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SINANOR TIRAVIPHAWAT: AN APPLICATION OF VALUE STREAM MAPPING
FOR PRODUCTION PROCESS IMPROVEMENT: A CASE STUDY. ADVISOR:
ASSISTANT PROFESSOR CHARK TINGSABHAT, (DOCTOR OF
MANAGEMENT, P.E.), 80 PP.

This study aims to improve the efficiency and reduce wastes in the production
process of a jewelry product - model A. The Value Stream Mapping (VSM) was utilized
as a tool to analyze the current status and define the root causes of waste in the
production line. The solutions for improvement were implemented and evaluated by 3
indicators, i.e. Production Lead Time, Transportation Distance, and Work in Process

The results found that the Jewelry model A’s production process is comprised
of Rolling, Forming, Cutting, Polishing, QC Inspection, and Packing cells. Rolling and
polishing cells, which have cycle times higher than the process takt time; and QC
inspection and packing cells that have excess manpower, were the process bottlenecks.
Furthermore, there were long distances between three cells. Lot size adjustment for
rolling cell, while reducing polishing steps, and process re-layout were applied. The
Value Stream Mapping can create continuous flows, reducing 56.50 percent of
production lead time, 71 percent of work in process, and shortening the transportation
distances of 88 meters, which effected the manpower reduction in total of 7 people. The

efficiency of the process increased 7.12 percent per batch.
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1. wwifalwnmvinnsdidnm

2. N WNHANNIINEALULAY (Lean Manufacturing)

3. LL%’J?]@LLaz‘Mﬁ'ﬂﬂ’limiﬁ'}'@mimUﬁ’]iﬂmﬂ"l (Value Stream Management
VSM)

4. WBNRIILRZINWILNLNLITDI

1. wwIAAlwANIIINIIHANEN

inToalszauidn %’ma%ﬂun@:mﬂ%aaﬂs:é’uuﬁ Wudrunisvaslasaaing
q@lm%miué’ry,mﬁl,m:Lﬂéadﬂszé’uﬁﬁmm%ﬁﬁﬂvlé‘lﬁﬁ'uﬂs:mﬂLﬂué’uﬁu 2 luil 2556
wazauay 4 lull 2557 lassaisvesdwangusznaunsdulnnjeglunduas
HUsznaumIsuIanalsuazswiatan (SMEs) Insltussnusminunnlumnga
(Labor Intensive Industry) tiasanniuaaumInancng 9u0990mWNTININ I udad014e
nnwe Ale anudiug wazaulstiarasussnwlemInge

wBNAINATINLI ga@i’m’mddaaﬂLﬂéaaﬂsxﬁuﬁwﬂaa"lmmﬁuga%uamo
davfios Tagludl 2550 lnefisamnmudulawuuionszlaaand 2549 fisauas 47.67
wazlul 2552 VL‘Y]ﬂﬁyjammsﬁw%uﬁwLﬂ%dﬂi:ﬁﬂt‘ﬁuﬁ 1,000 ulnIoganiy Luyaen
madsaanlunilanil 953.07 fwwienandy Aoudniwsanlul 2556 axliyadinis
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97 2 gasnssseaniaIadszauuivasinesznineg 2554-2556 (uunauay

WRAN TUH)
.. yar (@umsaganss) Andiu (spoaz) uldsuwilaisanas
= 2554 2555 2556 2554 2555 2556 55i54 56/55
1. inaaszdunas 1,968.96 2,066.88 1,937.06 ¥3.32 54.87 52.00 497 5.28
2 nTnaleaudu 1,540.35 1,519.45 1,603.54 41.M 40.33 43.05 -1.36 5.53
3. iaSedlszauunaiii 55.70 68.88 50.74 1.51 1.83 2.4 2366 31.74
4. aun 12768 112.00 5362 3 46 257 251 -12.28 -16.41
T e TRt 3 ,692.69 3,767.21 3,724.96 100.00 100.00 100.00 202 -1.12

W1 : aonduisuszHawIaNALazIATaIlITALULWITIA. (25570). waAn

n1sdgaan. oaulad.

