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PAKPROMMIN, 81 PP.

The objective of the study is to apply Toyota Production System (TPS) in a
Cylinder Head Gasket Manufacturing Process by developing from the order receiving
process, sending the customer’s needs through the production line by Kanban, smoothly
the customer’s order level by use Heijunka Post, Line balancing by use San Ten Set
and Yamazumi chart, Reduce process and lead time to change over the Die Sets by
SMED Mechanics.

After the implementation of TPS, lead time to production, work in process and
inventory, defect rate were reduced by 54%, 72% and 67% respectively. Furthermore,

productivity of the process was improved by 31%.
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Line: J Model: 1KD, 2KD

P./No : 11115-0L020/ 10 Cus. Name : ST™M

P./Name : Gasket Cylinder Head Volume: 30,000 Pcs/M Issued Checked Approved
ftem Key Process Flow Process Diagram MC (No.) [M/C (Ton) Detail

01 |Receive Mat'L

4/P

=
o
I
T

ubD L/P

02 |Incoming

4/P=0.25x110xCoil=SuS403

U/R=0.25x190%xCoil=SUS403

% 2/P=0.35x190xCoil=SUS403
L/P=(A=1.15,B=1.1,C=1.05)x190xC0il=SUS40:

03 |Store

4_

uD , PH

04 [Mixing

Ot

uD , PH

05 |1P1&CuT (21P)

06 |DEGREASE (2/P)

CO—<HOR

07 |U-UD COAT (2/P)

08 |U-UDDRY (2/P)

09 |L-UD COAT (2/P)

10 |L-UDDRY (2/P)

11 |TRM& 2P (2/P)

et

12 |BEADING (2/P)

13 |FLAT (2/P)

14 |BL&PI (UP)

15 |BUR (UP)

16 |BEADING (UIP)

17 |1PI&CUT (4/P)

18 |BEADING (4/P)

19 |TRM(4/P)

—O0000

20 |ASSY (UPA4IP)

5

21 |DEGREASE (U/PA4/P)

22 |INSPECTION

23 [BL&PI (LIP)

24 2P (UP)

25 |DEGREASE (L/P)

26 |ASSY (UP4/P2IP,LIP)

—000

N
J

27 [CURL

28 |PRESS & LEAK

29 |DEGREASE

30 [U-PH2 COAT

31 [U-PH2-REST

32 |U-PH2 DRY

33 |L-PH2 COAT

34 |L-PH2-REST

35 [L-PH2-DRY

36 |FINAL INSPEC. & PACKING

37 |WAIT TO STORE

38 [STORAGE

39 |DOCK AUDIT

40 |DELVERY

@@qgoooTodToooc
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Line : J Model : 1KD,2KD
P/No : 11115-0L020/ 10 [Cus.Name: STM
P/Name : Gasket Cylinder Head Issued Checked Approved
Picture Refer. : PS-STM-0008
Date : 29-Aug-2007
Worker :
ltem | Process Working fime -
1 2 3 4 5 Min Max | Sum | Avg
1Pi&Cut | -na SW ia3a9 Press vinu 50 | 60 | 50 | 60 | 70 | 50 | 70 | 120 | 6.0
OP1 -niuuida Toluene 6.0 [ 150 | 140 | 140 | 120 | 6.0 | 150 | 21.0 | 105
Degrease | -iau'lilia3ag Degrease inau'liduaiu , na SW 4.0 3.0 3.0 3.0 2.0 2.0 4.0 6.0 3.0
-\a3a9 Degrease i (au 3 u 14a1233ut)| 7.6 | 7.6 | 76 | 76 | 76 | 76 | 76 | 152 | 7.6
L-UD Coat | -ufiusuaan, ueulmilauny, na SW. 5.0 6.0 7.0 6.0 5.0 5.0 7.0 | 120 | 6.0
OP2 |(2/P) -m/c Coat vinou 16.0 | 17.0 | 150 | 16.0 | 17.0 | 150 | 17.0 | 32.0 | 16.0
-1ou'laluauiivias Dry Oven 30 | 50 | 40| 40 | 50 | 30 | 50 | 80 | 40
U-UD Coat | -uiuguaan, unulutlgunu, na SW. 6.0 6.0 7.0 6.0 8.0 6.0 8.0 14.0 7.0
OP3 [(2/P) -m/c Coat vinou 17.0 | 16.0 | 18.0 | 16.0 | 18.0 | 16.0 | 18.0 | 34.0 | 17.0
-1ih97u'luanudivias Dry Oven 20 | 30 [ 50 | 60 | 20 | 20 | 6.0 8.0 [ 40
Trim&2P1 | -weiuswaanan mic, inulmilauny, na SW. 40 | 50| 50| 40 | 30 | 30 | 50 | 80 | 40
(2/P) -nvc Trim vinowu 70| 80 | 70 [ 90 | 70 | 70 | 90 [ 160 | 80
-.giutlal m/c Bead 20 | 30 [ 20| 30 | 1.0 [ 10 | 30 | 40 | 20
OP4 |Bead (2/P) | -wauswaanain mic, ineulmilaunu, na SW. 50 [ 30 | 40 | 30 | 40 | 30 | 50 | 80 | 40
-m/c Bead vinou 150 | 16.0 | 16.0 | 17.0 | 16.0 | 15.0 | 17.0 [ 32.0 | 16.0
-l mic Flat 30 | 10 [ 20 | 30 | 30 | 1.0 | 30 [ 40 | 20
Flat (2/P) | -nBiusuaanain mic, inouimilduny, na SW. 50 | 60 | 50 | 40 | 6.0 | 40 | 6.0 | 100 | 50
-m/c Flat vinou 13.0 | 12.0 | 14.0 | 13.0 | 13.0 | 12.0 | 14.0 | 26.0 | 13.0
-iiunau mic Trim 70 | 40 | 80 | 50 | 6.0 | 40 | 80 | 120| 6.0
BL& Pi -wAuguaanan NVc, dulvlduny, na SW. 40 | 40 | 60 | 50 | 50 | 40 | 6.0 | 100 | 50
(U/P) -mv/c BL vinou 70 | 80 | 90| 80 [ 70 | 70 | 9.0 | 16.0 | 80
-1dutlal mic BUR 20 | 30 [ 20| 40 | 30 | 20 | 40 | 60 | 30
OP5 (BUR (U/P) | -ueiuoruaanain nvc, inowimildunu, na SW. 40 | 50 | 50 [ 50 | 30 | 30 | 50 | 80 | 40
-m/c BUR vinau 13.0 | 12.0 | 12.0 | 12.0 | 11.0 | 11.0 | 13.0 | 24.0 | 12.0
-1eiu'ly nvc Beading 4.0 4.0 4.0 2.0 2.0 2.0 4.0 6.0 3.0
Beading -uBluuaanann MVc, Waulntlguny, na SW. 4.0 2.0 2.0 4.0 4.0 2.0 4.0 6.0 3.0
(U/P) -m/c Beading vinou 15.0 | 13.0 | 140 | 15.0 | 13.0 | 13.0 | 150 | 28.0 | 14.0
-Liunadu mic BL 50 | 40 | 60| 40 | 40 | 40 | 6.0 | 100 | 50
1Pl & Cut | -pBiueruaanain mic, inuimilduny, na SW. 50 [ 120 50 | 60 | 50 | 40 | 60 | 100 | 5.0
(4/1P) -m/c 1P vinou 11.0 | 11.0 [ 100 | 9.0 | 9.0 | 9.0 | 11.0 | 20.0 | 10.0
-1&ulal m/c Beading 10 [ 20 | 30| 1.0 [ 20 | 20 | 30 | 40 | 20
OP6 |Beading -uBugiuaanain NVc, wvulmilaunu, na SW. 50 | 50| 60| 40 | 20 | 20 | 6.0 | 80 | 40
(4/P) -m/c Beading vinou 15.0 | 14.0 | 140 | 150 | 13.0 | 13.0 | 150 | 28.0 | 14.0
-idiutlal Ve Trim 30 | 20 [ 10| 20 | 30 | 10 | 30 | 40 | 20
Trim -uAugIuaanain Mc, rnulnulawnuy, na SW. 3.0 2.0 1.0 2.0 3.0 1.0 3.0 4.0 4.0
(4/P) -m/c Trim vingu 20 | 30 [ 10 | 20 | 30 | 1.0 | 3.0 [ 40 | 100
-Liundu nvc 1P 50 | 60 | 40| 60 | 6.0 | 40 | 6.0 | 100 20
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Line : J Model : 1KD,2KD
P/No : 11115-0L020/10 |[Cus.Name: STM
P/Name : CYL. HEAD G/K Issued Checked Approved
Picture Refer. : PS-STM-0008
Date : 29-Aug-2007
Worker :
Time
Iltem | Process Working
1 2 3 4 5 Min Max | Sum | Avg
OPG6 |Ass'y -yifiuay 4/P dseaudu UP 20 | 20 | 10| 30 | 10 | 1.0 | 30 | 40 | 20
Degrease | -iautliia3ag Degrease yruluduiu , na SW 40 | 50 | 30 | 30| 40 | 30 [ 50 | 80 | 40
BL& Pi -wluguaanain MVc, innulmilsuny, na SW. 40 | 50 | 50 | 40 | 6.0 | 40 | 6.0 | 100 ]| 5.0
(L/P) -m/c BL vivu 80 | 90 | 9.0 | 100| 10.0| 80 | 100 180 | 9.0
-1du'lal mc 2Pl 10 [ 20 | 30| 10 | 20 | 1.0 | 3.0 | 40 | 20
OP7 |2Pi (L/P) | -wausnuaanain mic, drnulnilduny, na SW. 40 | 20 | 40 | 60 | 50 | 20 | 60 | 80 | 40
-m/c 2Pi vinou 11.0 | 9.0 | 10.0 | 11.0 [ 10.0 | 9.0 | 11.0 [ 20.0 | 10.0
-1iu'lal m/c Degrease 3.0 1.0 2.0 1.0 3.0 1.0 3.0 4.0 2.0
Degrease | -iauliia3ag Degrease inou'lyduaiu , na SW 4.0 5.0 3.0 4.0 3.0 3.0 5.0 8.0 4.0
(LP) -1A3av Degrease vinow (au 3 4iu tia123%u ) | 7.6 | 76 | 76 | 7.6 | 76 | 76 | 76 | 1562 | 76
Assy -sgnunuonuadingedu U/P,4/P,2/P,L/P 3.0 4.0 5.0 3.0 5.0 3.0 5.0 8.0 4.0
OP8 (Curl -uBugiuaanain e, inulmilaunu, na SW. 20 | 40 | 30 [ 40 | 20 | 20 | 40 | 60 | 30
-m/c Curl vinnu 11.0 | 13.0 | 11.0 | 13.0 | 12.0 | 11.0 | 13.0 [ 24.0 | 12.0
-Liu'ly Assly 30 | 40 | 20 [ 20 | 20 | 20 | 40 | 60 | 3.0
Press& -yliuuaanain Mc, iulmildunu, na SW. 40 | 60 | 40 | 50 | 50 | 40 | 6.0 [ 100 | 50
OP9 |Leak -m/c Press & Leak vingu 13.0 | 15.0 | 14.0 | 14.0 | 140 | 13.0 [ 15.0 | 28.0 | 14.0
-uiullwbuay 20 | 40 | 20 [ 20 | 20 | 20 | 40 | 60 | 3.0
OP10|Degrease | -uaiusuida Toluene , 1ingrulaluaiud Degrease 15.0 | 15.0 | 16.0 | 120 | 12.0 | 120 | 16.0 | 28.0 | 140
-1a3av Degrease vinou (au 3 fu lda123%u) | 76 | 76 | 76 | 76 | 76 | 76 | 76 | 152 | 76
-iruaanliduanuiiinausa Screen 3.0 5.0 5.0 5.0 4.0 3.0 5.0 8.0 4.0
Coat -wBuguaan, uulnilduny, na SW. 60 | 50 | 70 | 60 | 70 | 50 | 70 | 120| 6.0
OP11| (L-PH2) |-m/c Coat vinou 150 | 17.0 | 16.0 | 16.0 | 15.0 | 15.0 | 17.0 [ 32.0 | 16.0
Rest oy 9.0 | 11.0 | 100 [ 200 | 9.0 | 9.0 | 11.0 | 20.0 | 10.0
Dry -ionulaluauiivias Dry Oven 3.0 4.0 4.0 4.0 5.0 3.0 5.0 8.0 4.0
Dry Oven vinu 18.0 | 18.0 | 18.0 | 18.0 | 18.0 | 18.0 | 18.0 | 32.0 | 18.0
Coat -ufluguaan, Wulmildunu, na SW. 5.0 6.0 7.0 5.0 6.0 5.0 7.0 | 120 | 6.0
OP12| (U-PH2) |-mic Coat vinou 15.0 | 17.0 | 16.0 | 16.0 | 17.0 | 15.0 | 17.0 | 32.0 | 16.0
Rest -fingu 9.0 | 10.0 | 11.0 [ 100 | 10.0 | 9.0 | 11.0 | 20.0 | 10.0
Dry -1 lduauiviag Dry Oven 20 | 30 | 40 | 40 | 30 | 20 | 40 [ 60 | 3.0
Dry Oven vinu 18.0 | 18.0 | 18.0 | 18.0 | 18.0 | 18.0 | 18.0 | 32.0 | 18.0
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Line: J Model : 1KD,2KD Worker Cyc le Time Study Man
P./No: 11115-0L010 Cus.Name: ST™M mic
r VAN
P./ Name : CYL. HEAD G/K 10 C/T Study : 27 Sec. Takt Time: Walk
. i 5 10 15 20 2 30 35 4
Worker | Process Working Man | mic | Walk
1Pi&Cut | -na SW in3as Press vinu 6.0 T T | | ‘ |
OP1 -wBugudia Toluene 14.0 I | [ I
Degrease | -ifiu'luia3ag Degrease ynulduaiu, na SW 3.0 24s
-La3a 9 Degrease vinou 76 I
L-UD Coat| -ninawaan, innutmildunu, na SW. 6.0
OoP2 (2/P) -nvc Coat vinau 16.0 = t— = =
-1iowliluanuiviag Dry Oven 4.0 22s
U-UD Coatf -veiuouaan, ivmtmitdunu, na SW. 7.0 | |
orP3  |@P) mlc Coat v 10 ainininbsmsndnEnbl
-1 'lluanuvias Dry Oven 4.0 NN 24s
Trim&2P!1 [ -weuguaanain mic, iroubmildunu, na SW. 4.0
(2/P) -nve Trim vinou 8.0 =TT 71
-éiulal m/c Bead 2.0
OP4  [Bead (2/P)| -nfiunuaanain mc, inomulmilduny, na SW. 4.0
-nve Bead vinau 16.0 T T T T T T T
-iulal Ve Flat 2.0
Flat (2/P) | -veuswaanain mic, iowbmilauny, na SW. 5.0
-mvc Flat vinow 13.0 ml
-Liiunay mvc Trim 6.0
BL& Pi -whuuaanann Me, Wubmitdunu, aa SW. 5.0
(UrP) -m/e BL vinou 8.0 =T T T T
-l mic BUR 3.0 NN
OP5  [BUR (U/P)| -wiuouaanain nvc, inowulmitdunu, na SW. 4.0
-m/c BUR vingu 12.0 I A P A
-uéuly m/c Beading 3.0 N,
Beading | -wAunuaanain e, i lmilduny, na SW. 3.0 mm 23s
(U/P) -nvc Beading vinou 14.0 ot e bttt et
-Léundu m/c BL 5.0 VYV \\
1Pl & Cut [ -wBunuaanain M/, riawbmilauny, na SW. 5.0
(4/P) -m/c 1P vinoww 10.0 T
-l mic Beading 20 Y
OP6 Beading | -uiusnuaanain mc, iulmilduny, na SW. 4.0
(4/P) -m/c Beading vinau 14.0 et el el e | - ]
-ty e Trim 2.0 Y
Trim -wluuaanann M, inuinilauny, na SW. 4.0
(4/P) -nvc Trim vinonu 10.0 [ttt — |
-iiiulal Assly 2.0 ™1
Ass'y -whuou 4/P sznudy UP 2.0 k-
Degrease | -iau'luinsag Degrease yiowluuaiu , dundu 4.0
BL& Pi -niuouaanain Me, iwlmilaunu, na SW. 5.0
(L/P) -m/c BL vinou 9.0 T T T T
-udulal mic 2P 2.0 VY
OP7  [2Pi (L/P) [ -veunuaanan nic, siombmilauny, na SW. 4.0
-m/e 2P vinow 10.0 =T ™t
-i6iulal Degrease 2.0 Y
Degrease | 1inowlauwiudl Degrease , na SW 4.0
(LP) -La%ay Degrease vinu 76 — = = —
Assy ~Ussnuauionnauindndu UP4/P2/P,LIP 4.0 P
Curl -nfiuouaanan mc, iutmildunu, na SW. 3.0 e 27s
-m/c Curl vihou 12.0 B o e e e e el
-Liu'll Ass'y 3.0
Press& -nBuvwaanan Mc, i lmildunu, na SW. 5.0
Leak -nvc Press & Leak vinow 14.0
OoP8 -iuluniuny 3.0
Degrease | -wiiuguidia Toluene 14.0
-huuufitadas Degrease, na SW 7.6 =
“ihonuaanldumuiiinausa Screen 4.0
Coat -viluouaan, Weubmildunu, na SW. 6.0
OP9 (L-PH2) [ -nvc Coat vinaw 16.0
Rest Vi 10.0
Dry “inowlaluauiiviag Dry Oven 40
Coat -nfiuouaan, W bmilgunu, na SW. 6.0
OP10 | (U-PH2) | -mvc Coat vinow 16.0
Rest -vinow 10.0
Dry “inowladuzuiviag Dry Oven 3.0
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Date 7/16/2009 Vol./Month 23,365
Line J = Sh Vol./Day 899
Process [ Time Measurement Sheet [
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Iltems | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT [ 213] 298|176 113 [ 1.35] 185 [ 211 ] 194 1.73 | 1.92
i W.T. I ! 2 . b . . .
1 wlufivuannuin M/C, na SIW , 2.98 | 2.68 | 2.56 | 4.35 | 2.96 | 3.56 | 3.39 | 342 | 2.55 | 3.13 91 113 22 10.4
'l P2J02 MT. | 549|542 510|572 481 [ 470 | 5.78 | 5.42 | 5.60 | 5.30
Total §10.60|11.08] 9.42 ({11.20] 9.12 [10.11(11.28)10.78 9.88 | 10.35
H.T. 0.73] 100 1.02] 0841085 079 ) 095| 1.01 | 0.86 | 1.14
sindiuauuanuuy Hanger , wundu W.T.
2 P2J01 vES 0.7 il AL 0.4 0.9
Total 0.73 ] 1.00 | 1.02 | 0.84 | 0.85 [ 0.79 | 0.95| 1.01 | 0.86 | 1.14
H.T, 0.97 | 097 [ 097 | 0.89 | 0.89 [ 0.89 | 0.75 | 0.75 | 0.75 | 0.80
AA SIW , 1ihdiunuaanain Hanger WT. |3.04]273) 316|225 202|281 | 274|299 | 314 | 343
J wnuIawnliuY M.T. o 2 L8 o
Total | 4.01| 370|413 (314|291 | 370|349 | 374 | 3.89 | 423
H.T.
W.T.
4
M.T.
Total | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00
H.T. 3.83 | 495|375 2.86 | 3.09 [ 3.53 | 3.81 | 3.70 | 3.34 | 3.86
Total W.T. |6.02]|541] 572 6.60 | 498 | 6.37 | 6.13 | 6.41 | 5.69 | 6.56
M.T. 5.49 | 542 | 5.10 | 572 | 481 [ 470 | 5.78 | 542 | 5.60 | 5.30
Minimum 8.07 Average 9.66
Maximum 10.42
LNE: 4 IMODE)" 2KD&AKD WORKER AT NFININUNATTTUY acrTve: 3071 sec. [oare 16-Jul09  |iean i
PART CODE: 11115-0L010 , 111}AJL020 - |cYCLE TiME: 8.07 sec [require: PesiCycle. MACHINE
PART NAME : Gasket Cyiinder Head ( Standardized Work Combination Table ) [7] seFore Kazen [ 7arcer WAL
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/IC | WALK
o s o s ) = 30 3 o
2P 1P| Acc. ‘ | ‘ ‘
1 |mouduominwin MIC, na SW , hu'ld P2J02 135 135 481 2.96 LLL !
2 |uirfiuouuanuun Hanger , wundy P2J01 2.20 0.85 \IJ
na SIW , ihiuguaanain Hanger umnuiiaasin
3 |gum 5.11 0.89 2.02 h
4 511 Waiting = 22.64 Sec
I - I - | T | T
5 511
LLLEE T T
6 511
7 511
8 511
APPROVE BY CHECK REPORT BY 89U
TOTAL 3.09 22.64 4.98
TOTAL 8.07 SEC.

