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WATCHARACHAI BUNRAK : APPLICATION OF TOYOTA PRODUCTION SYSTEM
(TPS) IN CH INDUSTRY CO.,LTD. ADVISOR : ASSOC. PROF. DR. PICHIT
SUKCHAREONPONG, 72 PP.

This research aims to apply the Toyota production system to use in CH
Industry Co., Ltd. From the research study of the sample at NOZZLE DEFROSTER
production line, there are problems in productivity. The efficiency of the production
process was around 85 percent. The productivity per person per hour was 18 pieces
and had a production lead time of up to 24 days. The company experienced problems
with the delayed delivery of products to customers. Resulting in the company has to
keep the inventory for 7-10 days to assure customers that there are enough products to
deliver.

In this research, a 10-step Toyota production system used in problem-solving.
After using the production system, the following results found. In terms of productivity,
before the improvement, the number of products per person per hour was 18 pieces.
After the improvement, the productivity can increase to 23 pieces per person per hour,
increased by 28 percent and this production system can reduce the cost up to 63,360
baht per year. Regarding the reduction of production lead time; before the improvement,
the production lead time of the sample line was 23.36 days. After the improvement, the
production lead time of the sample line reduced to 9.12 days, decreased by 61 percent.
The Inventory before the improvement was 7 days and after the improvement, the
inventory time reduced to only 0.25 days or reduced to 96 percent. In terms of
employees, the cost reduced by 288,000 baht per year and can also reduce the working
area by 24 square meters, equivalent to 23,040 baht per year. Summary of the results

of this activity can reduce the cost up to 374,400 baht per year.

Graduate School Student’s Signature.....................
Field of Study Innovative Industrial Management Advisor’s Signature.....................
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Goal: Highest Quality, Lowest Cost, Shortest Lead Time

Just-in-Time Jidoka
Continuous Flow Stop and notity
Takt Time of abnormalities
Separate human
e work and
machine work
Heijunka Standardized Kalzol

Work

E‘Uﬁ 5 WIANNAALNYINUFDILENAAN Tadﬂﬁiwa@lLLUUI@Iﬁﬁ"l

‘ﬁlm : Lean Enterprise Institute, Inc. (2015). Toyota Production System.

Online.
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a 6 ° [~ ' A ' o ' & a = A 2 6

WinvasWaTaLszauaNgTaadbs nanwigaiuluawIn ldilasnlizansnoud
Wasaluiaafl (Model T Ford) @aidujuseafoufiiminfauazimiiadimanann
2 o & A 0 A A a A A A . & @ v A
dawldsaiuiizlddimineissman defdn udilasanswiueaadiaduvesdnie
iwnzgkiaTanudiiwntesny udanudasnsdediiwininn wiawinlsndmield
nUA

= 1 o & a o 6 aa e

dnuaneddann ananudSavesuSEnnesa 83 Inloas (Eiji Toyoda) Wwas
In83 laluz (Taiichi Ohno) HuSwirzasuiunlaludn ldwmsusiiauwidasaiveia
lUdsudysszuumandavasuisnlalodndlu udwiniwawohanwzesusendald

