--=- |
1 UT1-1 11.4 69 go.4| o | 407 42.62] -1
Turning |UT1-2 9.87 62 71.87 EJ:E,}}::}}:O 4,07 47.41| —=---1-|
UT1-3 12.36 70 82.36| wmszeiao | 4.07 41.65] HH---1--1
UT1-4 9.54 62 7154 S0 | 407 a7.61| H+---11
2 UTL5 8.32 61 69.32] roann | 4.34 sag.87] HH---11
Turning |UTL® 7.56 62 69.56 E}}}E}}} 4.34 ag.71| HH---1-
uTL-7 10.02 68 78.02| \woszoa0 | 4.34 43.71] H+---1--1
uT1-8 13.8 62 75.8 SR | 434 44,92 -1 |
Heat |JHL-1(Q) _ 22.06 22.06 163.19| F----1
Treatmen: NP - 23 23 156.52
Eddy _ 19.25 19.25 187.01| F--1
3 uT2-1 1363 39 52.63] tagasoo | 2.38 65.44 M1l
[fnish Turnind  UT2-2 10.74 44 54.74] iaoen | 2.38 63.03| H-----{l
uT2-3 13.45 40 53.45 0 | 238 | eadg| H-----l
4 Driling |-UT2:4 9.74 38.88 48,62 :E’Z%%Eé 453 67.73| H--------1
UT2-5 9.99 38.09 48.08] "onioo. | 453 68.43| H--------1
5  PDChech yr2-6 2.07 5.4 7.47 48193 H
Deburing| yT2-7 7.88 13.19 21.07] 500 0.94 163.56| Fl
UG2-1 = 16.4 16.4 0.11 218.05| F-1
UG2-2 = 16.8 16.8 0.03 213.90| H-1
Grinding |-98Z3 - 17.92 17.92 011 | 199.67| -1
Demagnet — 4.58 4.58 786.03| H
UG2-4 _ 18 18 013 | 19857 H1
UG2-5 A 18 18 0.13 198.57| k-1
6 orvesting | UA2-1 9.02 12.95 21.97 163.86| k-
checkon | UA2-2 6.25 6.9 13.15 273.76| H
nssywasing | UA2-3 2.33 13.9 16.23 221.81| F-|
7 it Cleanance | UA2-4 1.95 17.25 19.2 187.50| |-
Noise rspecion| UA2-5 15 15.23 16.73 215.18| H
Nosechsk | UA2-6 178 16.8 18.58 193.76 Hl
wastingoeoiing  UA2-7 2.04 17.4 19.44 185.19| }--|
8 |owcasccnang| UA2-8 15 19.7 21.2 160.81| F--|
searess | UA2-9 3.78 16.2 19.98 180.18| F-
seacree | UA2-10 2.36 16.1 18.46 195.02| F--|
steapress | UA2-11 5.73 13.2 18.93 190.17| F--|
9 stadcneek | UA2-12 1.93 16.9 18.83 19118 F-|
sampg | UA2-13 2.08 7.5 9.58 375.78| H
soionin | UA2-14 1.75 3.8 5.55 648.65| Hl
sinuats| UA2-15 18.32 13 19.62 183.49| H
10 | Packing 10.24 - 10.24 35156 H




Page....... [ FORM 1
2 o a N

: H . Jundevin

Standardized Work Chart Line : TRB HUB 1 ssued Date | 17212013
From Fuduuaan vitmnuazaia Taduaue M/C auaiaal UT1-1 Check by Aproved by
Ste - -
p To Juduouaan vitanugsaia ladunuidn M/C auainad UT1-4 MS.YUPHA P.
UT1-4
ROUGH 2 ROUGH 1
ouT
Heat Treatment
UT1-1 UT1-2
ROUGH 2

MATIN ROUGH 1

Quality Check Safety Standard Stock [ Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O O .
Pcs. Sec. Sec. Sec. Pcs.

00T



Page....... [ FORM 1
1 1 . E ‘Iﬂ’ -
Standardized Work Chart Line : TRB HUB 1 s 212013
From Fudunuaan vinanuarats Taduaua M/C auaia UT1-7 Checkby Aproved by
Ste - -
p To Judiuuaan vinanuazate ldduaun M/C audiagd UTL1-8 MS.YUPHA P.
L UT1-7
UT1-6
UT1-8
ROUGH 2
ROUGH 2
Heat Treatment
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O (k| O 2
Pcs. Sec. Sec. Sec. Pcs.