t:ll = a I~ ' a [
Eﬂw 33 LLammiﬂﬂ‘mnmmmgmlumswa@nlzmumgm ﬂaumsﬂsuﬂ;waawumfm

aun 1

(2P PI1)
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Date 6/16/2009 Vol./Month 23,365
Line J-Screen Vol./Day 899
Process Screen UD_01 Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items 1 2 3 4 5] 6 7 8 9 10 Min Max Fluctuation Average
HT | 397 [360]332] 374|396 445348326 363|425
Fudiuou 2P 1Pi ouu Jig. na Wt
1 s idasinsvinau w1 |13.61[13.51]13.57] 13.46] 13.49] 13.50] 13.64 ] 13.72]| 13.58| 13.39 169 18.0 12 3
Towal|17.58]17.11]16.89[17.20]17.45[18.04[17.12[16.98] 17.21[17.64
nr 106211087160 133144139 [118[226] 173
2 |wBufiucuannaawndiuoiu \:A"; 0.9 2.3 1.4 15
Toal | 106 [ 211|087 [160]133[144[ 130118226173
HT | 492408458446 a81]437[405[aa1]a72] 444
3 |undueuiingau DryOven P2304 ‘:A': 41 5.0 0.9 4.6
Total 492 | 498 | 458 | 446 | 481 | 437 | 405 | 441 | 472 | 444
HT
4 |sawtas Screen vineu \:AvTr 7.74 | 666 | 817 | 791 | 772 [ 7.86 [ 818 | 8.16 | 6.75 | 7.49 6.7 8.2 15 77
Toal | 774 666 [ 817 | 791|772 [ 786|818 816 675 [ 7.49
nr | 18af154]170[182[223]236[196[174]216] 213
5 [vBufiuoui Screen wd3audoi w.T. 15 24 08 19
ENGETERIT M.T.
Total 184 | 154|170 182|223 | 236 | 196 | 1.74 | 216 | 213
H1 |os83f123]105] 101164132 073151 122] 111
. . S w.T.
6 [tddnmiutiueiu 2P 1Pi dulwi vES 0.7 1.6 0.9 12
Toal | 083123 [105[ 101164 [132[073] 151122 111
HT.
14 &19 Block Screen nin XXX Pcs. i W.T.
181 YYY Sec. T
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 [ 0.00 [ 0.00 [ 0.00 [ 0.00
= . HT.
gnfiunuAAsTIRUMSAaUNIngY o
15 |a@Wnfiustu nn XXX Pcs. linan =
YYY Sec.
Total 0.00 0.00 | 0.00 [ 0.00
H1 |12.62[13.46] 11 11.61]12.10] 13.99
Total wr. | 774 ] 6.66 | 817 i 818 | 816 | 6.75 | 7.49
M.T. 13.61]13.51]13.57]|13.46]| 13.49(13.59(13.64[13.72 13.58 | 13.39
Minimum 19.69 Average 20.61
Maximum 21.80
ne: Sscreen |MODEL TER® worken ATRIINNUNIATFIY e 3071 sec fowre.  16un08 fien
[arr cope: 1111500010, 111 0L020 - orote e 19.69  sec. [reauire Pesicyde MACHINE
[PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) EFORE KAZEN O rarcer -
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
o 25 0 35 a0
n UD_01 Acc
1 [Sufiuor 2P 1Pi nouu Jig. na SW wdavinsvinam| 3.32 332| 1357
2 |weudusnunnqavingunu 419 087
3 |induorudingau DryOven P2J04 8.77 458
4 |saiwday Screen o 16.94 - - 817
5 |woufiustuit Screen iwdaudnofiaaingusu 18.64 170
6 |Beadnnmbugiuau 2P 1Pi fulwi 19.69 105
7 1969
8 1969
9 1969
10 1969
" 1969
12 19,60 - - - Waiting = 11.02 Sec
13 [1éud Screen wn XXX Pcs. liiaan YYY Sec. 19.69
14 [&n9 Block Screen nn XXX Pcs. lii0a1 YYY Sec. 19.69
snfiusuannssunsiauminguiainguiu va
15 |xxxpes tdiom YYY Sec Hoe)
APPROVE BY[  CHECK REPORT BY sa1u 1106 Sec N
TOTAL | 1152 | 1102 | 817
TOTAL 19.69 SEC.

d' = a =3 ] % [
Eﬂ‘n 34 LLammiﬂﬂ‘mnmmmg’m‘l,ummamﬂzmumgu ﬂaumsﬂsuﬂgwadwumm
A 2 (Screen UD-1)



