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1. KANBAN by KANBAN ianzfwiumsndanaansadsuifsuiuninia
o o A V@ o & 2 [
lonunlaslaudaslmiialuniiasdiasasans
2. Lost Size MNITRIRIUNIINAANNIZLIRNIINAAUUADILTIIAN I UANTAIAN
d.i % dc.id 4:1 1 =S v d' =) d‘ 1 o
LAIAIANTLIWIRTUH luﬂsmﬂumﬂﬂaﬂugu m"lm]aamingagmmlumnﬂamugu ¥
Ihdnsniadunuaanunduinwiniiazuing
3. Pattern AN RIUNINAANABIN1IANTT Set Up tduiauineg 398013
fuualiidnisinanmduaunaes ae19idn IBNaINI0 Set Up A8UannI=uInnIg Lo
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4. Lost Size WAL Pattern LHYUNTEIRIUNIZUIBMNINRANTNTHRATHINUN
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TU% BIYNNITINAAT I UazUSIN AR WUA I@mL‘%'mwnLﬁaQﬂ@Tﬁﬁms‘lﬁ"ﬁaga%o
s s nEmenININNTAINNTEITaL Il fat LHBNIILHBANINAATZE NN TH
ToyanugnaniagauidunsidauudvinnsiToniagauidnuHEannalaIv daulHun
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1 a9 NauIDUREIIZTINNTUT IS Lﬁa?{%@Tﬁﬂaﬂﬁ’wamwuﬂﬂi:ﬂaugﬂﬁaaaﬂvl,ﬂ
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UL NS UM INEALULEIN N SHEATINGD 1 TURAAA T aaadWae 68
7213 mﬂﬂ}@u"'uﬁl*‘fnmmmﬁmsm@ia 1 SuNAa e agjﬁl 280.9 T2luy Feaaiian
msnAaTIude 1 Tundenmel 16 2129 Talug LAzyaAIUIRUAIAIARIUTZI
431,919 UIMNADI mﬂgammaaﬁuﬁ’mmﬁhLauﬁifizuummﬁmmuNé’ﬂ‘ﬁ 1,461,886
vndaih Msvheuiseit mmmawa@hmﬁ@Lﬁuﬁuﬁﬁmﬂéhvlﬁﬁa 1,029,967 UN6ia
o

RULNBIA LANEY (2552) ﬁnmmiﬂizqﬂ@i’umﬁ@Lmuﬁmﬁiaﬂ{uﬂyszuums
NRALLNZTD UG ﬁf@qﬂizadﬁlﬁaLﬂﬁﬂuizuunﬁiwﬁmLLuuNé’ﬂ (Push System) LJuszUU
MINAAWUUAS (Pull System) lasld¥iuuiAan1snaauuuUan (Lean Thinking) W&z
nanmIvadszuunIkAauuulalod (Toyota Production System) wndszandlainnulu
M3INTEAU MINAALUUNHIAIWEE (Just InTime) Vostunzsneus laudenidsanis
U3uil34 2 it fia 13819 (Lead Time) WAz IWIULIINU (Man Power) Hansdns ld
¥msulaowmansunnnisnaaiunssonaalagandeluauta Danailavinliiaaiin
Y2IITUVINNLAY 3,575 W17 aaLrAde 1,509 W17l aARI LG 57.79% IIWIBNININUINNLEN
15 A% AALTAAD 10 A% AARILA 33.33% ﬁ@Lﬁugaﬁﬁﬁﬂswﬂ”@vl,@”mnﬂ’liﬂ%'uﬂgo 1,015
UINGaI%

0 q'vx’%iwaa (2554) dazgndldazuudauazandilunszuiumaniaunulda
oY AN MWLNNSHN9R 89N IE LI RMINER T,@ﬂﬁl,ij’mmU‘Lummﬁﬂvrymﬁuﬁ
Tunssariusuanwlifisanadsaaunsoanndle 44.8% anduldiui 58 a19191003
AARILAED 32 AITITLNAT SIWIWITUTEWININTZUIRNTA N AUA NI T wE 0150
anadle 46.2% NG 13,300 1WAe 6,150 T4 uazaasifefiiaannssaiuswinuly
W UIMWIREINTNAARI L 57.7%