WanznumMIlEizuuainan teasnnsaiulszmaddueglusniwndissnny dade
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MINAAG 9 uaziIunuilinng V‘iﬂﬁwl,aja’lmmamua%a “STULMINAANLEWU TN
ANLUUBENIVBINDTA b NIaaIda laTINALANNULBILSEN Lo lud NaIUITTUUMIHES
.&’ {d‘ a £2 v o A a J
pa9awasuunanlszaun1soinny lagisuduannnsduniuazuidyminiieduly
sxauUuans msﬁniaLauaLLuzmiﬂ%'uﬂ‘gamuﬁ"lﬁmﬂwﬁfmmmwmaaﬂﬁﬂ'ﬁ L
Uszgndumifavadszuugilasinfiianiaszuud anaieszuumnaaiisandt “szuu
ninAauunlaludn” (Toyota Production System) niafijannudlufavas szuun1inda
WULNWIRIWEA (Just in Time Production System)
e oA A 4 o ' = an
1 1990 wiki®a®a The Machine That Changed The World G9na1inddszianng
a 6 /)R K a 6 dl i a
WAaInaud NuisdnmAansdlisnulsznausasuduasdyu awinn uazylel uas
o e S & y
\AAd171 “Lean Manufacturing” Issid1a3913n James Womack lafilamadnunszuunis
Waauuulalaed (TPS) iWuwnamasd udagdasnundufsfianFond) uwifauaznis
Aa A =3 1 L2 A A A a
HAALUDAK 3981908121690 TPS  usngiuaesszuumandauuuinlouwifaszuy
=) v IQIQ/ J Qq// v
nsuAauuulalae (TPS) luniinundunilugasmnssulanuazlutims lsanu
6199 NAaINILUROUIZVLNITNEAIN Mass  Production ajszuun’nmﬁmmﬂmimﬁ
(TPS) FELAHAAII Y Nt AB
- dszniwan desnafidunufdias (Cost Reduction) taiiuaaaanInlu
MIUUITH (Competitiveness) HIBTNENFIBULINIINITARIG
P A . - B
« Y32MIN 2 AaIMILWNNAANIN (Increased Productivity) L ABN1IIASINAUY
LRZINHIRIBLANFIBLLIINIINIAANG
« 43230 3 6a9n178a Lead Time lunSHAaRUA LNBNITIASINATILIAI(ON
Time Delivery) uaziiuanudanalalifiugndn (Customer Satisfaction)
« Uszn3n 4 dasmsliszuumInaeniilszansniwgsszauanna (World Class
Manufacturing) 1Nan1sutiswle wazidufivansvvasgne
« 3zn1371 5 gnénliivi Fsdudasriiiannaianalazasgnen auaziidu
NNVBINIFITONRAN DU
- U3zmifl 6 gndriimaszidiuszuunsndauuulalae (TPS) wWisuifinuny
WA (Supplier) MBS tNONNTDNNANUVBINIAF BUIZRINAG AN ITITONT AR AT
A A o = ' a @ o
« dazmift 7 visnwissagdnalszinaiulounolivi
A o { a . 1 a (2
F9lid9z1uuszuunInGaan Mass Production gazuumikdauuulalash
Unguala g A0y uwInIndasasziaIouniadiiunmsiennfsuulasaiaitia
1 a o a o a a et v s &
Tudwirladmaglunsihuwifalunmsndauuuiuandsulsldininziugasmnsmuds
A A & \ A o v Ao @
21vzliuwImmianagninuandteanluanvassisnlalodn Sududuuuuvasszuy

minfauvulaled (TPS) Adwldld anaslumeiiaiasiio TPS a9 anusuldidu
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RIRIATUNITY LL@immeﬂmﬂmwufmmLﬁnlfaluﬂ*}‘*ﬁmﬂmmﬁml,uu TPS 2819U11239
o A o & & o a P A A o dAa
uan lamanazdszauanudiSananduldldon wWisuiaiaunuisusEniaainum
n9N13¥h 5 & Aanns “da nna 1Fa o itk fazldaunininm (Sustain)  Akbves
winnunifianTsndng g maild iasnnuininuinaanuianudilaedrada st
nIkAauuy TPS Autuidons ladmasouiluaiasiiodsg ves TPS andunyuag
anuduiald fsddgnimudenisidanuianadilaiugiusesniswiauuy TPS
anudndulunmsfsuudasuminadunsviiam usrefursliiduninG TPS azdae
Tiuismdszaunaduialdatnels dunulasdndnuaaslviduiu snaziduidsiveavas
2/ & 1 ﬂq; tdl 2 1 1 & A 1l s
nahudarin lusmeidunulasdiulngdnazaesldviunialalasuanuaula
yuNaIvaITzuuMINAauuulalod (TPS)Aa insliiAudunuAa1Y tNadudun1s

Wi luazaInaan bl (WrAnenas@ating. 2555)