v ' Al o a A @ A =<
Tagasiananlwmsssoaniasodslszauinaeying fa dezindsnigaiudn o9
1u1) w.a. 2556 maadmuﬂagaq@%waz 43 G28AINMIVLILAITBLRS 3.31 8IAINN
A A A 0 ' A L & o Ao
o dazimaiuosudt Sysdinssseaniiugiiuniiasas 30.02 LR FARIBIUARIANIN
& ' ' A Ao o A a A ' ' A
AUDELNIGALHAI VMENOUAL 3 Ao UIzinaaasaIiag Jaunldluaaaanaiaatitad
yaf1aanITanR: 3.92 owdunasnanznaasegivesdzinanszaamadvla
dqwalﬁguﬂnﬂﬁaﬂas:ﬁmﬁomﬂﬁﬁa’wm%uﬁwﬂmﬂam ‘é‘ﬂﬁa@'uﬂwaﬂmlumm
DORLATLANNIININIIN ?mﬁﬁLﬂ%aaﬂs:ﬁuﬁu%mn%mmmm@?ﬂ%’ué”m%anaqﬂﬁama
v v é [ Ui 1 Qs a v v
Wty deanatdunalidannusiuisnlunisndsturasiuan insaatesas Iull 2557
M3§908NLATIUTEAULYNDATIMIVENUAIAARITILRS 2.55 laawuiLaIadlIzaunas
UsUaanadTasa: 8.94 watnaunulasuiawsnuast) 2556 NHABNT ez LAYz
a 0/ A. C§/ v v ' U Qs w“ A %3
Hugns@uNNIkTasaz 3.06 IUYAA1 387.93 AULWILYAWIT (RAITUWITLLIE WAL
AN TUAZLAIAIUIZAUURITIG. 25577)
A L A v A o o oA A & A
mwgammaammaaﬂsmuLdummmmslmvl@@muumLﬂuwammnmsw
{ >3 = v o s v =) J [ (%
Lﬂ%aaﬂimmaw};u%?amﬁaumzmaam"l,mummauiaaﬂﬂ;duiiﬂﬂuwnmu@lﬂuan@m
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PRAATEE

197 : NTWITBUAT WA DY HUAIATBIUTTAVURITIA. (2557N). JAAT

n1sd9oan. aaunlail.

A a o =1 & a o a a 1
iHeanuish nadidney wudszoznalumadufiugsfauuiu yaaansdin
\ & , i\ d2 a o A a o & \ A a &
Ingjaziuauimi Adadanuuwifada g asnunisuiladynidrsgniiadule
nyzuanmInaanaziduanwae s ldynianizuin 819 RENIZUIBMIHEALAE
A o o a o o o v
NM3AIIAFOY LRNIIWINNTENH LRUIa T IR By aIntnan tivauidyniuas
A a & o o ' a &R ad v oa P '
guarsafiiadulianlyl dnlifinsdensiismvaiudase ihai ldgniamiuun
mamaudladynuszgdasialumananialdnuae g2y angduuunisuily
Tawnuuiawizninh gaualv lainanae laide
ialasuaNIwTanidngaaaninisudaduainguiss Uiy Iaduiuatngbs
A o a o e A o A @ o 1 A < 6 e
neaslmIUTuanesasTumsfsnulsstadududs gnidunagnsnIm st
dunumindaiaduiiisdagnduaidsvenisanumannlunmsuwdiusasguioud
aze anuieaadunulumInGa desdszneudionatsdads 819 nIaavadin au
fieannszuaunskiaf lifts uaznsdivdpsgmuninlumanda LD TN ITAL NN
a v e g; v o 1 A
VBIRUAT I msﬂszqﬂﬁl‘*ﬁmiwmsmUmsqmm (Value Stream Management) o3

usuaauniluuuifanIndauuuan (Lean Concept) mﬂsuﬂ@ﬂmamns:uumi



naanuluwinazduaitiglunisaamnuianaie aasauatluniIvinew auwinld ;jms

a@ﬁunumi@‘imﬁumi LLamauauaammﬁaamsmaag}ﬂﬁ’]azmﬁ'unm

2. ‘nm:»rﬁ LATHANNITHAALULAK (Lean Manufacturing)
ATWWINIINITHAR LAZAINAANNNITHAAUDLAK