213938 aqan (2550) MslETuuaafana s AU AIARIVEITHIN LOWER
CROSS ASSY Lz UPPER CROSS ASSY luenensnansusiusasnssnugue lagns
3Lm’1:ﬁﬂvrymmaaﬁuﬁmma"’oﬁgaLﬁiaﬁmu@mmqmaaﬂ@m nniuinisesnuuy
mi"l,vmmaa%umui'mqﬁﬁ_mww%ﬁagamaaszum”uﬂd e s wanaNanltlussuy
NANIIELA®I1M LOWER CROSS ASSY aaadle 51% uar UPPER CROSS ASSY
AARI bG 36%

178 UnniszAngna (2553) ﬁwszuumm5@1LLqumIﬂﬁwuﬁﬂs:qﬂﬂ%ﬁu
NTTUIUMITNER  UTeNaUTUEI HEEUG I@mjuﬁuﬁ'mﬂf Standarsdized Work L&
Pull System waaINMIUIzyNG LT Wudn mslEiufianas 52.40% nsldrasanlu
NILUIBNITINEARARNY 35.65% ﬁuﬁﬁﬁu%gﬂmmﬁa@m 11.25% WLAZRWAITZHIN
NIEUAUNIHAAaASY 100% T meidsnnuanuaansalunisuaaisdu 57.81%
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sutwu lann2ad (2553) drzgndlfzuumaniaunulalod VIAUNEANN
msudalulssnulsznomslwlusnoud Taogsuiunmssuiugmlunisuda Taslsns
AIAUINTWAUNI mslwaogrsdaiies Standaradized Work uaz3suuds waille
g liiAann 3896 auLUY One Pices Flow s9nalwRannwidind 28% Lead

Time 8989 68% FUAIAIAIAANT 54% LLawauﬁﬂum:mummﬁm@m 47%
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S ANTRITHEIT NS,

n3dszana lEszuunsnaauuulalaan (TPS)
dy 1 =3 U a % A di A
I%Uﬂ%ﬁlzﬂm’m\‘]ﬂ’ﬁﬂitElqﬂ@ﬂ"ﬁiz‘].lﬂﬂ’]iwﬂ@lLL‘UUI@IIH@]’] Fadurasasialuniy
US1H1IN1INGe lasAanssululinaanaasnisiasuunisszuuni1snaanuulalydn
Usznauduluaawadsa b
1. MIL@3uNN3LJa9d% %38 Pre-Condition

2. SLUUMINAALUUAY W38 Pull System

v
MILa3aaNTIL09N (Pre-Condition)

1. NMIEIIFMNATNNIU

2

=3 Qq: dy o Z dl a a 1 di o dl
MIANBATIRNILYINDUN TSN UNAATUFEIBLATEITNTNANITNBAT LazlwnTh
NI TPS azisuannsaaiiannaanasinazinduaanisniaauiuy (Model
Line) lagazRansanduaundanudasnissinane fHwmunszuinnsfianndige uaz
c‘ o o = aq’ c‘ 2 U o [ a U - d'l . d'
nédny e usununguimilianadayiunuidyniluiieses Lead Time 7
H1IU% NNTRNTTINNU IR NN B laAALR BN TwITuNazIYiL % Model Line

Aa Plate Rear

Eﬂﬁ 9 Plate Rear
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A A o o & . A o &
ﬂizﬂ’]uﬂ’]iﬂl;ﬂU']Ta\‘]ﬂu"ﬁu\‘i’]ulu Model Line 3:Ua1auUad%

Cutting |—=) Bending =) Spot [—=) Sub-Welding =) Welding Assy —y QA

gﬂﬁ 10 NIZVIBNNINE® Plate Rear

YUADWNIIHNES Plate Rear

& o , & S TP .4
YUADUNITIAR (Cuttlng) Lﬂumumaumiﬂmwmmsmmmmm@mqmﬁu

fIwYIsznavuvey Plate Rear

{ o ' Py lo &
gﬂﬁ 11 mamwmmﬁ@mmugﬂ

& o A o J < o A o & A X
TUABUNIIAANIBNY (Bending) tuinaaunisdaniawusunwnadngl
fIRIULATUNNNTHAS Plate Rear
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gﬂ'ﬁ 12 mamwm'mﬁwwugﬂ