60

Date 6/16/2009 Vol./Month 23,365
Line J-Screen Vol./Day 899
Process Screen UD_02 Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT. 478 | 464 | 479 | 472 | 446 | 481 | 3.60 | 3.66 | 5.28 | 3.92
1 wlufiunuanngauuwlig na SIW | wT 1.20 | 143 099 | 1.22 | 1.25 | 1.11 | 1.04 § 0.91 | 1.07 [ 0.91 16.0 17.7 17 17.0
AFavdnsvinnu tainlilaawnduou mT. |11.45]11.17]11.23]|11.58] 11.47]11.26] 11.56] 11.40| 11.36[ 11.43 : : ) :
Total |17.43|17.24]17.01] 1752 17.18] 17.18] 16.20] 15.97 [ 17.71] 16.26
1T [ 269311 ] 278 255] 285 [ 274 165] 176 | 1.93 | 1.76
2 wanfiuaudl Screen adaudaliliin wT. [239]207]|186[208]212]|211[148]143| 218 165 31 52 21 43
gay , Wuliliiuduouaan M.T. . : . !
Total 508 ) 518 | 464 | 463 | 497 | 485 3.13] 3.19 | 4.11 | 341
H1 [ 238] 232 ] 218 2.15] 421 [ 319 | 2.68 | 2.76 | 2.15 | 2.41
3 wiuTuulugauldnqawndiueu + WT. | 428|484 424]514]407 | 411|410 4.23 [ 3.60 | 3.21 56 83 27 6.8
w@iunau'll Coating M/C M.T. . } . .
Total 6.66 | 7.16 | 6.42 | 7.29 | 8.28 | 7.30 | 6.78 | 6.99 | 5.75 | 5.62
Rt Sole I HT. 084 ) 114|109 096 1.08 | 1.21 | 1.03 ] 0.92 | 1.06 | 1.05
N . ’ wT | 289|228 262|236 2.85] 2.61 | 1.82 ] 1.65 [ 2.24 | 1.66
4 |an Jig 11uﬁanv7nﬂua1u + 1y 2.6 3.9 1.4 3.3
iy X M.T.
ndu'luaaBudu
Total 373|342 |371|332)| 393|382 285] 257|330 271
H.T.
5 L@iud Screen na XXX Pcs. 1dnan W.T.
YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
H.T.
6 &9 Block Screen win XXX Pcs. i W.T.
a1 YYY Sec. M.T.
Total 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
H.T.
7 angiunudelinszununisdalyl na W.T.
XXX Pcs. 141981 YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
HT. 110.69]11.21(10.84]10.38|12.60| 11.95]| 8.96 | 9.10 | 10.42] 9.14
Total W.T. ]10.76]10.62| 9.71 | 10.80| 10.29| 9.94 | 8.44 | 8.22 | 9.09 | 7.43
MT. ]11.45]|11.17)11.23]|11.58)11.47[11.26(11.56]11.40(11.36| 11.43
Minimum 16.57 Average 20.06
Maximum 22.89
ne: s e woren ANTIENUNIATTIY lwrme 3071 seo fowe.  16uun09 feon i
arT copE: 111150L010, 11115ALo20 - lovote Tve: 1657 sec. [reque Posicyce MACHIE
[PART NAWE : Gasket Cylinder Head ( Standardized Work Combination Table ) 5] serore Kazen 0 maroer o
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/IC | WALK
o s 20 2 a0 as w0
Screen UD_02 Acc.
[whufiusuanganouuldig na SW wiasdnsvinau
1 @nlileningusu 392 392| 1143 091
2 ;a‘m\::;:: Screen ifausdliinga , Wty | oo ) - 165 ——
3 [wbuBuontugautadiaainfuo + Bundut 1295 A B 221 [ —
Coating MIC ~ } e
4 ;ﬂuﬁun\m Ssreen m_h;fmaanam Jig Mofiqanin 15.66 105 N 1.66 ﬂ-))
uoT + WundullaaGus
5 15.66
6 15.66 - - -
= 1566 ) . . Waiting = 1414 Sec
8 \ana Screen wn XXX Pes. 1A YYY Sec. 15.66 - - -
9 |9 Block Screen un XXX Pes. 1@ YYY Sec. | 15.66
10 |EnBunudebinsanumsdatal win XXX Pes. daan &6
YYY Sec. = C.T.=16.57 Sec T.T.=30.71 Sec
APPROVE BY CHECK REPORT BY TRNU
TOTAL 9.14 14.14 743
TOTAL 16.57 SEC.

t:ll = a I3 ] % a
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Date 6/16/2009 Vol./Month 23,365
Line J Vol./Day 899
Process 2P Trim Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT. | 436|338 411 438] 368|257 | 278 463 [ 3.91 [ 3.99
Bud S laduli wT. | 346|293 304356 345|317 | 319|377 ] 505 391
1 m‘mﬂ\{nuaaﬂuaﬂﬂﬁuluuaa 15.3 18.3 30 17.0
Wi, na SIW |, 1diulal P23J08 MT. | 968 | 9.50 | 9.69 | 9.86 | 9.28 | 9.54 | 9.81 | 9.90 | 9.36 | 10.01
Total |17.50)15.81|16.84)17.80| 16.41 15.28 15.78] 18.30 18.32| 17.91
H1. [ 2.08| 432|291 492]345] 207 ] 252 231 [ 2.30 [ 2.52
’ whudunuaanudladulniag wrt. | 224] 260 211[213]339] 218 2.64 | 200 ] 2.03 | 2.38 181 211 3.0 191
Wi, na SIW , 1diulal P2J09 mT. |13.82]|13.92]13.54(14.02|13.76[ 13.82| 13.51]| 13.90| 13.81] 13.74 . 1 : ’
Total |18.14]20.84( 18.56) 21.07| 20.60| 18.07 | 18.67| 18.21) 18.14 | 18.64
HT. | 270 | 2.49 | 408 | 2.74 | 243 | 590 | 2.08 | 3.20 | 3.14 [ 2.39
wiufiunuaanua lafutmiag W.T.
S [waimani , NA SIW mT. | 886 | 865 891 | 838 | 840 [ 8.91 | 9.01 | 8.46 | 854 | 8.41 Aol K 4o 118
Total [11.56]11.14]12.99]|11.12]10.83(14.81(11.09 11.66| 11.68| 10.80
HT. | 341|370 401 355] 315|207 | 316|424 343 [ 271
AnAFaUfuIULAIRILY wr. | 452]517] 400 411]339] 311 542] 394 418 3.83
% Conveyor , tiundu P2J07 M.T. 2.2 8.9 sh 3
Total | 793|887 | 801|766 654|518 [ 8.58 | 8.18 | 7.61 | 6.54
HT.
W.T.
2 M.T.
Total | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
HT. [12.55[13.89[15.11(15.59| 12.71| 12.61]| 10.54| 14.38] 12.78 [ 11.61
Total W.T. ]10.22)10.70| 9.15 [ 9.80 | 10.23| 8.46 | 11.25] 9.71 [ 11.26]10.12
MT. | 32.36]32.07]32.14 32.26 | 31.44 32.27 32.33]| 32.26 | 31.71| 32.16
Minimum 21.07 Average 23.27
Maximum 25.39
LINE: J MODEL: 2k081KD WORKER ATNIINNUNIATIIU = racrmve: 3071 sec. [oare 16-Jun-09  [ueon wax
[PART CODE: 11115-0L010 , 11115-0L020 ~— cvelte ime:  21.07  sec. [Require: Pes/Cycle MACHINE
[PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) BEFORE KAZEN O mecer g
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN [ M/C | WALK
o s 0 15 20 2 2 as 10
2P Trim Acc [TILTL LT
wBufuruaanuaalafulmiasuifin , na SIW , L - L]
1 \auty P2308 i 257 257 9.54 317 } } } }
wiufiunuaanuadldfiulmiawifiu , na SIW | )
2 (6l P2J09 6.82 207 13.82 218 } ‘r “ } I
3 [whufiunuaanuartafulmiaowiint, na SIW 1272 5.90 891 |
amamaufiuouudIeaI Conveyor , Laundy ==
4 207 17.90 2,07 311 4
5 17.90 B
6 17.90 - 2
7 17.90 - 2
8 17.90 B TT=3071 Sec
APPROVE BY CHECK REPORT BY 29U
TOTAL | 12.61 9.64 8.46
TOTAL 21.07 SEC.

t:ll = a I~ ' a [
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P2J12

P2J11

P2J10

Date 6/16/2009 Vol./Month 23,365
Line J T' M t Sh t Vol./Day 899
Process |UP Ime lvieasuremen ee Takt Time 3071
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT. [3.08[352] 149|197 ] 190 241 281 312] 213 3.20
wiudunudinineias , na SIW, wr | 096 108|142 114218 101120145 1.30 [ 1.14
1 |Gut p2o11 mT. | 800|815 865 857|840 7.88 | 7.98 | 8.02 | 8.01 | 8.36 LS 128 15 121
Total |12.04]12.75|11.56(11.68]12.48|11.30|11.99]12.59]|11.44(12.70
HT. 1.98 | 162 | 220 | 2.75| 234 [ 181 ]| 1.92 | 2.01 | 2.35 | 241
v S ladulmi W.T.
> ug):ﬁ\{q1unankla11aﬁulwuaq 289|301 | 388|296 312 298| 290 330] 3.01 [ 295 16.9 18.4 15 176
wiRu , na SIW | il P2J12 MT. |12.00]12.50{12.30(12.40] 12.01] 13.01] 13.02{ 11.89 11.98| 12.45
Total | 16.87]17.13]18.38(18.11] 17.47| 17.80] 17.84[ 17.20[ 17.34| 17.81
HT. [ 256 | 308 232|218 277 271 | 231 | 254 | 231 | 2.15
wiudusuaanudataduluiag WT.
3 16.2 17.6 14 16.8
wiAuW , e SIW MT. |14.20]14.52|14.60(14.20] 14.03| 14.04] 14.50| 15.01 14.15| 14.06
Total | 16.76]17.60] 16.92( 16.38| 16.80| 16.75] 16.81 | 17.55| 16.46 | 16.21
HT. [3.33[362] 215|260 192360371 250] 271 ] 2.31
4 [pmamauBuuUEINEIIY wr. | 2.88 | 3.06 | 2.95| 4.23 ] 2.94 | 2.90 | 3.05 | 3.04 | 3.01 | 2.92 49 6.8 20 5.9
Conveyor , Laundu P2J10 M.T. ' y : 3
Total 6.21 | 6.68 | 5.10 | 6.83 | 486 | 6.50 | 6.76 | 5.54 | 5.72 | 5.23
HT. 110.95|11.84| 8.16 | 9.50 | 8.93 | 10.53]10.75] 10.17| 9.50 | 10.07
Total wT. |673[715]|825]|833]|824]689|715]779]7.32] 7.01
MT. [34.20f35.17] 35.55| 35.17| 34.44] 34.93| 35.50  34.92| 34.14 | 34.87
Minimum 16.41 Average 17.53
Maximum 18.99
LINE: 3 |M))DEL 2KD&TKD WORKER ANTNTINNTFINTFIU e 3071 sec. |oare 16-Jun-09  |eon ax
[PART CODE: 11115-0L010 uusrnwzﬁ - cvce e 1641  sec. |Require: PosiCycle MACHINE
PART NAWE : Gasket Cylinder Head ( Standardized Work Combination Table ) BEFORE. KAZEN e Ak
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
o s 10 15 20 25 0 as 0
3 L L
1 [whudunudininesas , na SW , @ty P2J11 149 149 8.65 142 T
niufunuaanuilafulmiaswifiud , na SIW IE
2 [\l P2J12 7.57 220 12.30 3.88 T = i
3 [woufuusanuatagulmiaswifon , na SW 9.89 232| 1460 ] e
amaapufiunuudeac Conveyor , Bundy
4 210 14.99 215 295
" 14.99
12 I Waiting = 12.30 Sec
i 400 INEEEREN
APPROVE BY CHECK REPORT BY 58974 O e e
TotAL [ 816 | 1430 | 825
TOTAL 16.41 SEC.

t:ll = a I~ ' a [
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P2J13

U
]
[
fy
2]

P2J15 P2J14

o = e== =l

‘\\ 4”’
Date 6/16/2009 Vol./Month 23,365
Line J T M t Sh t Vol./Day 899
Process |ap Ime _lvieasuremen ee Tak(Time %71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Iltems | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
H1. | 515]| 480 [ 381354 230] 205 278] 254 3.08] 4.01
Run W.T. . . L 4 . I !
1 [vBuBunuaannnwiRLd, na SIW 251 | 241|378 201] 181 [341]351(291]251]278 15.7 19.7 40 17.9
Ll P2J14 Mt 111.67]11.61[12.08]11.81[11.61]11.16[11.45]11.96] 12.01]11.50
Toal[19.33]18.82(19.6717.36] 15.72| 16.62| 17.74| 17.41[ 17.60| 18.29
H1. 1 421]431[375]360(371]315[409]450]|510] 471
2 whutiunuaanuaI ldulmiag wT | 221]222]|271[371210] 316|310 251 [ 2.77 | 2.60 16.0 18.2 22 172
wiR , ne S/W |, Leiulal P2J15 mT. ]10.9610.37]10.07| 10.33] 10.16] 10.15] 10.76| 10.34[ 10.21 | 10.84. = : . )
Toal [17.38]16.90]16.53 | 17.64] 15.97| 16.46 | 17.95]| 17.35| 18.08| 18.15
H1. 1310317 (378|401 [451]|471[451]371]315] 355
i W.T. . 5 3 . . d ) .
3 Mfflj'ﬁl{d’hlﬁﬁﬂuéﬂd;ﬁ\l'l!ﬁllﬂd 211]210)| 187 | 171 216 | 277 [ 280 | 261 | 2.78 | 3.01 129 152 23 138
WiR , ne S/W , 1au'lal P2J16 M.T. 7.66 | 7.99 [ 7.37 | 7.67 | 7.31 | 7.32 | 7.84 | 7.95 | 7.01 | 7.28
Total | 12.87]13.26(13.02|13.39]| 13.98]14.80{15.15| 14.27| 12.94| 13.84
H1. | 215|211 (278|253 [301]302[198]1091]291]275
1afiugnulu Hanger ana 1aiueu W.T.
4 9.6 10.7 AL 10.2
a1n Hanger uu aan ,na S/W M.T. 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67
Total 9.82 | 9.78 | 10.45[10.20| 10.68 10.69 | 9.65 | 9.58 | 10.58 10.42
HT. 1108 106[139]127[151]151[099]096]|146] 138
i 2 i W.T. ? ! ; X . ; i I I
5 mf_Junu:Js naudy 2P Nelviziy 444 | 451|478 {479 ]| 410 421|510/ 515 369 | 4.06 51 6.2 10 5.7
Guide , ihundu'lyl P2J13 M.T.
Toal | 552 | 557 | 6.17 | 6.06 | 5.61 | 572 | 6.09 | 6.11 | 5.15 | 5.44
H.T.
W.T.
9 MT.
Total | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 | 0.00
HT. [15.69]15.45[15.51] 14.95[ 15.04] 14.44[ 14.35] 13.62 15.70] 16.40
Total wr. [11.27]11.24]13.14|12.22]10.17| 13.55] 14.51| 13.18[ 11.75| 1245
mT. |37.96)37.64]|37.19( 37.48| 36.75[ 36.30 | 37.72 37.92| 36.90 | 37.29
Minimum 25.21 Average 27.46
Maximum 28.86
LNE: o MoDgL: 2kDa1KD WORKER ANFINTINNUNGITINU racr e 30.71  sec. |oate 16-Jun-09  [iean AN
PART CODE: 11115-0L010., 11115-0L020, - cvoie e 2521 sec. [reaure Pesicyce MACHIE:
[PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) [ seFoRE KAZEN O mareer Wk
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
4P Ace o s 10 1s 20 25 a0 as w0
1 |waufuouaananwifoni, na SW , @l P2)14 | 2.30 230| 1161| 181 ‘ ‘ ‘ ‘ ‘ | | ‘ ‘
[wiufiuuaanuistafulmiaswifioni , na SW , - 1 - -
2 lﬁu'lﬂ P2J15 ) 811 371 10.16 2.10 } I I } }
wiudusuaanuartddutimiaowifani , na SW =
3 (6wl P2J16 1 14.78 451 7.31 216 | 2
4 |WBuowwtu Hanger a9 1@1fuonuann Hanger uu 1779 201 767 L] ,
2an ,na SW. 3 ) T
5 ?ﬁ\‘;uus:namu 2P oliiau Guide , dunawll | 50 0 151 . 410 } L )
11 naw | - - . e
12 23.40 - -
13 23.40 - - - ‘:’:g‘;{&cg
APPROVE BY CHECK REPORT BY F2U N ‘
TOTAL | 1504 | 551 | 1017 GIEEnEiac L
TOTAL 25.21 SEC.