mwé’tﬁimﬁ'umsﬁ'\Lﬁumsﬂ%'uﬂgmwnﬁ'nmwﬁmLmu‘[@l‘[ﬂéf'l
N33z UY TPS ifuﬁam’%luﬁnmiﬂ%'uﬂ‘ga ADILATHUAMUNIBUFINILNNY
Usudysrion lasms TPS Manual Wﬁé’ﬂmiﬂ%'uﬂgaﬁﬁ'aiad’a@ia"l,ﬂf:
1. M9@3puMsLiasdn Pre-Conditions
1.1 ﬂ’liﬂ’mqa\laﬂ’mﬁﬁ’m’m Work Site Control
1.2 ﬂ’]iaf’mﬂ’ﬁvlmal,LlILlGiaLﬁad Making Continuous Flow
1.3 MIFAIIUNIATFIU Establish Standardized Work
2. MINRAULLNWLIZINEA Just in Time
2.1 Lﬂéaaﬁaﬁl"ﬁaﬁuagu
2.1.1 32UUANLUY Kanban system
2.1.2 NN InazesI AN AuUAzTaya Material Information Flow Chart
22 TUAIUNIIELIINT
2.2.1 MIVIRIINITINE
2.2.2 MNRADN ﬁ;@ﬁwﬁm
2.2.3 sxviauanuilunmsnodhgaenmda
2.2.4 M IFINTZLINMINA®
2.2.5 MIVBANYITHININTZUIBANT
2.2.6 mﬂ‘*ﬁﬂ”wﬂ'aL’%‘Uﬂ%umummjwﬁméumu
2.2.7 NMIVUSILAE
3. 3lang JIDOKA
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4. NMIINNTEUIBNIT Making Big Island
4.1 MITIUNITUIKNT Making Big Island
5. MyLUTUL3991933 % Kaizen of Standardized Work

AMAFNLINUNIIAILANFAIWTTII97% : Worksite Control
maliaedjianueglusmwiaiuqule (TPS Worksite Control) iiluduaau
fanuaziduinaanuiniazdaddninvnisnawnisdiiunisauaawlunIswawszuy
mindauuy TPS daly walinihamegluanwiaruguld duwinasgulunisiaszuy
lagviiamuidsznaunseglusmwianunsnguldeassnue (Visual Control) LazaTI9ReL
e
P ) & & & a P A o o & A2 o @ A
manaznan lnsasanans vefdunsannnazisudununarae 39dudun

=ADITNNUA Line AULUL Lﬁ@iﬁdﬁﬂ@iaﬂﬂsﬂauquL%w@Tu

1298 lun1318an Model Line

- 5wl Volume Aaudnigs LazpeaFITamInLENe

- SnTTUAIRMMINAA iR eI WRANNIZLIHNS

- Suawiiguimslianuidalumsifsnss

warwua Line Model e azidunnsisuvin TPS lasdnslasisuanndwaas
7l 1 Worksite Control (MIAILAVTNIWANII)

SuAaUR 1 azidunsniuguaninwiasauniviauliidunannisves Visual
Control wilaiulneficia myvhlinnatsnasdulddioman lddnandusaanisuda
LHUfAIAK wazAuAn1suldazasn ﬂuzﬁijuazl,ﬁul,%iaqf:ﬁﬁﬂ”tyLﬂuaf;mﬁa lag
Sunnidlu 7 Tolwaaoil

1. 2809 UAZ RZAINLSNINN 89 J=an9 Aemsugnvasisdnasnainuesn
lidndunazviavasilisnduean’l uazfidanwisiuriud Model Line naw atiig
lulviuaniud Line Model fhazid3aufisufde 1masazaslferinau nanfiazvons'ly
AENINIRDIT9%

2. enwtaaass miaiouaznslfialdanung Whoidew uwaleadupdu
ﬂ’]iﬁ"llﬁ/ﬂgL%ﬂﬂﬂ’l’]&lﬂaﬂ@ﬂyﬂgﬂﬁadLLﬂt"ﬁ?ﬂL%u uazliwinsuInsIngeg1slasiage
Wit etsdeuase uwtlasiv szmw,ﬂ%iaﬁml,l,azyﬂﬂa

3. aivqmnwitn lulunszuauns (Work Standard va3winau) fnuangi
l#danslunaffinsnwiadndvasgmanuazinsngatnsiasinsa lasanaazii
ﬁwfu@laumsﬁ’mu%ﬁ’ﬂmﬂmuvl,;ivlﬁqmmw Ilunnsnaa ¥asaniugIs T RaIw
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\Ju Andon AaidusyaalWliitsnnufianaa azldaanainise wanianliionas
Famsvhnues Andon ilefanufianaiaazlmsdyunamazazd Wl g duliiiu
FLine  wullanudeUnd eufsuleteufaiuisuudlaleiuriaed wananildsles
Aanssn Kaizen fezuitladamiselulailiifavesfodudn uddhasvi Kaizen Tifions
LLazmaﬂixLﬁumﬂﬁq@ azflunanisaglunuiazad Continuous  FlowlaznAIIINILLET
azwanaeluiiu Pokayoke lé8n dsaziiufianssudasues Jidoka 5nd