T0T



Page....... [ FORM 1
H H . Fundavin
Standardized Work Chart Line : TRB HUB 1 ssued Date | 1212013
From QUENCHING Check by Aproved by
Ste

p To EDDY CHECK MS.YUPHA P.

Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O[] O :
Pcs. Sec. Sec. Sec. Pcs.

[40)"



Page....... [ovnn. FORM 1

o aa o
- . . Fundavin
Standardized Work Chart Line : TRB HUB 1 lssued Date | 1/2/2013
From Fufuuaan vinauazaia Tadunuan M/C auadng UT2-2 Check by Aproved by
Ste -
p To uaan vinanuazaa Tdduauein M/C auainal wiaudu Appearance Check Mia3ad UT2-1 uanidunduliinia MS.YUPHA P

<

UT2-1
FINISH T.

FINISHT. FINISH T.

Quality Check

Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.

Q

w» O s

Pcs. Sec. Sec. Sec. Pcs.

€01



Page....... ... FORM 1
: : . Furidavin
Standardized Work Chart Line : TRB HUB 1 soued Date | 11212013
From vihnuaraia Judunuaan Taduanuiin MIC auaiaed UT2-4 Checkby Aproved by
Ste - -
p To vianuaran Judiunuaan ladunuiih M/C audina UT2-5 MS.YUPHA P.
UT2-4
DRILLING
UT2-5
DRILLING
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
SHL Je 2
Pcs. Sec. Sec. Sec. Pcs.

V01



Page....... [ FORM 1
: ; . FunFavin
Standardized Work Chart Line : TRB HUB 1 ssued Date |  1/2/2013
From Fuduouaan ldduauein M/C auainal UT2-6 Check by Aproved by
Ste - -
p To Judiunuaan T&Fuui M/C auaina ,Appearance Check UT2-7 MS.YUPHA P.
>
Grinding
UT2-6 uT2-7
OD.CHECKER DEBERING
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O (k| O 2
Pcs. Sec. Sec. Sec. Pcs.

SOt



Page....... [ovrn. FORM 1
Standardized Work Chart Line : TRB HUB 1 uioni 212013
From Check by Aproved by
Step To MS.YUPHA P.

Quality Check

Safety

Standard Stock

Q'ty Std.Stock

Takt Time

Neck MCT

Cycle Time

Pcs./Hour

Operator

Document No.

Q

O

Pcs.

Sec.

23

Sec.

Sec.

Pcs.

90T
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. - . Jundavin
Standardized Work Chart Line : TRB HUB 1 esued Date | 11212013
From Appearance Check, Yufiuuaan ladfunun M/C ausiaal UA2-1 Check by Aproved by
Ste - -
p To Judtusuaan T&duui1 M/C auaing UA2-3 MS.YUPHA P.
II, \\\\
¥
— @ D
1 ? — 4
DSE O OB [E
N UA2-1 UA2-2 UA2-3
O/R WASHING 1| | OD.CHECKER S S ING
I/R ASS'Y
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O |k O 23
Pcs. Sec. Sec. Sec. Pcs.

L0T



Page....... [ FORM 1
Standardized Work Chart Line : TRB HUB 1 ssued Date | 1212013
From Fuduouaan Tadunuizin M/C ausiad UA2-4 Checkby Aproved by
Ste - -
P To Judiuouaan l&dunuih M/C auaina UA2-8 MS.YUPHA P.

UA2-4 UA2-5 UA2-6 UA2-7 UA2-8 L
AXIAL CLEARANCE NOISE 1 NOISE 2 WASHING & DEOIL NOISE 2 :
SEAL
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O || O 23
Pcs. Sec. Sec. Pcs.

801



Page....... [ FORM 1
: : . FurAFavin
Standardized Work Chart Line : TRB HUB 1 ssued Date | 1/2/2013
From Fufunuaan Tddusuan M/C ausiagd UA2-9 Check by Aproved by
Ste . -
p To Juguuaan Tdduauein M/C auaina UA2-13 MS.YUPHA P.
g
S——
- UA2-9 UA2-10 - UA2-11 UA2-12 UA2-13
: SEAL RESS SEAL CHECK : SHIELD PRESS SHIELD CHECK STAMPING
SEAL SHIELD
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O ik O 23
Pcs. Sec. Sec. Sec. Pcs.