& A & 4 & = A X
AUADUNIILTAN (Spot) Lﬂu"uumaumsmawﬁmmmmﬂLamwa"uugﬂ

P e 2 P4 X
Eﬂﬁ 13 mamwmmﬁlﬁamugﬂ

YuaaunsUsznavtay (Sub-Welding) iutuaaumsdsznavteaslasnisdan
Fununiduwsiulsznay
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3UN 14 dadhaduaaunissznavtas (Sub-Welding)

PuaawNITUIENBY (Welding Assy) Lua%aaun13tTaNU 32NaLTHIY

gﬂﬁ 15 @natdT I Taylsznay



25

4, & 4 &
E‘l]'ﬂ 16 YNAaUNITUIBNILTaNUIZNOUTUINU

2. FFUNWAINAIT MAATEINTUIWNNTU911% (Material Flow Chart)
di A ni a 6 a =1 a a
Lﬂumsawaﬂlﬁ'lun’mLﬂi’]:ﬁm:mumma@ﬂ@wﬂmms"lmammmq@u
A ) a ) @ ? A A o
LwamLLmmalumsﬂiuﬂgon‘s:mummamlﬁmmmvlmavlﬂammamaa LNDRSNY
=) A v § 1 4
FUNIINAALUL Model Line mﬁmaﬁlm%awaomsa@mmgtyLﬂmluﬁaammmisa
(FNUIZRIINTZLIBMT WIP $1373%3011N) NTVUEIRUANIIZRINANIZLIBANT
A v a A A ' A o A .
Tunsdonlmidounsaufndsy 1 nYauda 1 LATaIINT %3a Station b5
R WITHISNAUAINNIT IRRTEIIIH  IINTBAINLFWNIINIT ARV AITUINTIHIBNTALNTIN
mmﬂigﬂ%m’mmmﬁfu %:Lﬁul,éfumamsvl,ﬂamaa%umuéﬁLL@iLﬂui‘@lqﬁmuﬂmmﬁu
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3. ANIRAUANURININVYBINIZLIUNII

\dunsasagauauaanInvaIudasnszuIwnTIdun1sAnEN Lﬁalﬁ/ﬂi’lﬂﬁd

ANURINIIDVAILARENTELIWANT

AN319N 3 Uz RNTA NV ILGARZNTZLIBANT

LIAINIAIZIN UsLansnIn
= 4 RAUYLKEG
IS FaNITUIBNIT 1IaN 1281 LA NITUINNIT & -
o 4 o & (BW/r1N)
At LAIBIINT | NITUINNII (Bw/ng)

1 |Laser 17.34 10 27.34 1,053 0.5

2 |Shear 1.7 1.5 3.2 9,000 0.1

3 |Trim 4 52 9.2 3,130 0.2

4 |(Blend 26.1 26.6 52.7 546 0.9

5 |Drill 12.2 8.9 211 1,365 04

6 [Spot Nut 9.9 14 11.3 2,549 0.2

7 |Spot Robot 149.3 57.8 2071 139 35

8 |Sub Welding 52.7 52.7 546 0.9

9 [Robot Welding 36.9 23.7 60.6 475 1.0

10 |Assy Welding 1283.4 1283.4 22 214

MNANTNN 3 YTzANTAIWNIINRAUARZNIZLIBANT WU NIZUIUNNTNN
m’mmmsn@‘hq@lumalmiwﬁm”mmu fa nNIzuanNIITNNILTaNUsznay Ao a1w1I0
NAG las11I% 22 Tudan: wazidunszuIun13Aa27a (Neck Process) UBIFNENITHA®

AULLUTAE)