4. mim‘uqug]u,aL'faiauvlfumﬂ"ﬁa’mqﬂmnil,ﬂ‘%aaﬁ'm W msldie3assns)
mm:ﬁﬂd’l@sjmsﬁﬁijﬂwgumaumiﬁﬁmmaam%iaaﬁ'mﬁmumwmmﬁ%m‘sﬂﬂgﬁ'ﬂm
@Tw@ﬁLﬂdLLﬂ:@@%a@LLﬂ%’ﬁJﬁmaulﬁﬁ'@wu

5. MINIWANNIHAG (Uatalzinaaniinde \usetalag) ¥ Board  ugas
HaANTNAA 13 a e IHaa IRl A 8a 800

6. MIAILANNIIIA (TMUALINT Staging WAz Shipping) Y1 Board  UaA
IANAILARI Process awasanszuanns Mlstawinlalunszuanns

7. mimuquﬁwﬁ'\mu (Uasa oI GNULALITBINININBLAZIIWIBABYTINGI)YIN
Board ueidwanausninauluiuinliifiudosmsatuaawnsUsunss uannsves
TPS f9fisnnanudunamn

mgu@aumsﬂmqmmwwﬁﬁmu (Worksite Control) #iazvinlisuasifinana
AauUndvasnisuinnandalalasdie Mnadnizuasiudisamaan a3l JUaldiauns

naufiazlvi Step 71 2 Aa Continuous Flow (aitye ndlng. 2555)

v A [ ¥ 1A . .
ﬂ’a’mgmEI’Jﬂ‘iJﬂ’l‘a‘ﬁ‘i’]dﬂ’]ﬂﬁaLL‘iJumaL%ad Making Continuous Flow
o [ ' ' A . < A 0 2
Mlinszuiums naagnadaiitad (Continuous Flow) widaldudinnitsuadszuy
makdauuulalodn (TPS) luiugiuves TPS lasfiwinogigadanmavildaulna
laglifinsngarzdnlunszuiuns nie Snudralunszuauns WP (Work in Process)

>

lunsdfinniIvin TPS n13vin v lwasadawliinaatsaotitad Datdwidaw iiiny
dq’ v o uq: d' U 1 1 dl v v v d’ A Q v
1T96% AIBWANINITRININIT AR daLtad laazdaslsznavlidquiasasiia 3 wava
aa¢ia b
1. WHWITWMTIaT83iandu MFC (Material Flow Chart) iiluinsasdafilglu
M3 me:ﬁm:mumwaﬂ@ﬂﬂﬁiﬁﬂmmivlmamaﬁ@qﬁu LﬁamLmeﬂumiﬂ{uﬂ;a
NITUIRNIINRG IR LAR LA DENI6aLihad LNARITINRIENIINAALLL Smooth  Flow
Ml Lead time lunsufaaaas nanwaasla dszndanunltzeslulssan,an WIP (Work

in Process)
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| P | w | A | Customer |
| | [ | |
%
[P<0A] Wile0 AliCit
R2:072 W20 220
=
Wiz0x A0

gﬂﬁ 6 @T’sashwaummwms"[mmaai“@lqﬁu MFC (Material Flow Chart)
ﬁm : OMDD. (2014). TPS Manual Book 2014. p. 89.

2. M3 lwanUU§aLikay Smooth Flow Process Lﬁaﬁmumﬁugnﬂﬂﬂumﬂm
YBIBUINU q@ﬁﬁmﬂ%mwﬂaaﬂ meq@ﬁﬁmsvl,vsammswﬁ'muﬂmq@ﬁl,ﬁ@mwq@ﬁa
& ~ | o & v A oA A & A o o
A Luaaﬁnﬂvlummsnmwﬂmﬁg@ummadumivl,m@lama"h FIN1IUN LA Aadadrii
Tnaruidunitinansiusn vinlvnisinadnldwas9lnle lagatarinn1sinNLaIadans
ﬂ%aﬁwmiﬁmummﬂmmaammﬁ'aa@gw”@ #309AUITIVBBINUIHIATAIIN TGRS