t:ll = a I~ ' a [
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P2J20

P2J19

P2J18

N
’
N

Date 6/16/2009 Vol./Month 23,365
Line J T' M t Sh t Vol./Day 899
Process LP " I Ie easurel I len ee Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work ltems | 1 2 3 4 5 6 7 8 9 | 10 Min Max Fluctuation Average
HT. | 127]134|152]200] 198129 110] 1.20] 111 1.89
1 niufiuuananiin M/IC, na SIW , W.T. 1.72 | 1.44 | 224 ]| 1.20 | 1.35] 1.04 | 1.12 | 1.04 | 1.26 | 1.70 154 17.0 16 161
wull P2J19 M7 |13.32]13.12]13.21]13.48] 13.14] 13.21] 13.50] 13.15[ 13.11 | 13.01 : : d ’
Total | 16.31]15.90( 16.97] 16.68| 16.47 | 15.54 | 15.72| 15.39| 15.48 | 16.60
HT. | 297|261 [ 244] 151 ] 102 146[132] 118]1.22]1.86
P vhngiunuaanui latulniag wT. | 328|268 212 | 265 214 | 242 | 2.67 | 2.41 | 2.48 | 2.45 136 16.9 33 14.9
wifud | aa S/W , iiu'lal P2J20 mT. | 10.67]10.40]10.91 [ 10.61] 10.48] 10.52]| 10.71] 10.72[ 10.81 | 10.45 . : ¥ ’
Total | 16.92]15.69 [ 15.47| 14.77| 13.64| 14.40{ 14.70| 14.31| 14.51| 14.76
AT . Ht | 278 | 224|226 452 172|156 [ 138 137 ]| 1.27 | 1.25
A wT | 396|224 | 121] 167351269308 277] 340 2.82
1A Hanger uu aan ,na ou . - B 8
e W sz‘zile S T, | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 767 | 7.67 | 7.67 | 767 | 7.67 115 2 =S 824
Total |14.41]12.15[11.14] 13.86] 12.90] 11.92(12.13| 11.81]| 12.34| 11.74
B . HT [ 289 | 274 [ 226 | 2.54 | 2.28 [ 2.27 [ 218 2.25 | 2.08 [ 2.23
M9TUNULY CDI’\VE):OI’ , nBuduau woT
aanNAWIRN , tdtiulmiaslu - B 1 X X
4 Wi . e SW N M7 |11.14]11.2011.15[11.08] 11.24] 11.31] 11.16] 11.72[ 11.38 11.09 .3 198 oy 136
! Total |14.03)|13.94)|13.41]13.62|13.52| 13.58 13.34| 13.97| 13.46 | 13.32
H.T.
Nefiunuasuuatasi , Bundu w.T. | 5.04 | 512 | 5.68 | 495 | 5.26 | 4.86 | 5.60 | 6.65 | 5.69 | 5.38
5 p2J18 vES 4.9 6.7 18 5.4
Total 5.04 | 5.12 | 5.68 | 495 | 5.26 | 4.86 | 5.60 | 6.65 | 5.69 | 5.38
H.T. 9.91 | 8.93 | 8.48 | 10.57| 7.00 | 6.58 | 5.98 | 6.00 | 5.68 | 7.23
Total w.T. |14.00[11.48[11.25]10.47]12.26]11.01[12.47| 12.87] 12.83] 12.35
MT. | 42.80| 42.39]42.94[ 42.84| 42.53] 42.71| 43.04[ 43.26 [ 42.97 | 42.22
Minimum 17.59 Average 19.74
Maximum 23.91
LNE = |M}mEL 2KD&IKD WORKER ﬁ]’liﬁ\li’]%ﬂ']@ﬁﬂ‘iﬂ’]u rarve: 3071 sec. foate 16-Jun-09 [iean AN
PART CODE: 11115-DLD10‘11115-DLDA - cvoie ve: 1759 sec. |Require: PesiCycle MACHINE
[PART NAME : Gasket Cyinder Head ( Standardized Work Combination Table ) 2] sEFoRE KaZEN mRE WALK
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
o s 10 15 20 2 20 as W0
D L L
~ 1T LT | -
1 [wBufiuorumianin MIC, na SIW , il P2J19 129 129 1321 1.04 T T T-T-1 T 1T
G G N O Y B
wofunuaanutdfutmiasuifu | na SW ,
2 \dwll P2320 5.17 1.46 10.52 2.42 I } } I } }
tafiuarutu Hanger a9 taiugruain Hanger uu
3 aan_na SIW , il P2J21 it ool 269 1
1ofiuamuuu Conveyor , wufuouaananuifini , S o i
4 | autwmiastuifiusi, na S 169 221| L8l B =
5 [rwiunuaomatasi , iiundu P2J18 16.55 4.86
6 16.55 - - -
7 16.55 b
8 16.55
APPROVE BY|  CHECK REPORT BY Ta01u 071 See
TOTAL 6.58 13.12 11.01
TOTAL 17.59 SEC

U7 39 ugaamIFnsamIaIulsmMIndaUziiudgy deunsUudsiveaniinau

Audl 7 (LP)
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Date 6/16/2009 Vol./Month 23,365
Line J Vol./Day 899
Process Assembly Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT. [324] 496|594 463|565 (538|463 | 342 | 6.27 | 536
1 wiufunuaanud ldtulniag W.T. | 340 4.63 | 3.95 | 343 | 3.91 [ 420 | 4.99 [ 3.29 | 8.20 [ 4.20 26.7 35.0 83 29.8
wifiuw , aa SIW | diu'lal P2J22 MT. [20.05]20.95] 20.52] 20.10 20.08| 20.95| 20.48 | 20.36 | 20.50{ 20.11 . . L ’
Total [ 26.69]30.5430.41] 28.16 | 29.64 | 30.53| 30.10 [ 27.07 | 34.97 | 29.67
HT. [1271] 9.29 | 9.73 110.63|10.34( 8.14 | 9.34 [11.01] 8.31 | 9.34
v W.T.
2 [vhenuazaiadiueu e 8.1 12.7 4.6 9.9
Total [12.71] 9.29 | 9.73 [ 10.63|10.34] 8.14 | 9.34 [11.01] 831 [ 9.34
HT. [221]165]| 201244213 [265]273|175] 155 1.75
e W.T.
S, | HacRy M1 | 7.67 | 767 | 767 ] 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 0 cod 42 &°
Total | 9.87 | 9.31 | 9.68 |10.10| 9.80 [10.31]| 10.40{ 9.41 | 9.22 | 9.41
HT. [221]165]| 201 ) 244213 [265]273|175]155] 1.75
na SIW \afiuuaanann Hanger W.T. 220 | 248 | 281 | 298| 2.75 | 3.29 | 243 | 3.66 | 2.21 | 3.66
. , Noftaninduay , undu P2J21 MT. 38 59 22 4.9
Total 441 | 413 | 482|542 | 488 | 594 | 516 | 541 | 3.76 | 541
HT. [20.36]17.54] 19.69 20.13]| 20.25[18.81] 19.43[ 17.92] 17.68| 18.19
Total wT. [560] 711676 641 | 6.66 | 7.49 | 7.42 | 6.95 | 1041 7.86
MT. | 27.72|28.62|28.19)27.77| 27.75| 28.62 | 28.15 | 28.03| 28.17 | 27.78
Minimum 24.65 Average 26.27
Maximum 28.09
LINE : J MODEL: 2KD&1KD PToRIER ATNTINNUNIATFIU wws 30.71  sec. [owe 16-Jun-09  [ean AN
[PART CODE: 11115:0L010, 11115-0L020 etme 24.65 sec. |Recure Pesicyce MACHNE:
[PART NAME : Gasket Cyinder Head ( Standardized Work Combination Table ) | BEFORE. KAZEN O rarcer prmenn
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C [ WALK
o s 10 15 20 as W
L
wauduouaanuilaiulminawifani , na SW
R 496 496| 2095| 463 —
2 [uermaranaduom 1425 | s29| - - T —— ‘ ‘ | ﬁ/ [
3 [unfuoruaouuy Hanger 15.90 165 767 ‘ — L]
na SIW , 12 uouaanann Hanger , Movianin
4 |, ioundu P2s21 2002 165 . 248
5 20.02 - -
6 20.02
7 20.02
8 20.02
APPROVE BY|  CHECK REPORT BY 50014 TR
TOTAL | 17.54 6.06 711
TOTAL 24.65 SEC

d' =S a =3 ] % [
gﬂ‘n 40 LLammiﬂmsnnmmmg’m‘l,ummamﬂzmumgu ﬂaumsﬂsuﬂ;wadwumm
AU 8 (Curl & Assembly)
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Date 6/16/2009 Vol./Month 23,365
Line J-Screen T 2 M t S h t Vol./Day 899
Process _[Screen PH2_01 Ime lvieasuremen ee Takt Time %071
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
H.T. 329 ) 278 | 3.08 | 3.46 | 3.31 | 2.92 | 2.41 | 3.20 | 3.63 | 3.60
a W.T. 4 5 . 5 k . 4 2 .
1 unuuﬂujﬂu'la Jig Screen , na S/IW , 201)191] 272|210 177 | 246 | 1.88 | 1.81 | 1.97 | 2.39 17.7 193 17 18.6
il Rest M/C M.T. 13.28]13.50| 13.24| 13.41 13.34| 13.20| 13.38 13.39 13.23| 13.35
Total |18.58)18.19]19.04| 18.97|18.42] 18.58| 17.67| 18.40| 18.83| 19.34
H.T. 267|257 ] 185] 211 )| 230 | 2.30 | 265 | 255 | 2.76 | 3.04
i} i W.T. ¥ I 3 ! . il L .
2 uuui!u\nualn Rejsl M/C_n.n 3.15 (308 | 299 | 275 | 359 | 322 | 3.04 | 2.82 | 3.27 | 3.30 4.8 6.3 15 5.6
DryOven + t@iundu Coating M/C MT.
Total 582 | 565 | 484 | 486 | 589 | 552 | 5.69 | 5.37 | 6.03 | 6.34
H.T.
o W.T. X . 3 3 3 . 2 3
3 |sawdacdng = 530 )| 584 | 570 | 575 | 577 | 533 | 578 | 6.29 | 5.34 | 4.73 47 6.3 16 56
Total 530 )| 584 | 570 | 575 | 577 | 533 | 578 | 6.29 | 534 | 4.73
[ —, Jig Screen Mouu H.T. 200) 150]| 173|163 | 148 | 154 | 161 | 152 | 1.92 | 1.75
x W.T.
4 |Rest M/C , idunduaanfivousa S 1361129 11.35112611.27 1151115611491 125 1148 2.8 3.4 0.6 3.0
Screen —
Total 3.36 | 2.79 | 3.08 | 289 | 275 | 2.85 | 3.16 | 3.01 | 3.17 | 3.23
H.T.
5 \eiud Screen na XXX Pcs. livan W.T.
YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00
H.T.
6 &9 Block Screen na XXX Pcs. Ui W.T.
a1 YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00
v H.T.
unﬁu\ajumnniwdumidaum"nﬁu e
7 [aeWatiuoru a XXX Pcs. 1dnan vES
YYY Sec. —
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00
HT. 7.96 | 6.85 | 6.66 | 7.20 | 7.09 | 6.76 | 6.67 | 7.27 | 8.31 | 8.39
Total W.T. }111.82[12.12]12.76/11.86(12.40|12.32| 12.25|12.41] 11.83) 11.90
MT. 13.28) 13.50| 13.24] 13.41) 13.34| 13.20 13.38] 13.39| 13.23| 13.35
Minimum 18.92 Average 19.48
Maximum 20.29
LINE: o |MODEL- 2KD&TKD WORKER ATIDNNUNIATFIU bt e 3074 sec. |oare 16-Jun-09 [iean A
[PART CODE: 11115-0L010 , 11115-0L020 71 cvoLe TME: 2465  sec. |REQUIRE: PesiCycle MACHINE
[PART NAWE : Gasket Cylinder Head ( Standardized Work Combination Table ) SEFORE KAZEN O mareer WAk
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN [ M/C | WALK
o s 0 1s 20 2 30 35 0
My» - hee !|111!!111‘1!111‘1‘ H
wufuuaanuldfutmiaowiAn , na SW 2 MIC 80
1 ol P2322 4.96 4.96 20.95 4.63 Yo 1.27 SPJ
2 |mwssaaduu 1425 | 929 - - T — ‘ ‘ \ = /ﬂ
3 |diuoruuauun Hanger 15.90 165 767 - “ = =
na S/W , tarfiuaiuaanain Hanger , 11ofiqein
4 [ fuon |, wundu P2J21 200 165 N 248 h-
5 20.02 - - -
o R . N = Waiting - 6.06 Se
7 20.02 3 o -
APPROVE BY| _ CHECK REPORT BY sau bl T
TOTAL [ 17.54 6.06 711
TOTAL 24.65 SEC.