#1731 Lean Lﬁ@%ﬂuqﬂ a.¢. 1990 ieldaiursszuunisnaaaslalad
(Toyota Production System) laolang gLLﬁn (James P. Womack) lavinmsdnmn
wWisuisuuasiinnzdenadniavaslssanulsznausneud lulssingddns g a1 n‘jﬂqu
o130 uazglad Tilunilafa The Machine That Changed The World 33UUMIHAAULY
?ml,ﬁ@%uluq@a’mnﬁummﬁmnﬂu@T

AAINBIN IHEAAMINRATFUAIG19 9 iauﬁﬁnﬂuﬁﬁ?uvl&iﬁLﬂ'%'awjmml,m:"l;iﬁ
MIEIMENIINAS AIumMILszAnsriaai1euiu aximInialasandarinezaana
Frurgasantnnuuazliiolun1sai1siuau (Craft / Hand Made Production) Liluwen
ﬁaﬁﬁunumm’ﬁmia%mm‘ﬁ@iawﬂ”ﬂagumLL@iﬁmmmﬁﬁ]:wﬁm%uﬁﬂﬁmamummﬁmms
VBIRNAN

donng9l a.a. 1910 1au3 Wasa (Henry Ford) a1nUSHEY Wasa walaas
WanouwIfanMINEaLUULKLIUI (Mass Production) @8 mMIndaFue I uuunse
AnumUzAsInn asIazdwInan JumIndadizwalng Lﬁaa@ﬁunumiwﬁma%ﬁwlﬁ
d1as  lagsamemsnaaliisnumzasoiumslnavessein dolnassnidaiitos
(Continuous System) lag/ld szuuaaw usdsssn lfluaansdsznausnsud (Moving
Assembly Line) L&z Iféudaummgmﬁmmsmﬂ?iﬂuﬂmmuﬁ'uvlﬁ (Standardized
Interchangeable Parts) 33m3fidsnalildiiarlunininanss %ud’muaz’?@qauvl@ﬁu
msuAauazssaelUdinszuaumstaldagedaiiias Taglddmsfansansenudosms
(NB3Ev3. 2550) NNANNELTIVEILTEN Wasa valaas 83 Inluas (Eiji Toyoda) Laz
1n83 laluz (Taiichi Ohno) gu3n1svasuismlalad ldweeuineuwifaasnaiain
ﬂ%uﬂ;am:mummﬁmaau’%ﬁﬂimiﬂﬁﬂLLa:wuiwamwmaau’%ﬁ'wfuhimm:ﬁ‘ums‘l.%
TULAINE

1297 a.¢. 1945 — 1970 83 Inluay (Eiji Toyoda) uazlnd3d lalue (Taiichi
Ohno) L3 Ainan Waluas 893200 M IHAAVIAREITRIN 138097 “S2UUM3
HAauuwlaludh” (Toyota Production System : TPS) lagldvinmydSudlysuaswamszuy
mMInannufauasnesa iUsulslusonsuae I@]slLﬂ?iﬂw,l,ﬂadgﬂuuumiwﬁmlﬁ

\Jumandaauanudainivedsandl (en FLUUMIHAAUUUAS (Pull System) 1$484310
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anAlaNNABINIILANGINH GounsIRaIne U FamNda ML SIN BEUAN T
Wasuulag LLazﬂazlLamﬁuﬁﬂag'Laualﬁ’mmmwﬁ’ummﬁaamawﬁ”@uﬁuﬁﬂmmsLﬁaJ
HANAA LazNN I TINALIZUUMINRAN®BLIAIWES (Just-In-Time Production Systems)
(Ao3auas Twanusiu. 2550)

Tul a.¢. 1990 1and Juin uaz uaifioa laud (James P. Womack and Daniel
T. Jones) $aunniuuntisiodo The Machine That Changed The World Gans1afie
UYIGMINA@I0oUd waziUTouAsuiauurnianud LS ave9 159Ul TEnau TR UG bk
ﬂszmmﬁlﬂqu aw3im uazglsyl ieatunefimsiindannuaunsnvesussnlums
JamInszuInmILas ldvinmsienuszuunmIndauuulaludlng 31 szuumsnaauuy

A% “Lean Manufacturing” LD

A9 A
a
s -
@ SLULNNTHAR UL
e » -
= WLANUTRDN ST NNIHARLLLA
=
< ViTaeuiile {}
Qe //)
ES 34 |_|
G e |
TR =
3 N Q
= FEULNTUAR
(e
. ISHRIEGLN
28 .
49 FUNUNITHAR AN

E‘.L]"?] 1 AWM ITVBITEUUM INRALLLABUAZANHIUSLANIL

fu : 1No3eves lwnnus&u. (2555). Lean Manufacturing - Best Practice in

Process Management. aaulail.