4. JUNANFIUNTHAAAULUY

PAINYIINITATIVFOLANNRINITOVAIUG RSN IZLIBNITUR? Li’]ﬁdvlﬁﬁ’m’]‘i’ﬂyﬂ

A o o v o nq: 1
LIRTILN am"l,ﬂ fuuauazaaduun (ﬂig’]%ﬂ?iﬂ’]d’]%l%‘ll 1537210219 E]VLII
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= o [~ ¥ . L
F9IUNITIVIANKLITIL LTINS Time Measurement  bANILUUNANLIAINNT

a

W WUBINTENINUTILENTTT Time Measurement azsznavulidrodinedny g ash

a o 2
ANIWNN 4 N1TAULD mﬂi‘zﬂ’]%ﬂ’]ilfﬁawﬂizﬂ a2l

5. §TNNIAIIIBNINNH

VAIPIUNTITNU A NM3TaRLazITNIIRAsInUNseRanlnI9

2K o o ' A va a A '
mmumm@u*’uumau‘lum‘smmuma 9 Lwalwwﬂsza‘nﬁmwim Elﬂiﬁﬂﬁ]’]ﬂﬂ’)’]&]fﬁfyl,ﬂa’]

=

(Muda) Lﬁamz"l,@‘fwﬁmmﬁﬁammw lfiiavies wazanudaeaniogs lasnadouau
W9 naIgtiisnuisalunisne (Sales Speed) ﬁgmmaauﬂﬁagiugﬂmaa Takt
Time (TT) Lm”aﬁ']msﬂ%’uﬂgamummgwmfulﬁmsﬁwmmaawﬁmmﬁﬂszﬁﬂ%mw
goge muld TT Toodithwaneasda i

1) Juesgrulumsyiann

2) whlavm wazids KAIZEN

3) AN LAAILANAMNTGNANGRINT (Takt Time)
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S d d. d W k Sh Aoproved | Checked | Written
tan a.r |Ze Or eet Product Name : PLATE REAR ,1
Month : January Year 2013 Line Name : Assembly Welding W | V) | O e
H aAMsHAR
Standardized work chart oy Pn 290
[Pesihonth)
uiuiv
Working day 24
(include working on haliday) (DayMonth)|
nuiindnaiy —
. IDaily Plan 12
Weldi ng Table [pesinay)
Tkt Time 318 s
(1m) Pes
Y Actual Take Ti
ctual Take Time
JUVOV. 214 s
v\/ (n Fos
“ 1w Standard
i In-Process Stock
(Pes)
\fq Actual Takt
\\j Tine Manpower
(ATT) (Person)
. ununassy
Standard In-Process Stock
< NSATAAAUAMMN
/" |(Quality Check)
G] \fauarmdaaady
(safety)
Standardized work combination table Time(Sec) | T m| """""""" M.TI B wr| — Wamng|’—‘ w‘ c1
o swadunvasdunau(Elemental Work) HT | MT | W.T | 50] 100 150/ 200 550] 6001 650) 700 750 800 850
1] 1 [ JIG 498 ‘
1| 2 {Welding w11 T
1| 3 [Iwuaan 81 — —_l
1 4 |snowling wo|
1|5 |wiu Part 89 —
[ ‘ CT=214mi
24 00 Waiting Time Work Configuration Efficiency
Total Net Man Hour S - Net Time (Hand time+Walk time) _
214 (sec) Fuii(Sec) (TT or ATT) X OP x100% =

6. #3935NILA NI AR

U7 18 M@IgIUMIinL

& =} @ <R o A:io ' a o A a v Aa
L‘ﬂ%LﬂiE]\‘i&J@l%ﬂ’]iﬂ%“ﬂﬂ’%’]%’)%“ﬂﬁ]’]Lﬂ%(ﬂﬂﬂ’]iNﬂ@l (LN IA) ﬁ]’]%’)u“ﬂﬂﬂ@vl,@]ﬁ]‘id

Q‘ =) =) = { =) é’ 1 1 Q’I g 4 v
(Result) uasdsAain@niatdymniietnluudaslavudazsalas laodidnanoiwels

UL A UANUFINITOVAINITNA LLARET LU TR LN N TN RO LRSI I NN AR 161959

dl a al v & v ::al a a b 1 u?: et q.ud' dl v v
LWBLLN@]G@’JW&]N@ﬂﬂWIﬁL%% LRI UFINAUNG (‘].]‘C]élﬂ”l) Lﬂﬂ']u%ﬂﬂl}dﬂLﬂﬂ’nlﬂ\‘iLLﬂ’l