60T



Page....... [ FORM 1
: : . TunSavin
Standardized Work Chart Line : TRB HUB 1 1212013
From dotihminduenu UA2-14 Check by Aproved by
Step ~ — MS.YUPHA P.
To Judiuuaan Tddunuidn M/C audiaad UA2-15
II ‘\
’ AY
‘\
-
>
DO
UA2-14 UA2-15 ]
TOTAL WEIGHT ANTIRUST -
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
SBL JEe 23
Pcs. Sec. Sec. Sec. Pcs.

oTT



Page....... [ FORM 1
1 1 . 5 ai -
Standardized Work Chart Line : TRB HUB 1 osued Date | 1212013
From wiunaas Check by Aproved by
Step To oy MS.YUPHA P.
UA2-15 ]
ANTIRUST |[]
Polycase m [ | |
RN Store
Packing area side Line
Quality Check Safety Standard Stock | Q'ty Std.Stock Takt Time Neck MCT Cycle Time Pcs./Hour Operator Document No.
O |k | O 2
Pcs. Sec. Sec. Sec. Pcs.

11T



Page........ [... FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec.| Date : | ——[ Manual Time
Part No. 2DUF054N-2E 1 ATT. 23.81 Sec. | @ | Before Kaizen |----- Auto Time
Part Name |TOYOTA 10 | NTNILIXRWIUNIATINUY [Cycle Time 201 |%c.|O| AfterKaizen [“~~| walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Manual| Auto | walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 8 90 95 100
1 uiiuouaan vinmnuarata tadusuin MIC auaiaal UT1-1 114 69 2.64 i “ i i i i [1 ﬁﬁl | | | | | | | | | | | | | | | | | | | | | |
. TTTITTTT
Tumim:m‘ﬁwwaﬂn vivamaraia i MIC auadag UT1-2 | 9.87 62 597 Ul Waiting M/C = 18.61 Sec.
Suduoruaan vinauarata Tadusuan MIC auainal UT1-3 | 12.36 70 251
Sudusuaan vinanuaraia Tddusiua MIC auaiag UT1-4 9.54 62 75
i Cycle Time = 80.4/2 =40.2 Sec/Pcs. i
ERNANANARNARARARARNARAA RN AR AR AN AR AR ARARA R
Cycle Time Rought Turning 1,2
=40.2/2 = 20.1 Sec/Pcs.
Wait Check By Approved By | JTEKT THAILAND CO.LTD
43.17 | 18.61 | 18.62 MANUFACTURING DIVISION
Total Cycle Time Sec. 80.4 KAIZEN SECTION

[4n"



Page........ [....... FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec.| Date : | ——[ Manual Time
Part No. 2DUF054N-2E 2 ATT. 2381  [Sec.[@ | Before Kaizen |----- Auto Time
Part Name [TOYOTA 10 | ANTWIRTIIUNTINTI[IU [Cycle Time 1733 [Sec.]O| AfterKaizen [“~~] Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manuall Auto | Walk ? 10 15 20 25 30 35 40 45 50 55 60 65 70 7|5 8|0 8|5 9|0 9|5 100
TTTTITITT -
2 Fuiuouaan vinmuazaia diuouiin MIC auainad UT1-7 | 10.02| 61 1.45 i i i i i i i Waiting MIC = 9.82 Sec.
T urnin fuiuoruaan vinanuazaia tadunuin MIC auadal UT1-5 | 832 62 3.03 \ :
Fuiuouaan vinmmazaie tdduouiin MIC auaiaad UT1-6 | 7.56 68 1.65 T il
udusuaan vinmiuazaie tdduguiin MIC auaiaa UT1-8 | 13.8 62
15.37
| Cycle Time = 71.02/2 = 35.51 Sec/Pcs.
IRNRRRRRARRRRNNRARRARNNRRRRARNINNNRRINARNRANRNAE]
Cycle Time Rought Turning 1,2
= 35.51/2 = 17.76 Sec/Pcs.
Wait Check By Approved BY | JTEKT THAILAND CO.LTD
39.7 [ 9.82 | 215 MANUFACTURING DIVISION
Total Cycle Time Sec. 71.02 KAIZEN SECTION

€11



Page........ [ FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO [Neck MCT 23 Sec.| Date : | Manual Time
Part No. 2DUF054N-2E 3 ATT. 2381  [Sec.|@ [ Before Kaizen [----- Auto Time
Part Name  [TOYOTA 10 [ AITMLIRNITUNTIATFAIU [Cycle Time 2095 |Sec.|O| AfterKaizen |“~~] Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
s ) N ~ N 13.63 44 JLIITITTIIITTT TTITITIIIT e ITTTTITTITITTITTT TITTTTITTIT
3 . Jufuoruaan vinawaraia laduouiin M/C auaiaad UT2-2 . 411 ! ! ! ! ! ! ! ! Waiting Man = 5.23 Sec. I
TURNING [dudiugiuaan vinaruazaia Taduouidn MIC auaiaad uT2-1 10.28 39 1.37 »
nfufuguann Free Roller tfaluneinaadas UT2-3 0.46 3.31 N ol
Judunuaan vinanuIvan 'la"i]u\?wul"u"w M/C au UT2-3 | 1345 40 ’
a3naf wiaufu Appearance Check Mia3as UT2-1 uay 16.25