ﬁnﬂgﬂﬁ 1 JSUUNITHAALUUAY LININNANITHAALLUUINUANDNTITY
gji:uumswﬁmmmﬁuﬂ%mm NNWINISDHAR T UITUUNINRALUUA ﬁﬁmmﬁwgiu
Iunwswaﬂga lumm:ﬁﬁaawmmm@ﬁunummamlﬁ@hm LD 921NITTIAVD

NRAA AN EURI LNDTAISURNINAINNADINNTY aagﬂﬁmmﬂ%mﬂ
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AIANTNN 4 WRAINIIUTIUNLUUUIAAVDINTHAATZRING MITHAALUULAN LA
P’ A ] = o Aa a o o a o
LLmﬂ@mswa@LLUU'&'wﬁmmu"l,mﬁmswammuaummzauﬂuaﬂwmzmma@luﬂﬁ]ﬁ;uu

mﬂﬁq@

AN 4 LUTHUNYULUIAAMITHANTENRING NMIHAALUULONALLUULIIAARK

ANBU MINAALLULAN MINAALULA
(Traditional Production) (Lean Production)
MITAUANITHER lgnswennsal ANNANNADINILALARITOVDS
(Forecast) ane (Customer Order)
A o & A < o
AULIAINIIHAS FUAA / 1aan TN /
’um@jumim'ﬁm ﬂ'%mmmmﬁ@ﬂ,mwiazju NRAGNUINIHANG BINTVR
N andn / RREAGR)
NNIIOINRITINUURE | FAIIEIANNT ARV AT LULLTAS vﬁa@nuﬂ@;u
LA3893NT NIZUIUNIHAR NRAN U
JULLUMINAUMINEIY | W99 1 A% FURATEU WIIUTAU §1N1TD QLA
1 10389903 LASIINTIININNTT 1 LATDd
JLAUMIIALAUFABN ﬁmsé’mﬁuaﬁan‘lm:é’uga AnsaaLiusGenbuszaun
VANTRY
iauquumaaaﬁaﬂ ﬁmumwwquaﬁam‘h ﬁiﬂﬂﬂﬂimuaﬁanga
anwdangudansilaom m@mmﬁﬂw_ju@iami ﬁﬂmuﬁwzjuLLa:d’lﬂ@ianﬁ
LURIFRIRUANITHAG USULRIURIAUANITHES USulFuninuamInga
FUNUNIINES Janunuulsuazendanis ﬁmwmaﬁmuazmmmmu@u
AILANITZAUAUNY ﬁunuﬂé’[us:é’uﬁﬁmmi

731 : India GARDITN. (2547). WNNANLATNAITUBITHAILUIBIAAR. Wi
19.

avAnsdInlngidinnsifsuszuun1INEAINUUY Mass Production § Lean
Production 38 Lean Manufacturing ﬁ’wﬁ!@ﬂimoﬁ fa
1. 6ipamINduNUAAIaI (Cost Reduction) tialWaAUAINNIALLNNIUTITH

(Competitiveness) #3I8INHIFIBULIINIINTANA
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Aaf o

2. Fa9mANNEANIW (Increased Productivity) tHamIsasINagwLazsnen
Wi ANEIMLLINIMIANa

3. dasmaaananlumInaaduen (Lead Time) LWaMIIA&INATIIAT (ON
Time Delivery) LLa:Lﬁuﬂamﬁawa%lﬁﬁugﬂﬁ’] (Customer Satisfaction)

4. @Taomiﬁswumwﬁmﬁﬁﬂs:%ﬂ%mwgﬁzﬁumﬂa (World Class

Manufacturing) tHansutsinle uazilunisausuvasgne

#He1NVDIAK (Lean Perspective)