PRPLY aﬁ'u@‘hl,ﬁumiﬂ%'uﬂy Wi la
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a a 6 Aa on o
@13NN 5 Laﬂﬁ'ﬁﬂ'ﬁ?Lﬂi'\ﬁ‘ﬁﬂ'ﬁﬂgﬂ@lﬂquiﬁU°U’JI&J\‘]

- 3 a0 . o o & N &
18U (Month) druauitdnTlailuwsasiu ( Daily Production ) TAKT Time (TT) d1uuAIAY (Control Limit) : wiael Unit : 2l Hrs.
Fnoinnmiasairen (QtyM) 290 [::3] Working day*working hour/day*operation rate aeni (Normal Time)
1@L§ (Line name) AT (working day) 2 [::V, Qly/M + (Q'ty/M* NG percentage) 3600 3177 (Sec) 100% - 20
X
13 /44 (pos./Day) T i CT 100
i (Section) AsAuiGaINIg (Require manpower) L 31.8 it (min) 60mn = 3 dupcs
dtsmminengid(Net ime)xiuaums 50mn = 2 %y“pcs
{iilnmau Cycle time (CT.) Oun = 2 Fupes
(Person In charge) - v
A Day Night = 20 1 (min) Omn = 2 i pes
o o]
o a ) un (Date)|
LALUNN (Time) Lt (Plan) | fawn | fawn yn | Jggn | ol Ty
~ 30 - 3
80000 ™ 9:0000 —
3 - 3
9:00:00 ™ 10:00:00 - 5
— : 6 - 6
= 100000 ~ 11:0000 — *°  °
(22} by
g 11:00:00 ™ 12:00:00 %
2 12 12
30 - 3
3= 00 ™ 12:00:00 |t
& | 130000 140000 7%
b ~ 30 - 3
€ 14:00:00 ™ 15:00:00 —
5 18 - 18
= 150000 ~ 16:00:00 o C
i 21 - 2
16:00:00 ™ 17:00:00 .
o b 224 - 24
594 (Total)
= 30 - 3
20:00:00 * 21:00:00
3 - 3
ol 30 - 3
| 21:00:00 * 22:00:00 —
= 6 - 6
= 30 - 3
% | 220000 ™ 2300:00 — = .
=
= AT | 30 - 3
2| 230000 ™ 24:00:00 7
= 30 - 3
= 01:00:00 —
o | 010000~ 200:00 =
T
& | 020000~ 030000 — *° *
g o 18 18
a
30 - 3
=1 03:00:00 ~ 04:00:00 —|
21 - 2
04:00:00 ® 05:00:00 -3
L ' g 24 - 4
594 (Total)
Grand Total  (Day+Night)
szinnaasilym (problems) Details of problem (1giaz1aeauastlnywn)
@ A setup @ MIC breakdown
Q) dhnite (I,
O oy &l @
@ it parts
Manager Assistant siawih Line siawiin Line siawii Line st Line siauii Line siawih Line
finsaasaL (checker)

7. gHaenaslunsnuauNan1Iy Juau
uia3090009T 41U INTUITUNIAI3IUN LA TBINITUIUNIINE A" Wae

a a o % A A ) PN
WIsuwmeuny “idrnang” %aﬂ'ﬁnﬂul%Liaﬂmaﬂﬂ’]iﬁ]@ﬂ’ﬁ (ﬂ’]ﬁﬂizl&lu LLﬂzﬂqiLLﬂwLT)
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& 6 Aa e A % a 1

éﬁaﬂiﬂﬂ"ﬁumaamimuquwamiﬂgumm Ao auuagumiﬂiuﬂ;aamuﬁu
320U 1a8NNIATIARALAIANNITI LazIaTeAUuAnTIAaUAA (Muda) 3IUNIFINNTD
Wl ke BINLAANIHNNIAALaaNITNAARIa bl laa N 1%y wananiaaIneeN LR

miﬁ;miﬂ%'uﬂﬁga 1o ﬂmﬁmiﬁ:ﬁm@;waﬁﬁﬂﬁ”[ajmiqmmﬂmmy

Line : Month : Year:

(©O0perational Availability (%) ®

800 800

80
e |-
HE KB a0
2lg9ed =
= 60
50
@ \
30 \
20 \
, 0 x
ARG Actial 9 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00
" - = amh
Mﬂﬁ)_m 12 3 4 5 6 7 8 9 10 U 12 B ¥ B B ¥ B 19 0 A 2 B8 4 B 6 7 B 9 N 3
Amnudwuauoaunass (Plan) ‘
Date 1f2f3fafs|e6|7|s|ofw|uln|nfu|B[6|r|8|0|0| 2n|l2|B|u|5|%6|2|8]|2]|20]3
Target (%) | 8 | 8 [ 8 | 80 | 80 | 80 | 80 | 80 | 80 | 80 | 80 | 80 80 | 80 80 | 80 80 [ 80 80 | 80 | 0 | 8 [ 8 | 8 [ 8 | s [ s [ [ 8 | 60 [ &
Plan(pes) | 24| 24| 30| 25| 26| 27
Line Efficiency
Actual (pcs) | 24 [ 24 | 24
Actual Target(%)| 800 800 640| 0.0 | 00 | 00 |wuue]am
@Productivity (pcs./M-Hrs.) T Tage o 9 e
(PesHr)
35
3 \ o
% =5 = 25— a:
S5es] 2 e
\
2
15
|
t
1 1
05 \
0
1 2 3 4 5 3 7 8 9 0 u 2 1B " 15 1 i 18 bt} 2 a 2 3 2 %5 % a % 3 Kl 3
Date 1J2]8]e]s]e[7Je[oJw[u[e][n[u|s][w|u|s]|w[o]alz2]a][a]s][s]a[s]s][n]a
WokingHour | 8 [ 8 [ 8 [ 8 [8[8[s[s[s[8]|8[s[8[s[s[s]|s][s]|s]|s]s]s]s]|s]s]s]s]|s]s]|s]s
o Man [t faf oo oo oo ofaf oo afajafafafafafafafafrfafafafafs
Y Productivity Target] 3 [ 3 [ 8 [ 3 [3[3[s[3[s[3s[s[3]s[3s[s[s]s]s|s]|s]|s]s]s]|s]s]|s]|s]s]s]s]s
Productivty | 3.00| 1.50{ 30| 0.00{ 0.00| 0.00| 0.00| 0.00| 0.00| 0.00| 0.00| 0.00| 0:00 | 0.00{ 0.00| 0:00| 0:00 | 0.00] 0.00 | 0.00] 0.00| 0.00] 0.00 | 0.00] 0.00] 0.00] 0.00] 0.00] 000 | 0.00| 0.00

U1 19 tanaslunismuqunansUifam

JTUUNIIHAAUUUA (Pull System)

1. 1ARNNANBUAZIZULKRI910 MIFC

o

Material and Information Flow Chart (MIFC) fia ukua1wnidwiaIaslanazyin

a

lﬁn‘fﬂﬁ]amwmwﬂq@mﬁ'ﬂ"uaqﬂ’nﬁvlmmaﬁagaLLa:f@]qﬁu TauAnNEINIT IMaTIIA D6

q

Aa

LLﬂz“ﬂbﬂﬂl%izUﬁJﬂ’]‘iNﬁ@l L‘ﬁi’]‘ﬂ’]LL%’JYl’]dl%ﬂ’]iﬂ%"llﬂ?d'it‘]_lﬂﬂ’ﬁw§@llﬁL1‘j%ﬂ’]‘§Nﬂ(ﬂ