2 o v A [
Lﬂia\‘]‘ﬂqﬂ’]‘l«ﬂﬂﬂLﬂ FNIAN2)

I P } W I A __I Customer }
204 A= Ayiz0] R i
P TR R

. 002
TRHR n 308

gﬂﬁ 7 é‘aashwadLqumwmsvlmamaﬁ@qﬁu AAMT MR INTZUIWNNTALNI6 DL I

‘ﬁ&]’] : OMDD. (2014). TPS Manual Book 2014. p. 93.
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3. M3 Mafasdu (One Piece Flow) NMIRITUINUIZTATILNUALULTUADTY
LLazlﬁwﬁﬂaﬁu@]iaaaauqmmw%mmmadmuLamﬂﬂ%“aﬁLa%]§mmu@im%mmu3ﬂLLmJ
a 1 dl 1 L™ Qs = 1 o v Aa 1 v
nmandauuuiinnasuaulddinszuannisnaliiiuiaawalng vldiAaainuant
LRULIA1AINNNTTAN T AINNITLAROWENETIIN HIDTNIN LUN LU D DT I WUINTAN A
a & U 1 a dl A 1 A =} (%3 a
LA mmmmLﬂuﬂaﬂssuﬂvl.umwam %380 209LFE (Waste) AMNRANNIITNIIHEG
LWUU TPS vRBIasLTwNITaaIUAaId NIz UIBNNIIinAaINGd 1 Tu dnarinlwnis
(HRISEEEN LLastadawaimi’m%’maaqmmw FMWNTaSe9dn 1 waazvinlwzanIn

v
1A

ey ldhousulwunddgm uwasldymiaauddulau nssszooiaansnaiuguld

L
EACH Ak

o

o A a & A = & o
nﬂ?unﬂ’]ﬂﬂﬂ@nq(ﬂﬂLL@@ﬁﬂu%uﬂﬂmﬁﬁuLﬂuﬁqﬂm

.

o

i WL @“‘é__ _Q*--é
SUNTTVRHATEIN ] [ i
O O

It to ensure quality

|

P [Se N T . ol !
-n"laﬂ‘;.nuﬂmmwm'lcm N Aaun5USULSS s
A
B
-O-0-0-3: N7
00
CEE -
Jauimsheae-n
Ea!yhnﬁ.ma}aqnalm, .. @ @
-m‘sﬂ‘sanm}mmwﬁﬂ'lmm “ﬁ'dmiﬂ%'i.lﬂ‘ga e

g'ﬂﬁ 8 G1aE1INITVAINIINAALUL MARTIRZ T
‘ﬁm : OMDD. (2014). TPS Manual Book 2014. p. 94.

ANINYINUNITHINIIBNIAIZIH : Establish Standardized Work
A ad a oA o ' LY cda
NuaIzinda Twdaialild ugmuaiw g9 adrsdasads danlaind
Uszfinimw gaiunnaefenlwisesidnnwdunan Tagdizasduesnunuanagn
AlAngInmsin1InGagaian WHgIRUaINITHAALZNIITANIIRINIMILIBIAA
Usaans qounw Unamazdunu i ldlwismsvinuanasgiu
p9dUszNaY 3 UIN13289914071039 % uNNaIzInlsIudIay 3 Ysznsnin
] ! 8 = o % ' & A \ a & v . oA
agnlagiwnitsnazilinuunaspulisuysoinieliansanfaduinuldadiog
UszANDA N
1. wAAY lngd (Takt Time) AalianNuanINGoInNaadwin 1 Tu iiaTanalu

| A A da a A o = A @ v
L’Jﬂ'lwnvlfﬁi (NN NIUIN) sﬁ\‘iﬂ’]‘ﬁ%(ﬂ"inﬂﬂ')q&lLi?luﬂ'ﬁ"ﬂ'}U“iaﬂ'ﬁ']&l@la@ﬂ’]ima\‘]@ﬂﬂ’]
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o a oA a
NABUNE Auwn)
TT. = — 3.