d' = a =3 ] % [
gﬂ‘n 41 LLa@amiﬂﬂ‘mnmmmg’m‘l,ummamﬂzmumgu ﬂaumsﬂsuﬂ;waawumm
auin 9 (Screen PH2-1)
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Date 6/16/2009 Vol./Month 23,365
Line J-Screen T' M t Sh t Vol./Day 899
Process Screen PH2_02 ” I Ie easu rel I Ien ee Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Iltems [ 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT | 284 2.66 | 2.86 | 2.90 | 2.85 | 2.38 | 2.65 [ 2.90 | 2.70 | 2.49
1dfiuguaclu Jig Screen udna wT. | 198|181 [ 160 183|156 156183 1.66| 1.83 ] 1.83
1 S/W , iuluiiniih Rest MIC mT. | 12.41[12.52]| 12.64] 12.62] 12.64 ] 12.41 [ 12.61] 12.78[ 12.69| 12.55 1 174 10 1
Total |17.23]16.99(17.10|17.35]|17.05]| 16.35[ 17.09| 17.34| 17.22 16.87
HT [ 197 ] 247 [ 216 | 2.55 | 1.80 [ 250 | 2.20 | 2.36 | 2.45 | 2.43
wiudiugiuann Rest M/C i wT. | 275356 | 346 | 283 | 313 | 3.18 [ 3.04 | 348 | 3.14 | 3.37
2 DryOven , diunaulli P2J26 M.T. £ 6.0 13 55
Total | 4.72 | 6.03 | 5.62 | 5.38 | 4.93 | 5.68 | 5.24 | 5.84 | 559 | 5.80
W o e HT | 292233 [ 279 275 264 | 284 | 2.67 [ 277 | 2.04 | 2.75
3 |fumin Screen’i’ ‘;aqwmﬁ WT. | 167 | 156 | 1.77 | 1.74 | 141 | 1.53 | 1.70 | 164 | 1.94 | 147 o AG 0.7 43
Coating M/C ihe
Total | 459 | 3.80 | 4.56 | 4.49 | 4.05 | 4.37 [ 4.37 | 4.41 | 3.98 | 4.22
HT [130] 169|147 | 134122 | 124]120[127]133]122
4 unuﬂuaw’lﬂ}wﬂ Rest M/C + iy W.T 152 [ 1.35]1.35] 126|129 | 121 | 151|123 1.34] 1.20 24 3.0 0.6 27
ndwNyeWnduusa Screen M.T. i . . .
Total 2.82 | 3.04 | 282 | 2.60 | 251 | 2.45 ) 2.71 | 250 | 2.67 | 2.42
H.T.
14 1Biud Screen na XXX Pcs. ldnan W.T.
YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
H.T.
15 &19 Block Screen nn XXX Pcs. i W.T.
a1 YYY Sec. M.T.
Total | 0,00 [ 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 | 0.00
H.T. 9.03 | 9.15 | 9.28 | 9.54 | 851 | 896 | 8.72 | 9.30 | 8.52 | 8.89
Total wT. | 792828818766 739 7.48 [ 8.08 | 8.01 | 8.25 | 7.87
MT. [12.41]12.52] 12,64 12.62] 12.64 | 12.41 [ 12.61] 12.78] 12.69| 12.55
Minimum 15.90 Average 16.90
Maximum 17.46
LNE: MODE): 2KD&1KD oz ATNTINNUNIATITU racr e 3071 sec. [oare 16-Jun-09 |iean A
[PART CODE: 11115-0L010 , 11115-0L020 by cvele ime: 15,90 sec. |Require: Pas/Cycle MACHINE |
PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) 2] BEFORE KAZEN O Tarcer WaLK
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
Screen PH2_02 Acc
E o s 10 18 20 2 B as o
1 [tfuomiastu vig Screen usna SW , wnitaitwin |, o || —— ‘ ‘ | ‘ | ‘ ‘ | ‘ l
2 ‘;ﬂ;g\énuﬂn Rest M/C i DryOven , idundlidt | oo Ples | 313 1 v o
wiufiueruann DryOven 1eftqevindiuatusa Screen
3 + i Cu;qu mic 183 264 B L4 — f
Bufiuulined Rest MIC + iundmnaain
4 [sussa screen s | 22| - 129 | — ;
5 1434 - - - .-{
6 1434
7 |uénd Screen v XXX Pes. i YYY Sec. 14.34 - - - aiting = 14.81 Sec
8 |an Block Screen win XXX Pes. T4iaan YYY Sec. 1434 - - -
APPROVE BY CHECK REPORT BY FRU
TOTAL | 851 | 1481 | 7.39 T 1e90 See TroseTsee
TOTAL 15.90 SEC.

t:ll = a =3 1 % %
gﬂw 42 LLammiﬂﬂ‘mnmmmgmlumswa@ﬂ:mumgu ﬂaumsﬂsuﬂ;waawumfm
AwN 10 (Screen PH2-2)
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Operator 4

Operator 3

Operator 2

Operator 1

Pais

Pai0s

wrrano Comeyor .t

veudusmusivintas P2JI3  na SW , gt P24

veufusmanudalafutnianafi P2314 . na S

4 vouiuueanulafubminsR P2JIS  na S1

sz UP u Comeyor , dund P2I12

& NowmicPas

euiussanua ORI P22 . na S, assavus
a3

P25

yfumaanuam Oyt 208 na W, Bty
Pai0g

# Jnn S
Comeyor, g P20

ubuomsiatas P10 na SW . it P21

fuomaanustafulmiasi P20 na SW

asmaaauusuimtyeringun . dundy P2308

o it

Wausmin DryOwn P2004 (o) it P25,

i 2P 1P iy MIC P2JOL, i SW . it P2302

sy Hager () s SIW (3 Pes. Time) asfusmizanan
i

nfumtantaty 30, s SW wasinno

ausmusigmingun . i OyOien P2306

1 P2203

vyt Sereen bsusmussmindu (G2t

v 2P 194 fifaurows 36, na SW infastamim

o DyOwen . und P01

& anfusmaaniin Dry Oven. ity P2307

Screen sttt s
obuomamnbur b P2

uon Ser3 aannfuens

Operator 8

Operator 7

Operator 6

m

afiunuastu Jig Screen P2327 , ng SIW

L aululfiviin Rest MIC

,  WAuflugmann Rest M/C i DiyOwen
P2J29 , iundy P2J26

5 wautiuoman DiyOwen P2J26 1attyain
funusa Screen , iawlwiin Coating MIC

4 VAol Rest MIC, aundtnn

Jainduausa Screen

w

IS

=

P2J18

[

vufiununwineiasing P2J18 , na SIW | wdull P2J19

wufusuaanuistafulmiaowsifioni P2J19 , na SIW , iyl
Taifiugnu LP Tu Hanger dastusa udamiu UP uu Conveyor 18
w

Wiy UP fauudiaanumlsznaufy 2P 1ouu Conveyor Tvinu

Wiy LP 10w Shutter alfiwiin P2121 , idundu P2J18

waufiuuld Jig Screen P2J24 N N
oo ST (a1l Rest MIC 1 anduoud Cul iwfaugan P2321 novmedasdo 1
waufiunuain Rest MIC win , W1 LP wu Shutter sznaudy UP s 4P Inspection a
DryOven , iiiunadu Coating M/C sy bnidwifend ne SIW @iuly P2J22 P2320
sadactng 5 vaudunuaanuitatuliiaaifon P2322, na -
SIW, idwlal P2323 Haonana ,na S/
wiiudiunuann Jig Screen 19
uu Rest MIC , @undusarin 4 ynaruazanedusieng Tuluene iawiniunuiinay 4 Guide uin 4P Inspection
Aiuonusa Screen
5 hfiuruuanuuy Hanger 5
6 NASW, @ fiusuaanain Hanger , Noflainfusu
+ undy P2J21