32

=3 A d' a a U dl U o dl £3 dl £%
BUUAY FATUIZUUNNRARUA NEaINITAINTIWIBNGDINT IIaINadadIns tluszuy
A A% @ a ’~ & Ao A A ' A
MINAANLaInwNITNAANINLA L1 GmmawlmsawaamsmmmgzyLﬁmlmiawaams
NAANINLA L1 s‘ﬁaﬁﬂﬂ@jﬂmﬁuﬁuﬁ’]mﬂ&'@ﬁmﬂLﬁu"lﬂ LLazmwgmuLﬂmm”'sé‘W]
%] a v a o v . A

msﬂiuﬂﬁ;ﬁ:uumwamlmﬂumwamLL‘uuﬁaﬁ]zmlv\ Total Lead time 09573
LRIPERLEREGE AINNINAS 187 1WA1IALALRWAIEWAY  LH8I91NA1THN Kanban
ml*’ﬁﬁamimmﬁaamwaagﬂﬁﬂﬂs‘i’ammmswﬁm"l,ﬂ”l@m@m in33u15980 Lead Time
UG BNITFIINIZUIBNIINRS A LAAaL1I6 AL LRZTNITAIWI MIEAUARIRWAT
A Aa Aa =~ A a Aa o A =3 ] & 1 v .
NANITRULRZHNAA LU ULA UL UTIVZHAALAN aumwgﬂmvl,ﬂmmuaawal% Lead Time
ima@aaluﬁq@

AT MIFC L‘%wmﬂmsﬁﬂmmﬂmmao"ﬁaga (waaslasiaulss) laosy
a U dl v 1 U a o 1 dl 1 dl 1
wmimmﬂmaga'ﬂgﬂmaamlmwanwmuﬁuamﬂi ANA IUATES sUupungaiu
atn9ls lavvzusavdpdyansalfidumnasiwialigndn MIFC awnsadlale
ATIN mniagamaagﬂﬁw:w“msm’lGia’j’mv'nmml@lumﬁnnﬁu;ﬁuiaga GREY
ﬂitU?%ﬂﬂSLLﬂﬂdfﬂHﬁﬁ%Lﬁ%Lﬂﬂﬁ’ﬁﬁlfﬂ’]ﬂ%@U"]x‘lvlﬁ Jlang1Indszan szezianld
lummﬂaa%ga

mﬂﬁfm:ﬂmsmﬁLﬁumwaﬁagafhgﬂdﬂﬂﬂ'mmmml@ﬁnum:mi&zmhy
NwinTzuInnTang s Wiw:nmLﬁwvl,sﬁmmw”ﬁaga@nﬁwgﬂLLﬂaqLﬂuﬁwﬁﬂumi
NAALAZANFI LTINS

% uq: ' 3 a A 2 v X d' s o <

v\aamﬂumuﬂumwaami"lmamam@q@umua@ommaumu alasudnaalu

M908 uazddIndaaziinaafaunvesianauriunszuanmen g auldaugafinig

aauauﬁuﬁﬂﬁﬁﬂﬁﬂumrﬁﬁﬂu%ﬂaﬁw RILUN1IIAFI LLazﬁuq@ﬁaImﬂumrﬁﬁLﬂu

2 o

magamé’awﬁm



33

Gproved | Checked | Prepared

Material and Information Flow Chart

Process Sub - Assembly Assembly and shipping zone Total
Work Time 2 Shif
8:00 - 20:00, 20:00 - 8:00 8:00 - 20:00, 20:00 - 8:00 3.9 d
Information L.T. 1.8 Hr. 21 Hr. 23.1 Hr.
Process L.T. 0.0 Hr. 0 Hr.
Stock L.T. 1.8 Hr. 21 Hr.
Total 3.6 Hr. 43 Hr.

PD pl;
e (D

(#7849) i CE=ELTTT
1
Sub H Order 1time
Weldin - Jweek
| Weldng | ) [Fos]
Assy- 7 ;
’ 1
Stock 10 pcs. Robot Stock 10 pgs. !
CT= 177.8s.
PD pl
WIP 1 pcs.
]
B\ = Not fix time .
(#49,466,#6843 ) Welding
Shipping Customer
/) ASSV —_— area ——
FEAER) /1| 1= 12185 2 ) 1 rout/day
Sub Stock 10~ \y1p 1 pes. Stock 10cT=  gec,  Stock 10 (01:00 PM)
. pes. PSS WIP1 pes. PSS
—>/7/\| Welding % & Stock 10 ps.
Stock 10 pcs. ASSY- Stock 10 pcs.
(HAS,466,/6,/7,49,43,488 441,496,
#348415 ) Manual
CT= sec.
Wip pes.
- [ Jpoine % Fillup Store % Temporary stock ~--> Flow Informaton |:°| Pick up KIB Electroric Information Lotformation Post '$> KB Progress e
m Supler,Customer SIS —> Flow Material (] Inprocess KB D PDPan @ Heijunka Post %ﬁ b UB KB Post Ei“ﬁwzusum‘