dl v Qg‘ Qs
HAAITWNGBINTT (TWI)
2. §19UNI¥91% (Working Sequence) fia 819U TUTZNaUTHNY HIDE1AU
o 1 a a o o o o a v é v { v
M3 ued il Tz@nTaw mamnsasiauzi e laswininu mﬁlugﬁmﬂa
a A a A o o a @ a Vv
Muazioavasnwinaaduadeg saumsinususafsundasle winifiadym
@199 15w dymnmaduganw iudn
3. aﬁaﬂmmgﬁulumw’mmi (Standard in Process Stock) fia Stock 1oy
A Ao A Y o by o v oA
ngainddu Walwmansaiausi g nilaatsdaiiias
m"'aﬁnﬂvl,ﬁiagamaamummgmua‘”ﬁ 927N UIUNIN I Tunadon
IUN9331% (Making Standardized Worksheet) %389111901111 TPS 158031 SAN TEN
SET %t tangnsinuanasgiud 3 riiatsznavlidas
1. lUUEAIANNENNITINIYINIIUVBILATBIINT (Machine Capacity Sheet) L1
Lanmmammmmmmlummﬁmamﬂm:mums waziiutangnsunasgiulunig
MRWANITUTENALINY uaﬂmﬂﬁﬁﬂﬁfa g9talaninlunszuannslanyinaualsde

wialginTasanaduaania (Bottom Neck) uazdiiiunmadsudgele

T Prod.1
. . Part No. | 188500-1530 |1 ine Housing Section | Seet Team.1 T
Machine Capacity Sheet e |75 | Cuttingline [ |13 puay 200z | Yomeda | sete s

Tool Change (=23 wn Marmal Time [
g Procesang Ao Time - — =
T spos | Eipacity o 10 20 30

[

Na Process Namo | Mk [TTH

Tame

-

. S
End surface cutting LA-283| 3 28 8 | 100 | 60 0.60 968 -_ ST

2 | Drilling DR-383| 3 21 24 (1000 | 30 003 | 1,149 - —-—-H—-1-1I

pagad pad

w

Cleaning SC-110 3 11 14 1,000 30 0.03 1,967 =

Processing Capacity Per Shift O
Botde neck Process

|
H
— i

El]ﬁ 9 ¢18819N13 24l UUEAIANNFINITON TN U 29LA3893NT

2. AR TUARY (Standardized Work Combination Table) (WJulanans
LRAIIATNINUAILND LAZIIALEAK DAIUARZNIZTLIUNNT  BENTALI BNNI 2LTAIN
.ﬂ']EIEL‘H; Takt time AMABAWKNIN® 1 At ‘ﬂtﬁ“llm_lL°ll@ﬂi:U’JuﬂﬂiﬁﬁﬁdﬂuvL@TLﬁ']vh wan
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ANHITLUANIAINLATIIINITINY BASLEATINTIINITUYDIAWULAZINUYDILATDIINTL
Wl ldnsa'ly

Secinpiame: Prod. 1 Sect. Team 1 . 13 May 2001
o n | 185500-1530 Standardized Work Heigil 1011, = =
— Housing cutting | Combination Table T | 27.3 . S

Tt
P Flemental Werk - 5 " 5

-
]

1 | Pick up raw material 3

2 IScI part and Start machine LA-253 3 |25
3| Sel part and Start machine DR383 3 |2
4 | Set part and Start machine SC-110[ 3 [y
P
6

| Cheek threading s

BEEICIRnE

Set finished goods parts in the box | 2

g
:

1 1 | LTI g
— '
Waseg (Tt Thome - Wi i el
Talt Tine _ Woaking o S () };’““’ 18 /12 :_‘. (Crete Tim : Wiis i b i)
an Fondod U P e rere— 0
i T 30 .

a @ .
El]‘ﬂ 10 @18 NI IBNINIFTRNTN

3. WNWAIWIIHUNG331% (Standardized Work  Chart) 30vi1 Litwalilaslasn
o o o & a a < & 1o &
anwiazitlagniwmsrnululadnmmwie  annadugdnsaiiudys eUnsalaruqu
uaziduumamemihmaienu uasliunumlugusaiasiiaauquleadana (Visual Control)
(OMDD. 2014 : 104-131)

Juiduiln 2504 /2004

HYOJUN SAGYO HYO | APPROVED | CHECKED | REPORTED
Tumanamsmnunassy [

-~ 3
ANy T" WU MAT'L  (3)
U1 MM F/GUY Pallet (7)