El]“?] 44 LLEW]GLLN%ﬂ’]WT@GﬂiZU’]%ﬂ’W?Na(ilLLG&ﬁ’]WJ%WﬁﬂGW%%gﬂﬂ’ﬁﬂ%’lll]?x‘]
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Line: J Model : 1KD,2KD Worker Cycle Time Study _ _MT _
P./No : 11115-0L010 Cus.Name : ST™M mic
P./ Name : CYL. HEAD G/K Volume : 25,000 10 CI/T Study : 27 Sec. Takt Time: 32 Sec W
Worker | Process Working — ﬁﬂc_f — 5 10 15 20 25 30 35 40
1Pi&Cut -na SW ia3aq Press vivu 6.0 =TT | H | |
OP1 -vbuguiia Toluene 14.0 | ” |
Degrease [ -iauluingas Degrease v lyuudu , na SW 3.0 24
-1A3ag Degrease vinawu 76 Pt T |-
L-UD Coat [ -wuouaan, ihouimilauny, na SW. 6.0
OoP2 1(2/P) -mic Coat v 16.0 - ===t ]
-thaulluzaudiviag Dry Oven 4.0 YW 22
U-UD Coat [ -waunuaan, ihoimilduny, na SW. 7.0 | H
OP3  [(2/P) -m/c Coat v 1.0 == TT T ---1-‘0
- lluanuivias Dry Oven 4.0 W\ 24
Trim&2P1 | -whuswaanain e, v lmilaunu, na SW. 4.0
(2/P) -m/c Trim vinou 8.0 = TN
-wiulal m/c Bead 2.0
OP4 Bead (2/P) | -vfivowaanain nc, inoutmilduny, na SW. 4.0
-m/c Bead vinu 16.0 o || ) o e ] ] o e [
-wiulal e Flat 2.0
Flat (2/P) | -vaiwsaanan nve, ingulmilduny, na SW. 5.0 23
-m/c Flat_vinou 13.0 FE=m T TR T
“Wiundu mc Trim 6.0 NN
BL& Pi -whunuaanan Me, ioubmiladuny, na SW. 5.0
(UrP) -m/c BL vinou 8.0 -t
-uiu'lal mic BUR 3.0
OP5 BUR (U/P) | -neiusuaanain nvc, inoulmilduny, na SW. 4.0
-m/c BUR vinu 12.0 == = =+ = == =
-iaulal m/c Beading 3.0 NN
Beading -wliunuaanann Me, iulwilduny, na SW. 3.0 ey 23
urP) -mic Beading vinow 14.0 A N R
-uiiundu m/c BL 50 a
1Pl & Cut -wiiunuaanann M, iwimilduny, na SW. 5.0
(4/P) -m/c 1P vinu 10.0 TTTE™
-wiulal m/c Beading 2.0
OP6 Beading -uliunuaanann Me, iulwilduny, na SW. 4.0
(4/P) -m/c Beading vingnu 14.0 N g N O I
-iaulal e Trim 20 Y
Trim -viiunuaanan Ve, v tmildunu, na SW. 4.0
(4/P) -mvc Trim vingu 10.0 = === =
il Assly 2.0 ™
Assy -nBunu 4P szaudy UP 2.0 -~ 25
Degrease | -iauluia3as Degrease vowluuwou , dundu 4.0
BL& Pi -wBuduaanann MC, i lmildunu, na SW. 5.0
(L/P) -mvc BL vinu 9.0 AT T
-1au'lal mic 2PI 2.0
OP7  |2Pi (LIP) -whunuaanan Mc, ioubmiladuny, na SW. 4.0
-m/c 2P vinou 10.0 = =TT ==
-ifiu'lyl Degrease 2.0 Y
Degrease | -uihow'laduwouil Degrease , na SW 4.0
(L/P) -39 Degrease viwu 76 - =4+
Assly -sznuauriovmaingaudu UP4/P,2/P.LIP 4.0 PAN
Curl -vBiunuaanan Ve, i lwildunu, na SW. 3.0 — 26
-mvc Curl vinow 12.0 == =+ = < = 4
-Liu'lal Assly 2.0 V|
Press& -vBiunuaanann Ve, vnulmildunu, na SW. 3.0 ==
Leak -m/c Press & Leak vinou 14.0 - - A g g ey
OoP8 -LauldnBuny 3.0 2 A
Degrease -niuouLfia Toluene 14.0 27
-ihouuuiie3as Degrease, na SW 76 Y A
“ihuaanlyuwuihinnusa Screen 4.0 VW
Coat -viunuaan, ulmildunu, na SW. 6.0
OP9  [L-PH2) -m/c Coat vinou 16.0 TEEEATTTR 22
Rest -Wnou 10.0 T
Dry -inowlaluanuiivias Dry Oven 4.0
Coat -viunuaan, o lmildunu, na SW. 6.0
OP10 [U-PH2) -m/c Coat viou 16.0 =t e AT == 23
Rest -vinam 10.0 === T
Dry -ihoulluduvivias Dry Oven 3.0
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Date 16/8/2009 Vol./Month 23,365
Line J-Screen L h Vol./Day 899
Pocess [erary-sesenio o] 1 IME Measurement Sheet i
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items 1 2 3 4 5 6 7 8 9 Min Max Fluctuation Average
HT | 213 [ 2098 | 1.76 | 1.13 | 1.35 | 1.85 | 241 | 1.94 | 1.73
aud i i WT. | 2.98 | 2.68 | 2.56 | 4.35 | 2.96 | 3.56 | 3.39 | 3.42 | 2.55
1 [vBufiuew 2P 1Pi :awnin MC o1 113 22 104
na S/W , wauly P2J02 MT. | 549 | 542 | 5.10 | 5.72 | 4.81 | 4.70 | 5.78 | 5.42 | 5.60
Toal [10.60[11.08[ 9.42 [11.20] 9.12 [10.11| 11.28[ 10.78| 9.88
" H.T. 170 | 1.97 | 1.99 [ 1.73 | 1.74 | 1.68 | 1.70 | 1.76 | 1.61
hfiuuunui Hanger , na SIW 71364 [ 2.73 [ 3.16 | 2.25 | 2.02 | 2.81 | 2.74 [ 2.09 | 3.14
2 | (3 Pcs./Time) uhfiuguaanain T 3.8 5.4 16 46
RETEF (€SnR)) o L) PR Total | 4.74 | 4.70 | 5.15 | 3.08 | 3.76 | 4.49 | 4.44 | 4.75 | 4.75 | 5.37
H.T. 184|154 | 170 [ 182 | 223|236 | 196 | 1.74 | 2.16 | 2.13
i i Screen (a¥aua WoT.
3 Mﬁ:iﬁ’nénuﬂ Scre \wFaudINn 15 24 08 19
ewntiuonu (fading) T,
Toal | 1.84 | 154 | 1.70 | 1.82 | 2.23 | 2.36 | 1.96 | 1.74 | 2.16 | 2.13
H.T. 3.97 | 3.60 | 3.32 | 3.74 | 3.96 | 445 | 3.48 | 3.26 | 3.63 | 4.25
ngiueu 2P 1P idaunouu Jig. | wT
4 | 'na SIW etacinsvineru MT. | 13.61|13.51| 13.57| 13.46| 13.49| 13.59| 13.64 | 13.72| 13.58 13.39 169 18.0 12 -
Total | 47.68|17.11]16.89|17.20| 17.45| 18.04| 17.12| 16.98| 17.21| 17.64
HT. | 5.98 | 7.09 | 5.45 | 6.06 | 6.14 | 581 | 5.44 | 559 | 6.98 | 6.17
waufuuAINaWnFuITULEn W.T. 3.87 | 3.33 | 4.0 | 3.96 | 3.86 | 3.93 | 4.09 | 4.08 | 3.38 | 3.75
5 |bryoven , wundutal P2301 5 9.5 104 0.9 9.9
Total | 9.85 | 10.42| 9.54 [10.02| 10.00| 9.74 | 9.53 | 9.67 [10.36] 9.92
HT.
6 Bud Screen nn XXX Pcs. ldiian W.T.
YYY Sec. MT.
Total | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00
HT.
7 &19 Block Screen nn XXX Pcs. 14f | W.T.
van YYY Sec. MT.
Fotal | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
5 HT.
HATUUINNATTIIUMSADUNITN e
8 |fiuaewnfiuou nn XXX Pcs. i T
B Sec- ol | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
HT. 15.62|17.18| 14.22| 14.48| 15.42| 16.15| 14.69| 14.29| 16.11| 16.41
Total WT. | 9.89 | 8.74 | 9.81 [10.56| 8.84 | 10.30| 10.22] 10.49] 9.07 [ 10.31
MT. | 19.10]18.93] 18.67| 19.18| 18.30| 18.29| 19.42| 19.14 | 19.18 18.69
vinimum | 24.03 Average 25.28
Neximum | 26.72
LINE : J-Screen IMODEL: 2KD&1KD =il mﬂqsqm’mmﬂiﬁ’m Tt Tme: 3071 sec. [oate 16-Aug-09 |ieon NN man
PART CODE: 11115-0L010 , 11115-0L020 cveie Tve: 24.03  sec. [Require PesiCycle
PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) el EFoRE. KAZEN LI marcer WALk
WORKING TIME ( SEC. ) Operation time (SEC.)
Iltem Description MAN | M/C [ WALK
2P(1Pi) + Screen UD_01 Acc 8
4 [neuduom 2P 1Pimamin MC o SW it | o 2l e
uinfiusnuuanuuy Hanger , na SIW (3 Pcs./Time) R
2 sirfumiaannn Hanger (1) (vl P23c3 6oL | 199 361 s
wautuonudi Screen wiauammofaainguom
3 |madne) e | 170 o
4 [ifiun 2p 1P aurno Jig. na SW ez | ss2| es| -
\daginon nz
[wauduoumnaeindusudn DryOven , iy
S |nawly P2so1 Ay | e 409 s
6 [1Aua Screen wn XXX Pes. tiaan YYY Sec 2147 - - - -
7 |&9 Block Screen wn XXX Pes. T YYY See. | 21.47 - - - -
unfunasumarauindueingum | 0 [
8 |nn x00¢Pes. Tim YYY Sec 20
APPROVE BY| CHECK REPORT BY TR
TOTAL | 14.22 6.69 9.81
TOTAL 24.03 SEC.

# 1 (2P 1PI+Screen UD1)

A:l' = a =3 % %> %
gﬂw 45 memmﬂmnmmmg’m‘lumwamﬂ:mumqu mamsﬂsuﬂ;waowumm
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Date 16/8/2009 Vol./Month 23,365
Line J-Screen = M S h Vol./Day 899
Process | Soreen UD_02 + 2P(Ti Ime Measurement eet Takt Time 3071
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 | 10 Min Max | Fluctuation Average
H.T. 1.67 1.68 | 1.65 | 1.56 | 1.68 | 1.26 | 1.28 | 1.85 | 1.37
DI IRRIERrY DryOven P2J04 W.T. 1.50 [ 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 [ 1.50 | 1.50
1 |@awn) @wtal P2305 M. 28 33 0.6 31
Towal |37 [3.12 [3.18 [ 315 | 3.06 [ 3.18 [ 2.76 [ 2.78 | 3.35 | 2.87
H.T. 0.84 | 1.14 | 1.09 | 0.96 | 1.08 | 1.21 | 1.03 | 0.92 | 1.06 [ 1.05
whudiuuil Screen w@danevizn W
2 | Gnduonn o 0.8 1.2 0.4 1.0
Total 0.84 | 1.14 | 1.09 | 0.96 | 1.08 | 1.21 | 1.03 | 0.92 | 1.06 [ 1.05
H.T. 3.11 | 3.02 | 3.11 | 3.07 | 2.90 | 3.13 | 2.34 | 2.38 | 3.43 [ 2.55
wntiuoudanlalu Jig, na SIW | wT
3 |iedaotinsvineru MT._ | 11.45|11.17]11.23|11.58]11.47] 11.26] 11,56 11.40| 11.36| 11.43 138 148 10 143
Total 14.56]14.19| 14.34| 14.65 14.37| 14.39( 13.90| 13.78| 14.79| 13.98
H.T. 135|156 | 1.39 | 1.28 | 1.43 | 1.37 | 0.83 | 0.88 | 0.97 | 0.88
naufiuuawnduo , Wty WoT. 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00
4 |fiwiin Dryoven P2J06 T 2.8 3.6 0.7 3.2
Total 3.35 | 356 | 3.39 | 3.28 | 3.43 | 3.37 | 283 | 2.88 | 297 | 2.88
H.T. 269 | 311 | 2.78 | 255 | 2.85 | 2.74 | 1.65 | 1.76 | 1.93 | 1.76
@ fiugruidn DryOven , 'l WoT. 1.00 | 1.00 | 1.00 | 1.00 | 1.00 | 1.00 | 1.00 | 1.00 | 1.00 | 1.00
S |uaoiAutiuoruaan T, Zd Al is 34
Total | 360 | 411 | 3.78 | 355 | 385 | 3.74 | 265 | 2.76 | 2.93 | 2.76
H.T. 202 | 233|209 | 191|214 | 206|124 | 132145 | 132
t@fiusuaanain Dry Oven , oiu W.T. 2.00 | 2.00 | 2.00 [ 2.00 [ 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00
6 | — 3.2 43 11 3.8
Total 4.02 | 4.33 | 409 | 3.91 | 414 | 406 | 3.24 | 3.32 | 3.45 | 3.32
e BusuAvinne s auaaan HT._ | 436 | 3.38 | 411 | 4.38 | 3.68 | 3.57 | 3.78 | 4.63 | 3.01 | 3.99
Wi |, Tadoundeain WT.__| 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00
7 |screen aotuwinuvi e SW M.T. 9.68 | 9.50 | 9.69 | 9.86 [ 9.28 | 9.54 | 9.81 | 9.90 | 9.36 | 10.01 16.9 LS Bt/ qrdd
hunaulyl P2J04 Tolal [ 18.04|16.88]17.80| 18.24] 16.96| 17.11 | 17.59 18.53| 17.27 18.00
HT.
13 [|Wu@ Screen wn XXX Pes. liaan [ wr
YYY Sec. M.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00
HT.
14 |89 Block Screen nin XXX Pes. 14 [ wT
1981 YYY Sec. T,
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00
HT.
a5 safiuudelvinszinunisdalyl nn W.T,
XXX Pcs. 1diaan YYY Sec. [
0.00 | 0.00 [ 0.00 [ 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00
16.03]16.16 16.25| 15.80 15.63| 15.76 [ 12.12| 13.17 | 14.59 | 12.92
Total 3 10.50 | 10.50| 10.50] 10.50] 10.50| 10.50] 10.50| 10.50 [ 10.50 | 10.50
MT. 21.13| 20.67] 20.92 | 21.44| 20.75| 20.80| 21.37 | 21.30| 20.72| 21.44
Minimum | 22.62 Average 25.34
Vaximum | 26.75
—
LINE: J IMODEL: 2KD&1KD RORER, MI191999 NQ'I'IJN'IIFI‘EE'IU acrive: 30.71  sec. [oate 16-Aug-09 [Leon HENEEEN wAN
PART CODE: 11115-0L010 , 11115-0L020 cvcle Tme: 22.62  sec. |REQUIRE PosiCycle 3 maching
PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) bl merore Kazen L1 maraer WALK
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
7 v " o 5 10 15 20 25 30 35 40
Screen UD_02 + 2P(Trim) Ace.
4 :g::;awuam DryOven P2J04 (flawn) u'lal 108 . . 150| | ot
2 |miufiuowi Screen winortamindusu 2.29 1.03 - -
3 |ufunuifauntatu Jig, na SW wdaeinsvinou | 4.63 234| 1156 -
: : . I
2 gzuj;:numawmunu . labiwin Dryoven | o o083 . 200 -
5 [ fuuin Dryoven , iluiaoiAudiuemaan | 1011 165 - 100 (
6 [1afuouaanain Dry Oven, il P2J07 1334 124 - 2,00
wanduruivinnshuaiaudaannnuita {
< s . 7 9.81 4.00 1
7 [tonmaonn Screen astuwifani na sw, | 2412|378 i
8 [uana Screen wn XX Pes. ian YYY Sec 2112 . - . s = RS
9 [ Block Screen mn XXX Pes. tiaan YYY Sec. | 21.12 - -
unfiuudaliinszanuntsdatal via XXX Pes. 3 i =
10 a1 YYY Sec. 2
APPROVE BY|  CHECK REPORT BY 58U CT=2262 Sec TT-3071 Sec
TOTAL [ 1212 [ 809 | 1050
TOTAL 22.62 SEC,