gﬂﬁ 20 MIFC amwﬂﬁ]ﬁ;ﬂ"umaamﬂmwﬁmﬁmmu

wwamalunadsudy fildlasnnssi Kanban uwwlumiﬁamﬁ]’agamﬂlu
srgzmfawLazazaINLiaan Lead Time ‘Lm’%iawaan’mLﬂaaiagammﬁaanwgﬂﬁﬁ
IuuHwnINEa D9 Kanban ﬁﬁmﬂ%ﬁaalﬁmuﬂﬁ‘uqﬂmzﬁasi'm Waiting Post, Lot
Making Post, Pattern Post L8z Chuter LD e
ﬁ]’mgﬂﬁ' 20 fnuaaund fuiRnuesil
1) Qﬂﬁ”]ﬁi‘i‘%ﬂﬁuﬁ’lﬂ’mizuu SCP (Supplier Communication Portal)
2) vnmsiuiluddssansounuinmsaausnlusuisssdodauaniin
2.1) ludnsadia (E-Kanban)
2.2) lusenssasaTusIn PDS (Part Delivery Sheet)

2.3) lu Skid Label
3) nadnauunenaTEsaLaltly PDS nuly E-Kanban waatihly E-Kanban

lUaaaunsanaIdudIausauaIN Shipping kazyinns@aly Skid Label W3aNny Load



34

ﬁuﬁ’mtﬁﬂﬁdﬂum:mumi@‘hLﬁuoﬁuiuﬁ;@ﬁLaﬂmﬂuﬁwé’ﬁa%ﬁnwﬂ%’u SouFuM
ﬁ"l,ﬂﬁamuﬁﬂm{éwL%ﬁlgﬁuazvlsjﬁnmm%lﬁé'@Lﬁm
4) szuunIndaidunisnaununiInaalasniisuinunusudayaniny

ﬁaaﬂﬁﬁuﬁwmﬂ%mmm@m@LLa:ﬁﬁaga”lﬂmaLqumiwﬁmicﬂmammmﬁméw@g\m@i
NITUIUNIIGA Raw Material 3ufanszuIwmsnsidantsznauisnaasii %amma‘mzy
dwleasil de

4.1) Vlajﬁmiﬂ%'uﬂgﬁruﬁﬁl”@Lﬁuﬁu@ﬁmﬂéﬁ

4.2) VL;J'ﬁmiaiamummﬁwaam‘smmiﬁﬁjm HNIINRG

4.3) TInMINAA NI AU FIFANLS

2. aammm:uuﬁuﬁﬂ@slmin"mu@ MIFC Lihviang

wannalunsdsulss fildlasnnssia Kanban mﬁw‘lumsﬁamﬁagamﬂu
srozmfisuuasauszainiiona Lead time ‘luﬁawaommﬂaﬁayammﬁaami
andLduuNunINGa &9 Kanban ﬁﬁmﬂ%ﬁaﬂ%ﬂw@jﬁuqﬂmrﬁa8"1\'1 Waiting Post, Lot
Making Post, Pattern Post Waz Chuter dueu nisfin1siaenld Post wuulafdswiy
soNuM 3Bl M uNINAaIL g Gaidasns MIFC Lﬂ'mmﬂﬁﬁ]:ﬁ’m’rsﬂ%'uﬂ‘ga"léﬁl,ﬁa fi5u
sivgUnIntiwinlEaugnu Kanban uazanavhnisanasaulasniidiaasaeninda

41 le%ﬁﬂdﬂﬁ?g&l T0p! ﬁﬁ]’liﬂﬂﬂ’ﬁvlﬁ aL28UVB9 Kanban



35

Material and Information Flow Chart
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