American Society for Quality (ASQ) IaNunNN 82893 UUMINAALULARIN
Humsidavaadenmualunszuinmslulsnundanuiimsanainmisenasli
\ugud (Zero Waiting Time) §uﬁwmﬂﬁuﬂuﬂuﬁ (Zero Inventory) NM3TAAITIILIAINIT
WA (Scheduling) (s:uumiﬁwaagnéﬁmﬂmmuﬁs:uuw&n) MIUTUFNAINMINA LSS
NALIAINNINAG (Cutting Actual Process Times) (Monden; et al. 1998)

National Institute of Standards and Technology Manufacturing Extension
Partnership (NIST-MEP) lalwdnsnaninuaasantiin Lﬂm:uumﬁ@miﬁa:s:q
ﬁammﬁi&imﬂ”nqmﬁ%ﬁm Imﬁmsﬂ%’uﬂ@aazhwial,ﬁm waIAHRA A U AR IINNNTAY
‘Uadg\jmﬁ’l (Spann; et al. 1997)

aaalan 13; 130uan T; uaz &fi213n @ (Allen J.; Robinson C.; and Stewart D.

2001) lAdrdnaanusasmindanuudnliin umsfeauenugmilanneiaalw

U

%mvlﬂmnszuuau'wvlajﬁﬁﬁfuq@ Immmgnﬂuﬂmfuﬁanﬂ gasilainelvifagmeud
NRAN AN

Ta1dpw 3 AelAa; uaz Aok (William G. Nickels; et al. 2002) l#fsnanIa
299N SHAALU AR TN Lﬂumswﬁmauﬁﬂ@ﬂl%nﬂéaiuﬂizuauﬂﬁiwﬁmﬁaﬂﬁq@ lag
WIS UNUTEUUMINRALL LS IWIBUIN

J007 ngen; uaz wanlnil s 1uas (George Alukal; and Anthony Manos.
2003) Wasrradn iudSrginmwdedadunssanalumnaalidduas laomia
CRREE LTSI RKE aaﬂvl,ﬂ‘lmi'saﬁﬁﬂWi§q%aa1ﬂ§ﬂﬁﬂLLa:mwuaa&uﬁm%a
FUFI% suumMIkauuuiutisliasdnimunsnaaduyulusanammIndauszianssw
ﬁvl,&iﬁalﬁl,ﬁmilaﬁﬁLﬁ‘Nﬁ’]lﬁadﬁﬂiﬁﬂ’:ﬂNvlﬁl,ﬂ%ﬂ‘]ﬂl’]dﬂﬂiLLﬂdfuLLﬂﬂﬁ%".Uﬂ’]i@la‘uaua\‘i
meymiaanailduaeneg

FUN; uaz 1niaas (Hines; and Taylor. 2010) aTUN8ANNANIY LUIAALLULAY
dwLﬂuumﬁ@ma@Tm'qiﬁaﬁLﬁum:mumsmaamﬁ@ms wazn13dTudyelasnis

WHNLNURATZHZLIAT AANMULTELIAT LASHIUTUNIINAAANULINIILIN TIUNIAANNY
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wmmu‘ﬁ'gtymmvﬁ laswuin szuumswaauuulalodn (Toyota Production  System
TPS) 1 uduiifiauasuuifauuuank

latnas WS 1. (2548) NMINAALLLAYL ﬁas:uum‘swﬁ@ﬁﬁLLuaﬁmiuﬂﬂsaja
a%wmymivl,mmawamﬁ'msﬂmuni:mumﬂﬁugaﬁﬂﬂ pUsMInMIngaTzinwians
Tnauuufiasdn SsuumINGALUUAS ANANFDINIVDIANAT lagazinsnaasumn
@iaLﬁagﬂﬁwﬁmm@Taamiauﬁﬁ Tagfiihnansfedesnisanisiian ld@nassdions
ﬁﬁ'@mmgrgmﬁhﬁvlmﬁuga@i’l

