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Project' s name Reduce Defect Shaft Oil Pump

Case study : P — Quality Machine Part Co.,Ltd.

Writer Mr. suvijak Yasurin

Faculty Faculty of Business Administration, Industrial Management
Program.

Faculty Advisor Mr. Suradate pattaravicheen

Job Supervisor Mr. Songkham ngamsanit

Mr. Ittipon Piyaatsavajinda

Company ' s name P Quality Machine Parts CO.,LTD.

Business Type / Product Motorcycles Parts, Automotive Parts, Compressor Parts,
Agricultural Parts, Electronic Parts, Sanitary Parts,

Summary

From the studying the Shaft Oil Pump’ defect problem by use Charts (as such 4Windows
are classification of problems at work) for analysis to find a cause of this problem, it can discover
two critical problem that is Go not pass and Stick together. Uses a Cause and Effect Diagram and
Why —Why Chart to solve this problem and increase efficiency. Analysis results Show that Clean
Bolt , set Lifetime and Check time Equipment Inspection can reduce Go not pass Problem and

cutting Bolt can reduce Stick together Problem and build Standards to prevent repeated problems.

The issue of improving reduce Go not pass Problem can defect reduction from 11.67% to
3.62% , Stick together Problem can defect reduction from 7.30% to 3.31% As a result, the
Defect of the Heat Treatment of Shaft Oil Pump RZ0 from 29% to 17%, down from 41.37% . Can

significantly decrease cost 101,520 baht per year and reduce the time wasted. 924 hours per year
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