gﬂﬁ 4

A
il

6
2

(Screen UD-2 + 2P Trim)
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Date 16/8/2009 Vol./Month 23,365
Line J T H M t S h t Vol./Day 899
Process 2P(Bead,Flat) + UP " I Ie easurel I Ien ee Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items [ 1 2 3 4 5 6 7 8 9 | 10 Min Max | Fluctuation Average
i Bt || 208 [432 [201 [492 | 345 [ 207 | 252 | 231 [ 230 | 252
NHUTUINUDDALRINEUTUNULUU
! LIBG WT. | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 | 2.00
1 ;’/\’I‘VWI’;‘J&;’G‘J";‘;‘;‘)‘;““”W”W o(3 VT | 13.62|13.92| 13.54| 14.02] 13.76| 13.62 | 1351 | 13.90] 1361 1374] | 70 209 S:1 18.7
; Total | 17.90]20.24 ] 18.45 20.94 | 19.21 | 17.89 18.03| 18.21 | 18.11 | 18.26
. e HT. | 4.61 | 4.69 | 6.50 | 4.79 | 4.08 | 6.47 | 4.73 | 5.94 | 5.07 | 4.60
) “ﬁﬂﬂ“f‘“aﬂg;\‘s’ st "‘"‘ﬁ,“" WT. | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 Hao 76 20 153
llljwl-lw N ngonv ﬁ?ngaijﬂ‘g;“]“lo MT. 8.86 | 865|891 | 838|840 | 891 | 901|846 | 854 | 841 i . : :
A 1 Total | 14.97| 14.84] 17.00] 14.67] 13.98] 16.88] 15.24 | 15.90| 15.11 | 14.51
HT. 158 202|194 197|190 (214 | 213 | 2.26 | 2.36 | 2.07
A e WT. | 1.50 | 150 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50 | 1.50
3 viuuitumuﬁvxmmsaa A SW, 114 151 10 i 7
il P2J11 MT. | 8.00 | 8.15 | 8.65 | 8.57 | 8.40 | 7.88 | 7.98 | 8.02 | 8.01 | 8.36
Total | 11.08| 11.67| 12.09] 12.04| 11.80 11.52| 11.61| 11.78| 11.87| 11.93
HT. | 1.98 | 162 | 2.20 | 2.75 | 2.34 | 1.81 | 1.92 | 2.01 | 2.35 | 2.41
niufiunuaanudrladutmiag WoT
4 i , na SIW VT [ 12.00| 12.50| 12.30] 12.40] 12,01 13.01| 13.02| 11.60] 1.08| 1245] | 30 g g L
Total | 13.98| 14.12| 14.50| 15.15| 14.35| 14.82 | 14.94 | 13.90| 14.33| 14.86
HT. | 3.89 | 4.70 | 2.47 | 2.78 | 2.69 | 4.31 | 4.02 | 3.04 | 3.02 | 2.46
amasaufusuaIMeianin WT. | 5.00 | 5.00 | 5.00 | 5.00 | 5.00 | 5.00 | 5.00 | 5.00 | 5.00 | 5.00
5 |fuow . undu P2208 MT. = 9.7 22 83
Total | 8.89 | 9.70 | 7.47 | 7.78 | 7.69 | 9.31 | 9.02 | 8.04 | 8.02 | 7.46
HT. |14.14]17.3516.11] 17.21] 14.46] 16.80] 15.32| 15.56 | 15.10| 14.06
Total W, 10.00[10.00] 20.00 [ 10.00] 20.00 | 10.00] 10.00] 10.00] 10.00| 20.00
MT. | 42.68] 43.22| 4340 43.37] 42.57| 43.62] 43.52| 42.27| 42.34 | 42.96
Vinmum | 24.06 | Average 25.61
Veximum | 27.35
LINE : J MODEL: 2KD&1KD WORER mmwwmummﬁ’m [ ve: 3071 sec [oate:  16-Aug-09 [eor IEEEEE wan
PART CODE: 11115-0L010, 11115-0L020 cvele e 24.06  sec. |REQURE PesiCycle MACHIN!
PART NAWE : Gasket Gylinder Head ( Standardized Work Combination Table ) b egroRe KAZEN LI mreer wak
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
10 10 10 o 5 20 25 30 35 40
2P(Bead.Flat) + UP Acc | ‘
. p— o 11
g whmimngesindunu
ataifini, na SW , @il P2309 2% (el 2%
wiutuuaanuatatuliaoiia , na SW N -
masauiumuimom Conveyor , it paato| 862 | 460|841l 150 ; H
miutunuituinetas, na SW, et 2311 | 1219 | 207| 836| 1s0| ——
4 | -
wBufuruaanudladulmiaowifiun , na SW | 1460 | 241] 1245 . I { T—
I e
amasaufiunuuamofaanindus , Bundy e | 2l 500 = N Lﬁ
P2J08 1 \r Iz 4
chepadsdec | Ards0lrn see
22.06
APPROVE BY] CHECK REPORT BY TR
TOTAL | 14.06 6.65 10.00
TOTAL 24.06 SEC.

U7 4

U

7
A3

uaasnIansanawlunIRAadniugy wasIdiudlisesmwinng
(2P Beat + UP)
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P2J15 P2J14 P2J12
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Date 16/8/2009 Vol./Month 23,365
Line J H M S h Vol./[Day 899
Process _|ap [Tlme Measurement eet |rrme 3071
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 | 10 Min Max | Fluctuation Average
wiufunuaanLdMALTLYAN HT. | 589|670 | 447 [ 478 | 469 | 6.31 | 6.02 | 5.04 | 5.02 [ 4.46
. e TdluwANY , na SIW , w.T. | 2.00 | 2.00 | 2.00 | 2.00 | 2.00 [ 2.00 | 2.00 | 2.00 | 2.00 | 2.00 205 232 27 217
AnARaUfUINULEINIRIIY MT. | 14.20| 14.52| 14.60| 14.20| 14.03 [ 14.04| 14.50| 15.01 | 14.15 | 14.06 : b . .
Conveyor , tiu'ly P2J13 Total [22.09[23.22]21.07 [ 20.98[20.72[22.35]|22.52 [ 22.05 [ 21.17 [ 20.52
HT. [ 215|198 218|213 210 2.05[ 238 [ 234 | 2.08 | 2.01
’ whufunuiiniinedas , na SIW | wT | 251 241378201181 [341[351]291]251]278 s 06 256 166
iulal P2J14 mT. [11.67]11.61]12.08|11.81]11.61|11.16]11.45[11.96 [ 12.01 | 11.50 ) : - :
Total | 16.33] 16.00] 18.04| 15.95| 15.52[ 16.62 [ 17.34 17.21] 16.60| 16.29
HT. [ 421[431]375[360371]315]409][450][510 (471
3 ywivdunuaanudladulmiag W.T. 2.21| 222|271 (371|210 |3.16 | 3.10 [ 251 | 2.77 | 2.60 16.0 182 22 172
WA , Aa SIW , Biu'lal P2J15 mT. [10.96]10.37] 10.07[ 10.33]10.16[ 10.15] 10.76 ] 10.34[ 10.21[ 10.84 . . ) :
Total | 17.38] 16.90] 16.53] 17.64[ 15.97[ 16.46[ 17.95| 17.35] 18.08[ 18.15
HT. [210[ 217|278 221 [ 251|217 [ 225 [ 237 [ 215 [ 255
wivfiuuaanudladulmiag WT.
& WiAuW , na SIW MT. | 7.66 | 7.99 | 7.37 [ 7.67 | 7.31 | 7.32 [ 7.84 | 7.95 | 7.01 | 7.28 e 108 e? B
Total | 9.76 | 10.16| 10.15( 9.88 | 9.82 | 9.49 | 10.09| 10.32 9.16 | 9.83
HT. [ 228|226 259|247 235] 244219 216|266 [ 258
5 AnAdauiuuLEINITY UP uu wT. | 544 551[578[579 510521610/ 6.15] 4.69 [ 5.06 73 84 10 79
Conveyor , Wunaulyl P2J12 MT. : : . 1
Total | 7.72 | 7.77 [ 837 [ 826 [ 7.45 [ 7.65 [ 829 [ 831 [ 7.35 [ 7.64
HT.
3 W.T.
No M/C P2J16 e
Total | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00
HT. |16.63]17.42]15.77]15.19]15.36[ 16.12[ 16.93[ 16.41[ 17.01 16.31
Total wT. |12.16(12.14[14.27[13.51[11.01[ 13.78[ 14.71[ 13.57[ 11.97[ 12.44
mT. [44.49]| 44.49]| 44.12| 44.01| 43.11| 42.67 | 44.55 [ 45.26 | 43.38 | 43.68
Minimum 26.37 Average 29.27
Maximum 31.64
LINE: J MODEL: 2KD&1KD WoREES FI']ﬂsi‘a")Nsl’luN']ﬂ‘a‘E"Iu taktTve: 3071  sec. |oate 16-Aug-09 |icon NN wan
PART CODE: 11115-0L010 , 11115-0L020 cvoie Twe: 26.37  sec. [Reauie Peaicyce wacHN
[PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) Ll seFoRe KAZEN LI TaRGET ==
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
i o s 10 15 20 2 B 3s w0
5 5 5
- HENENRERERNRRERED
N A N A I
wifiuuaanuimBufiununniaialaty 460 46| 103| 200 “ : e e
1 |wifiani , na SW , amasaufiuonugnnoasu . N 1 - 11
2 |mouiuowdivine$as , na SW , dula P2J14 8.60 210 1161 181 1 i g
- — - I
N :;E;f:]u;;\ﬁ:mmﬂﬁ{lulmumnuﬂnw.nnSN\/‘ e <72 | wis| 210 = m)
4 |woufuonaanusmlddulmisowifoni na SW | 1692 | 251| 731| - | ! wﬁnﬁ\
. i 4.435ec
emamaufiuouudMaviu UP uu Conveyor , u
5 |l p212 24.37 2.35 - 5.10 -
6 [NomcP2i16 24.37 - - - 7.4 26[37 se ‘ | T30} sec
APPROVE BY| CHECK REPORT BY TR
TOTAL | 1536 | 434 | 1101
TOTAL 26.37 SEC.

U7 48 ugaansfinsamasgulumndauziudgy nainsUiodyiweaninau
4

7 4 (4P)
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Date 16/8/2009 Vol./Month 23,365
Line J T- M Sh Vol./Day 899
Process LP ” I Ie easurel I lent eet Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items [ 1 2 3 4 5 6 7 8 9 | 10 Min Max | Fluctuation Average
HT [ 127 [1.34 [ 152 | 200 [ 198|120 110 [ 120 [ 111 | 1.89
fudi iin MC , na SIW , | wT [2.00] 200 [ 2.00] 200200200 200]200] 2.00]2.00
1 [MBuBiwemnuin na 162 175 13 167
wulal P2J19 w1 [13.32[13.12]1321]13.48[13.14] 1321 13.50[ 13.15[ 13.11 13.01
Total [16.5916.46[16.73[17.48[17.12[16.50[ 16.60[ 16.35 16.22[ 16.90
HT. | 297 [2.61 | 244 | 251 [ 2.02 [ 246 | 2.32 [ 218 [ 222 | 2.86
2 whvtuuaanudlasulmiag wT. [328 268 [212]265] 214242267241 248]245 s Pee 2 156
Wi, na SIW , iaulal P2J20 mT. [10.67[10.40]10.91]10.61 10.48]10.52 10.71| 10.72] 10.81] 10.45 i : ] :
Total | 16.9215.69[ 15.47 [ 15.77] 14.64 | 15.40] 15.70[ 15.31] 15.51[ 15.76
- HT. [ 598 [535[ 524598 [573]558]536[528][518][550
1afiuou LP Tu Hanger 2aslugn W
3 udomiy USPN’;“ Conveyor dzias MT. | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 12.8 136 08 132
e e Towl | 13.6513.02| 12.91] 13.65] 13.40| 13.25| 13.03| 12.95| 12.85| 13.17
R - . HT. | 2.08 [ 2.06 | 230 | 2.27 [ 251 [ 251 | 1.99 [ 1.96 | 2.46 | 2.38
wiy UP Mauudiaanunisznavdy ——
4 | 2P y9uu Conveyor 11izu Guide = 20 25 0.6 23
TR REEton Total | 2.08 | 2.06 [ 2.39 [ 2.27 | 2.51 [ 2.51 | 1.99 [ 1.96 | 2.46 | 2.38
HT. | 2.08 [ 2.06 [ 230 | 2.27 [ 2.51 [ 251 | 2.99 [ 2.96 | 2.46 | 2.38
vy LP 219wy Shutter 1aliiniin WT. | 544 551578579 5.10 [ 5.21 | 6.10 | 6.15 | 4.69 | 5.06
5 |p2s21, wdunduty P218 T g2 Pt 20 78
Total | 7.52 | 7.57 [ 8.17 [ 8.06 | 7.61 [ 7.72 [ 9.00 [ 9.11 | 7.15 [ 7.44
HT. [14.38]13.42[13.98]15.03[14.75] 14.35] 13.76| 13.58[ 13.43] 15.01
Total wT. [10.72[10.19] 9.90 [10.44] 9.24 [ 9.63 [10.77[ 10.56[ 9.17 [ 9,51
MT. [31.66]31.19[31.79]31.76] 31.29[ 31.40] 31.88] 31.54[ 31.50[ 31.13
Minimum 22.60 Average 24.18
Maximum [ 25.47
LINE: J MODEL: 2KD&1KD WORKESS mmqsqm'}ummsj’m Tkt Tve: 3071 sec. [oate 16-Aug-09 [ieon NENEEE wan
PART CODE: 11115-0L010 , 11115-0L020 cvele Tme: 2260 sec. |RequIRe Pes/Cycle MACHINI
PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) #] seroRe kazen LI mareer T
WORKING TIME ( SEC.) Operation time (SEC.)
Item Description MAN [ M/C | WALK
L 5 o s 0 s 20 2 30 3s o
LP Acc
1 waufiunuanwiin MC , aa SW | 1éuldl P2J19 111 i1 1311 2.00
woutiuuaanudalatulmiaowifu , na SW ,
2 mu:h] 2120 5.81 222 10.81 248 } ]
tafiuonu LP Tu Hanger siastuga udmdy UP =
3 Conveyor ldasnas .na SIW o= .15 7
iy UP lauusaammisznavdy 2P 1w
4 |Conveyor tinu G 140 nspecton 1345 | 246 2™
flu LP Shi “lufiwiin P2J21 ,
5} [P o Shuter i P2RL G 5T o5 | Mo 4s0 == s e se)
APPROVE BY CHECK REPORT BY TR
TOTAL | 13.43 812 9.17
TOTAL 22.60 SEC.
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2323 P2J22 P2J21 P2J20
| P2327]
Date 16/8/2009 Vol./Month 23,365
Line J T- M Sh Vol./Day 899
Process Assembly " I Ie easurel I Ient eet Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work ltems | 1 2 3 4 5 6 7 8 9 | 10 Min Max | Fluctuation Average
HT [ 239224176 204178 177 [ 168 175 [ 158 [ 1.73
1 1irdiugud Curl aaudnouy W.T. 16 24 08 19
\eaoils MT. - g - .
Tol [ 239 [2.24 [ 176 [2.04 [178 [1.77 [1.68 | 175 [1.58 [ 1L.73
11 LP 1y Shutter dsznausyu UP HT. | 349|354 (346|374 3.48]347338]345[328]343
2 s 4P Inspection , m-ﬁunuﬂm W.T. [ 2.00 | 2.00] 200|200 200 | 200|200 200|200 | 2.00 165 172 07 167
Imitdinwifind na SIW 1eiulal mT. [11.14[11.20[11.15] 11.08] 11.24| 11.31] 11.16] 11.72] 11.38] 11.09 : : : :
P2322 Toal [ 16.63]16.74] 16.61] 16.82] 16.72] 16.78] 16.54] 17.17] 16.66] 16.52
HT [324]396[494]363[465]438]363]342]527]436
3 whufiunuaanui ladulntas wT. [ 200200200 200200200/ 200 200] 200 200 54 T s 266
wifiuvi , aa SIW | 'l P2J23 mT. | 20.05{20.95( 20.52| 20.10{ 20.08| 20.95| 20.48 [ 20.36 20.50{ 20.11 g i i :
Tol | 25.29]26.91] 27.46] 25.73] 26.73] 27.33] 26.11| 25.78] 27.77| 26.47
HT. | 871|629 673|763 7.30] 614634 801631634
. W.T.
4 | PELE WT. | 2.24 | 2.96 | 3.94 | 2.63 | 3.65 | 3.38 | 2.63 | 2.42 | 427 | 3.36 R0 L0 20 g
Total [10.95] 9.25 [10.67[10.26[10.99| 9.52 | 8.97 | 10.43] 10.58] 9.70
HT [221] 165[ 201 ] 244 213 265[ 273 175 [ 155 [ 175
. W.T.
5 |ifiuonuuaauun Hanger WT. | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 | 7.67 o2z 104 &2 98
Toal | 9.87 [ 9.31 [ 9.68 [10.10] 9.80 [10.31]10.40] 9.41 [ 9.22 | 9.41
. HT. | 221 165|201 | 2.44 [ 213 2.65 [ 273 | 1.75 [ 1.55 | 1.75
na SW , intiunuaannn W.T. | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00 | 4.00
6 [Hanger , MmofiaaWntiunu , Liu T 5.6 6.7 12 6.1
P2J21 —
R Tol | 621 | 5.65 | 6.01 | 6.44 | 613 | 665 | 6.73 | 5.75 | 555 | 5.5
HT. |22.24]19.32]20.91] 21.01]21.51] 21.05[ 20.49] 20.12| 19.54] 19.35
Total w.. | 800800800 8.00]800[8.00]800][800]800][ 800
mt. [41.10]42.78] 43.28] 41.48] 42.64] 43.31[ 41.04] 42.17] 43.82[ 42.23
Vinium | 27.32 Average 28.64
Maximum 30.24
LINE: J [MODEL: 2KD&1KD o m‘:’wswmummsﬂ’m tacrTve: 3071 sec. |oae 16-Aug-09 [ieon NN wan
PART CODE: 11115-0L010, 11115-0L020 cvcle TME: 27.32  sec. [REQUIRE PesiCyce | MACHINE
PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) 121 serore kze LI marcer ™
WORKING TIME ( SEC.) Operation time (SEC.)
Item Description MAN | M/C | WALK
2 2 2 o s o 15 2 2 w0 3 w0
Assembly Acc.
1 [ihfusudt curl i@dauamomuetasis 224 224 |
11 LP uu Shutter dsvnauffu UP s 4P .
2 |inspection, snfunuaatmivinuini na sw | 778 | 354 1120|200 e ’
wautuoaanuataulimiaouifini , na SW ,
3 \awlal P2J23 1374 3.96 20.95 200 e /Y) T
4 [vivanuaraaduon 20.03 629 296 4 8 ‘ | ‘ ‘
. I
5 [|uhdiuomuasuuu Hanger 2168 165( 767 1 S|
y B
e SIW , larfiusuaanain Hanger , Mofigain |
6 |fuow , ihundy P221 a3 e A A
APPROVE BY|  CHECK REPORT BY sau = 27.52 5
TOTAL | 19.32 339 8.00
TOTAL 27.32 SEC.