Wunduliindag UT2-2

Cycle Time 62.86/3 = 21.62 Sec/Pcs.
T T

Cycle Time Finish Turning ffueu 3 fu

=62.86/3 =21.62 Sec/Pcs.

Wait Check By Approved BY | jTEKT THAILAND CO.LTD
37.82 25.04 MANUFACTURING DIVISION
Total Cycle Time Sec. 62.86 KAIZEN SECTION

Y1t



FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | Manual Time
Part No. 2DUF054N-2E 4 ATT. 23.81 |Sec.| @ | Before Kaizen Auto Time
Part Name  [TOYOTA 10 | ANITWLINMWIUNIATRIU [Cycle Time 214 [sec.]O[ Atfter Kaizen Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Manual| Auto | walk 5 0 25 30 35 40 45 50 55 60 65 70 75 80 90 95 100
TTTTITT =
4 vihawaraa fuduuaan tadunuah MIC auaiag UT2-4 | 7.84 [77.76 1.50 T T T T T
Driling |POKAYOKE CHECK 9.28 0.97 Waiting M/IC = 43.99 Sec.
vinmuazatn fuduoiuaan Tadusuiin MIC auaiag UT2-5 7.88 | 76.18 0.84
POKAYOKE CHECK 10.16
3.14
Cycle Time = 85.6/2 = 42.80 Sec/Pcs. {H
T MO O T
Cycle Time Dirilling 1,2
= 42.80/2 = 21.40 Sec/Pcs.
Wait Check By Approved By | JTEKT THAILAND CO.LTD
35.16 [ 43.99 | 6.45 MANUFACTURING DIVISION
Total Cycle Time Sec. 85.60 KAIZEN SECTION

STT



Page........ [ FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. [ Date - ——[ Manual Time
Part No. 2DUF054N-2E 5 ATT. 2381 |Sec.| @ | Before Kaizen |----- Auto Time
Part Name |TOYOTA 10 | ANTWIRTINUNTINTIFIU [Cycle Time 1486 |S%c.|O| AfterKaizen [“~~[ Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto [ Walk > 10 15 20 25 30 35 40 45 50 5> 60 65 70 75 80 8 90 95 100

oD x : . wmANARER ™ -
5 Heex g [Futiuomanan tWiunuuh MIC aualng UT2-6 | 207 | 5.4 )12 H ] Waiting Man = 7.39 Sec.

DEDUIMY [ vuaan Tadiuonuiin MIC auatasl Appearance Check UT2-7 | 7.88 | 13.19 2.79

Wait Check By Approved BY | JTEKT THAILAND CO.LTD
9.95 491 MANUFACTURING DIVISION
Total Cycle Time Sec. 14.86 KAIZEN SECTION

911



Page........ [....... FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 6 ATT. 23.81 Sec.| @ | Before Kaizen |----- Auto Time
Part Name |TOYOTA 10 | ANTNIINMWIUUINT[IU [Cycle Time 2009 |sc.|O| AfterKaizen |“~~| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. |Manual| Auto | Walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 8 90 95 100
TTTTIT
6 [ orwasning |Appearance Check udiustuaan tadusman mcousind | UA2-1 | 6.76 | 12.95 0.75 I I Waiting Man = 0.38 Sec. |
creccon | Fudiunuaan afunun M/IC auadad UA2-2 | 2.32 6.9 T
1d IR Wosuuu uavduaonas O/R 3.93 1.00 7]
westno | gy dugwaan Tdduanui MIC auadaad UA2-3 | 2.33 | 139 3.00 1l
I Cycle Time = 20.09/1 = 20.09 Sec/Pcs. I
Wait Check By Approved BY | jTEKT THAILAND CO,LTD
15.34 4.75 MANUFACTURING DIVISION
Total Cycle Time Sec. 20.09 KAIZEN SECTION