B-101 B-102

MAT’L L 10)] U 1)
& o_ P-101

. ®

/ D
F G RN Sp-101

|§nn‘\'umw nawnlnoany|  wesgni dwiut | TAKT TIME [CYCLE TIME|  fuainu
AL jifuime SEC. SEC. LLATE"

< || O s 31 | 29 | wm

FUN 11 Mo IUNBMWNBINATZIU

‘ﬁ'm : OMDD. (2014). TPS Manual Book 2014. p. 402.
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AN WIZUUANLI : Kanban System

ANURNILVDIANLII

< maA

[ A A A, o = a o as a
ﬂlll]\ﬁLﬂul’ﬂia\‘]3Jaﬂﬂq‘L“USiQﬂ\jizUUﬂ’]?Na@lLLUU‘Y]uL’Jﬂqwa@sﬁ\‘]u%ﬂ 8 NA@

Tugsndasny lwaindasnisuazludiwinngasnns

YANIANIEVDITZUVANLI

A v =2 a a a A a A Aw A o
Lwai%mmmmswammemnmwaﬂ e Nﬂ@I%ﬁx‘iﬂ@]@x‘]ﬂTﬁ I%L’JQ’TY]@]E]\‘]T']’]‘S

waz I wIuNAaIN1T muqmm:ﬂ%’uﬂ;mm PINWNITHRS LAZVUIBNITUUEE

e RGTIR

1. FEalwMIINA ALY BT

2 Lﬂ%iaaﬁaém%'umimuquﬁaﬂmmn Lﬁiaﬂaqﬁ'ummqtgmm ANNIINEN
LABAMNT D% LASLFAINNNALAIN u,a:Lﬁamaﬁ]mmm@;msm"ﬁ’mmm:muﬂﬁ

<t m’%aoﬁaﬁm%’umsﬂ%’uﬂ‘ga

4. 3%'n’13ﬁ1%%’uﬂ%’uﬂ§aLﬂﬁwuﬂaalummﬁm

1J52LANVDIAN1II

sansautsenisldaunslganuaziIawlunisldvasends Taouusldidn 2
Us2LANWAN Uaz 4 Ussiangaseail
1. ﬂkuvaé;wﬁﬂ (Production Instruction Kanban : Pl Kanban) lﬁ’Lﬁiafﬁmﬂﬁ'
lavinAarinmInaagww lasuiisaanii
11 ewialunszuInnsnaa (In-Process Kanban) i Autisviiwinfigsnis
aglwarznizuiunminda lasaudsazlingaesenlluennizuiunig
12 Fwsadya I (Signal Kanban) fa autisivmindilunsssanynald
s lunsdinsndudaaiasounis Set up ﬁamﬁ'muéumaﬁmm ioLas gt
wiaudanwialujuialy
2. autsinnan (Part Withdrawal Kanban : PW Kanban) lZifavinsunugae
Feam3zninglasl glatt lasudseanidu
21 ausmaolugniudsznaumInda (Inter-Process Kanban) @wifafivh
windlumsvwieduwinunslugoiudsznauns la Uﬂ”&lﬁwﬁ@ﬁaﬂmq@aaﬂm HUaN

amuﬂs:naums‘lﬂggﬂﬁ'} %%agwﬁm‘“@qﬁu
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2.2 AuTINARIAD AL I8 ANLIANAN (Supplier/Customers Kanban) Lilueais

' ' [
A o v A Y a 1

NANRUINVHEN ST UINUTERINIRDIULUIZTNBUNNS I@ Elﬁ]ZvL&j%s"j]@Liﬁiﬂl%ﬂizﬂ?%ﬂ’ﬁwﬁ@]

> YA ¥ A

ANTIHAATARAL (Supplier Kanban) wuaztihwinndsiagaduandnia ludiuasauds
ane (Customers Kanban) vhwifiunuddidevasgndrlun1szudiodunuainaas
fusnguIunaIgnen

nM3iszuu@s (Pull System) iandszandliiunszuiunsuiae Sududas
o &R & A A A . .
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@
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Stop when abnormalities occur Build quality within each process
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Do not produce defects
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#iy1 : OMDD. (2014). TPS Manual Book 2014. p. 286.
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CTETT (0] X X (@) X
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Manpower Current ZCT— 1 2 5 1 1
0] O (&)
Manpower TT 0.9 1.1 4.8 0.9 14
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5 Jr JiT 5 ‘.‘ 2 2 2 2 2
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