5U7 5

U

0
71 6 (Assembly)

uaasnsAnEaanawlunIHAasAugy wasnsdiulsrasmwinn
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Date 6/16/2009 Vol./Month 23,365
Line J-Screen T = M t S h t Vol./Day 899
Process Screen PH2_01 I I I Ie easu rel I Ien ee Takt Time 30.71
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT. [ 329] 278 308 ] 346331 ] 292] 241] 320] 363 ] 3.60
waufiuuld Jig Screen , na SIW W.T. 2.01)191[272)210| 177|246 | 188 | 1.81 | 1.97 | 2.39
1 : 9 17.7 | 193 17 186
\diulil Rest MIC M1 [1328]1350(13.24]13.41[13.34] 13.20] 13.38] 13.39] 13.23 13.35
Total |18.58]18.19)19.04| 18.97|18.42| 18.58| 17.67 18.40| 18.83] 19.34
HT. | 267 | 257 | 1.85 | 2.11 | 2.30 | 2.30 | 2.65 | 2.55 | 2.76 | 3.04
waufiunuain Rest MIC vin wT. [315] 308 299] 275|359 322|304 282|327 330
2 DryOven + \iunau Coating M/C M.T. &8 &3 L 56
Total 5.82 | 565 | 484 | 486 | 589 | 552 | 5.69 | 537 | 6.03 | 6.34
H.T.
L wT | 530584570 575|577 533|578 629 [ 534 473
3 |saieaans vES 4.7 6.3 16 5.6
Total 530|584 | 570|575 | 577 | 533 | 578 | 6.29 | 534 | 4.73
A Jig Screen 10wy H.T. 200) 150 173]163| 148|154 161 152] 192 1.75
s W.T. 136|129 135] 126|127 | 131 | 155] 149| 1.25] 148
4 |Rest M/C, iunduqasiniiususa e 2.8 3.4 0.6 3.0
Screen
Total 336 | 279 | 3.08 | 289 | 275 | 2.85 | 3.16 | 3.01 | 3.17 | 3.23
H.T.
5 L& Screen na XXX Pcs. dnan W.T.
YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
H.T.
6 &19 Block Screen na XXX Pcs. 14 W.T.
a1 YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
. v H.T.
andunuannnssRuMsiauningy v
7 |aeWndiugiu na XXX Pes. ldan r
YYY Sec.
Total 0.00 | 0.00 | 0.00 | 0.00 [ 0.00 | 0.00 [ 0.00 | 0.00 | 0.00 | 0.00
HT. | 7.96 | 6.85 | 6.66 | 7.20 | 7.09 | 6.76 | 6.67 | 7.27 | 8.31 | 8.39
Total wT |11.82]|12.12]|12.76| 11.86 12.40 12.32| 12.25] 12.41 [ 11.83] 11.90
M.T. 13.28( 13.50| 13.24| 13.41| 13.34| 13.20] 13.38| 13.39] 13.23| 13.35
Minimum 18.92 Average 19.48
Maximum 20.29
LINE = J |MODEL‘ 2KD&IKD WORKER mm@mwmmﬁm rakrrme: 3071 sec. |oare 16-Jun-09  [ean nan
PART CODE: 1111501010 , 111150L020 s cvoe e 24.65 seo [reoure Pesiyde wcHNE
[PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) [2] seroRe KAZEN O TaRceT o
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C | WALK
o s n 15 2 2 a0 as o
I A
= 2 wmc T T T
woufuouaanudladutimiaowifiun | na SW, 72 WIC
1 [ 496 | as6| 2005 463 = va, =
2 [yermazaaduo uzs | e - E NN [T
3 [uihfugruuanuuy Hanger 15.90 165 7.67 - " 5 ‘7 -l ! ‘4
e SW , indiuuaanann Hanger , 19fiaanin
4 |suon, idundu p2s21 2002 g5 248 =
5 20.02 - o
6 20.02 - - Waiting = 6.06 Sec.
7 20.02 - -
APPROVE BY CHECK REPORT BY FAU T1.=24.65 Sec. T1.=30.71 Sec
ToTAL | 1754 | 606 | 7.11
TOTAL 24.65 SEC.

d' = a I~ % % [
Eﬂw 51 LLa@amiﬂﬂ‘mL’Jmmmgmlumswa@ﬂzmumqu mamiﬂiuﬂgwaawumm
n7 (Screen PH2-1)
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Date 6/16/2009 Vol./Month 23,365
Line J-Screen T q M t S h t Vol./Day 899
Process [Screen PH2_02 Ime vieasuremen ee Tkt Time %071
Model 2KD & 1KD Record By
Proc. No.
Seq. Element work Items | 1 2 3 4 5 6 7 8 9 10 Min Max Fluctuation Average
HT. [ 284 ] 266 | 2.86 | 2.00 | 2.85 | 2.38 | 2.65 | 2.90 | 2.70 | 2.49
1 ’(aﬁumuaq’(uqig Screen uana W.T. 198181 )160) 183|156 | 156 | 1.83 | 166 | 1.83 | 1.83 16.4 17.4 1.0 171
SIW , iwliliiniin Rest MIC M1 [12.41]1252|12.64| 12.62[ 12.64| 12.41 [ 12.61 12.78 12.69] 12.55 ! ! i )
Total |17.23]16.99]17.10)17.35[/17.05|16.35[17.09] 17.34|17.22] 16.87
HT. | 1.97 | 2.47 | 2.16 | 2.55 | 1.80 | 2.50 | 2.20 | 2.36 | 2.45 | 2.43
wiufiuguan Rest M/C i W.T. 2751356 | 346 | 283 | 3.13 | 3.18 | 3.04 | 348 | 3.14 | 3.37
2 DryOven, undulli P2326 M. & 6.0 L 55
Total 4.72 | 6.03 | 562 | 538 | 493 | 5.68 | 5.24 | 5.84 | 559 | 5.80
D TR o ST HT. | 292 ] 233|279 ] 2.75] 2.64 | 2.84 | 2.67 | 2.77 | 2.04 | 2.75
3 |fuorusa Screen + wwlanii ) W.T. 167 | 156 | 177 | 174 | 141 | 153 | 1.70 | 164 | 1.94 | 147 39 4.6 0.7 43
. M.T.
Coating M/C
Total 459 | 3.89 | 456 | 449 | 405 | 4.37 | 437 | 441 | 3.98 | 4.22
HT. | 1.30]1.69 147134122 124]120] 127|133 1.22
4 unuﬂuawu’lﬂguﬂ Rest M/C + 16y wr. [152)135]135|126)129)121]|151]123[134]1.20 24 3.0 0.6 27
AduNNIAWATUIIUTA Screen M.T. i i N §
Total 282 | 304 | 282 | 260 | 251 | 245 | 271 | 250 | 2.67 | 2.42
H.T.
14 L& Screen na XXX Pcs. ldnan W.T.
YYY Sec. M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
H.T.
15 &19 Block Screen n XXX Pcs. 14 W.T.
a1 YYY Sec M.T.
Total 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00 | 0.00
HT. [9.03]| 915|928 954|851 896]872]030]852] 889
Total W.T. 792|828 |818| 766 | 7.39 | 7.48 | 8.08 | 8.01 | 8.25 | 7.87
M.T. 12.41(12.52]|12.64|12.62| 12.64| 12.41]|12.61| 12.78] 12.69| 12.55
Vinimom | 15.90 Average 16.90
Maximum 17.46
Rz D MODE): 2KD&1KD WoRKES ANTNTINIUNIATTTUY racrTive. 3071 sec. [oae 16-Jun-09  |iEan AN
[PART CODE: 11115-0L010 , 11115-0L020 N cvoie Tve: 15.90  sec. [RequiRe: Pas/Cycle MACHINE
[PART NAME : Gasket Cylinder Head ( Standardized Work Combination Table ) BEFORE. KAZEN O marcer WAK
WORKING TIME ( SEC. ) Operation time (SEC.)
Item Description MAN | M/C [ WALK
o s 0 15 2 2 a0 as 40
Screen PH2_02 c
reen PH2_02 HERRREENRND
s 1::::;:?\“ Jig Screen wina SW, wwtditvin | o0 | Lol el 1ss B L A e
2 Mpﬁzxjg'\slnumn Rest M/C 1 DryOven , iundulidt | 180 313 | —
wafiuonan Diyoven nofiaavindiususa Screen | —
3 [ wwtivin Coating Wi nes | 26 LA /
4 |nbutiuonlibaodt Rest MC + undwnaavin s 122 120 T
Tug1usa Screen
5 14.34
aiing = 1451 Sec
6 1434 -
7 |uéud Screen wn XXX Pes. liian YYY Sec. 14.34 -
8 |0 Block Screen win XXX Pos. iiaan YYY Sec. | 1434 - e e
APPROVE BY CHECK REPORT BY T2
TOTAL 851 14.81 7.39
TOTAL 15.90 SEC.

5107 5

U

2 ugasmsAnsANaIBlunMINEalzAwgy naIn1IUTul e winu
78 (Screen PH2-2)
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