L1T



Page........ [o...... FORM 2

Line TRB - HUBL Model. Worker [ HYOJUN SAGYO KUMIA WASE HYO [ Date ] ——| Manual Time
Part No. 2DUF054N-2E 7 .| ® | Before Kaizen |----- Auto Time
Part Name  [TOYOTA 10 | ANTIAMWIUUINT{IU o] AfterKaizen [“~~| Walk Time
Working Time (Sec.)
No. [ Step Description M/C No. |Manual| Auto | Walk 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
7 | e | suduouaan taduauan MIC auadaal UA2-4 | 1.95 | 17.25 108 o Waiting MIC = 1.09 Sec.
..sN;L:;n Sudiuoruaan dduaun MIC auaingd wiauwanduou UA2-5 1.5 |[15.23 1.10
Nosecreek | gy diugnuaan taduomian MIC auainal UA2-6 | 1.78 [ 16.8 100
e | Sudiuomann Wiwemun MIC auaad UA2-7 | 2.04 | 17.4 1.16
e | fyfugwaan Wddunuun M/C auaiag UA2-8 | 15 [ 197 5.00
Wait Approved By | JTEKT THAILAND CO.LTD
8.77 |1 1.09 | 9.34 MANUFACTURING DIVISION
Total Cycle Time Sec. 19.2 KAIZEN SECTION

8T1



Page........ [ FORM 2
Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO [Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 8 ATT. 2381 |Sec.| @ | Before Kaizen |----- Auto Time
Part Name  |TOYOTA 10 | A1TNILIRNINUUIAT[TIU [Cycle Time 20.4 Sec.|O | After Kaizen || Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Manual| Auto | Walk > 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
8 | ™™= |14 Seal fudusuaan ldduauin M/C auainad UA2-9 | 3.78 | 16.2 087 I I Waiting Man = 0.42Sec.
seacheek | quflugruaan T duonen M/C auaingd UA2-10| 2.36 | 16.1 1.00 LT
Siearess 19 Shield ¥udiunuaan dduomuain M/C auainal UA2-11| 2.7 | 13.2 111
oo | g dugwaan W@dunuiin M/IC auaiaal UA2-12| 1.93 | 16.9 1.07 m
s | gy dugwaan taduanuin M/IC auaiaal UA2-13| 2.08 | 7.5 35 T[T i
cle Time = 20.40/1 = 20.40 Sec/Pcs. I
Wait Check By Approved By | JTEKT THAILAND CO.LTD
12.85 7.55 MANUFACTURING DIVISION
Total Cycle Time Sec. 20.4 KAIZEN SECTION

611



Page........ [....... FORM 2

Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO Manual Time
Part No. 2DUF054N-2E 9 Before Kaizen |----- Auto Time
Part Name [TovoTA 10 | ANTWILIRWIUNINTINU After Kaizen || Walk Time
Working Time
No. [ Step Description M/C No. [Manual| Auto 25 30 35 40 45 50 65 70 75 80 85 90 95 100
TITTTTITTT I ITTITITITTNT
9 deimin {5, dugruaan Tdduruiah MIC ausiag (UA2-14) UA2-14| 1.75 3.8 Waiting Man = 16.06 Sec.
\diaduanu UA2-15| 13.1
Qi nm Mark viduow 2.35
vosiiutif 0 ) owaan Tddunuiai M/C auaiag 1.88 | 1.3
Wait JTEKT THAILAND CO.,LTD
19.08 MANUFACTURING DIVISION
Total Cycle Time Sec. 2161 KAIZEN SECTION

0ct



Page........ [....... FORM 2
Line TRB - HUBL Model. Worker | HYOJUN SAGYO KUMIA WASE HYO |Neck MCT 23 Sec. | Date : | ——| Manual Time
Part No. 2DUF054N-2E 10 ATT. 2381 |Sec.|®@ | Before Kaizen |----- Auto Time
Part Name [TOYOTA 10 | AR WTUNINTFIU [Cycle Time 1024 [ec.]O| AfterKaizen [“~~| Walk Time
Working Time Operation Time (Sec.)
No. | Step Description M/C No. [Manuall Auto | walk 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100
10 Packing lyfunaag 19 wauduould dang 29.44 ””II””I”””””””””'|
sanaaglilinuuse 2.02 =
ATy 7.96 1.55
Cycle Time = 40.97/4 = 10.24 Sec/Pcs.
[T T T
Cycle Time Packing fiftuau 4 4u
= 40.97/4 = 10.24 Sec/Pcs.
Wait Check By Approved BY | jTEKT THAILAND CO.LTD
3942( 0 1.55 MANUFACTURING DIVISION
Total Cycle Time Sec. 40.97 KAIZEN SECTION

1T
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