LANd Juiln; uafioa TauR: 1ay uaLhya 3§ (James P Womack; and Daniel T
Jones; and Daniel Roos. 1990: 19-20) (The machine that changed the world) na12731
mMInfauuy Lean azldnngadislvdasag Walflouiy MINRauuy Mass  (mass
production) 8% (Lean) drplfinmunsanindud ldunndsludsussiitosas gunvol
wooas naawas lRuAMsHAatasas Tusnzidsriuitoliwamaudlnaldisan

1 v v v a { o t:l { v v v QI 53/
ﬁ\‘iNﬂl%L?lﬂlﬂﬂﬂ’]iwﬂ@'l“?lﬁﬂil’]iﬂﬂﬁLﬂ‘W’Rﬁdﬁﬁﬂﬂ']@lﬂ(‘lﬂ’]ivl@mﬁﬂﬂﬁl%

UANVDISTUUNITHAARUUAY
%ﬁ’ﬂmswﬁ@lLLuuﬁuLﬂuﬂﬁsgaa%\‘iqmmLﬁadwaulﬁﬁ'ﬂgﬂﬁﬁ 1o ﬂqmm'ﬁ

a g dl v s 1 [l 1

Lﬂmulum:mumﬁlzgﬂL“ﬁauIUaLm'm’lﬂuLLa:ﬂ'l ENBAKIUUHLN W BT T DAEN

s a \ Y a o ' oA
(Value Stream Map) GINN']J‘Y]‘]J'TY]@]aﬂ’]ﬁﬁu'ﬂal&uﬂ%ﬂis&lua:ﬂ’]iﬂiu‘lﬁﬂaU’]\?(ﬂal,ua\j

o= vty |
Forecas f"-:ﬁﬁ‘_—-—-._________
: | Customer

- Dadly

___ o iy
L—,_“-—-— Farscasd
Supprer | bt

Wieekly

Orelar

Laad i
= b daye

Processing Time
=185

Eﬂﬁ 2 UWHBATWEN ﬂﬁ’ﬁ@mﬂ'ﬁ

‘ﬁlm : Vincent Gaspers Dan. (2010). Value Stream Mapping Step by Step.

Online.
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luniisFa " The Toyota Way " lag lataas 1ann3d 1a. (2548) suauanannis
1514 9 ﬁLi’lufg@L'%'wﬁumaanﬁswamLLuuT@Tﬂﬁw (TPS) S'fiaLﬂm'mgmmaamiwaml,uuﬁu
lasdadu 4 ngw léur Philosophy (1/3111) Process (n3217%n13) People / Partners
(JARIN/GN) waz Problem Solving (Muridleyi) 15undn Juny "4 Ps” va93fiusisla

Terén G937 3

People and partners
(Respect challenge
and grow them)

Process

(Elminate wastc)

&
j Philosophy
& (Loag-wcrm thinking )

3UN 3 Jduuy "4 ps” Pas3tuvislalodn

‘ﬁm : Lean Coaching. (2009). Les 4 Piliers <<4P>>. Online.

113 4 nguit Wundnmsiugrusasiamsssulalod suidon Sauislalad 5
Wudrdaglunsaiuayuldszuunisnfannulalodl (TPS) fuusiqwa
lataas auW3d 1A, (2548) N1 FaNLINVBINTINITILLTPS mﬂs:qn@?’l‘*ﬁ” fa
“gnﬁ’uﬁaamiaz"l,smmi:mumif:” IREAARBINUMANNNITBLINTBILWIAANIHA®
LUDAK A8 MITZYAUMATNYINIVBIRNAT

Wilaz 1 (Fujio Cho) ldviuaua szuumandauuulalod lugdunnves thw
ieliwdonnudnle Bundn wwwaw “huwes TPS” (TPS House) éﬁgﬂ‘ﬁ' 4
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_,—-—-—-_'_-____‘———\_____

Best Quality - Lowest Cost - Shortest Lead Time -
Best Safety - High Morale
through shortening the production flow by eliminating waste

Just-in-Time | People & Teamwork | | lidoka
Right part. right (In-station quality)
amount, right time = Selection L R"“' decision | Make Probiems
» Takt time = Common making Visibia
planning g = Crm'"a_'fk"ft.i " Automatic stops
= Continuous flow | * Andon
= Pull system . * Person-machine
= (Quick changeover Continuous Impruven\em separation
- Integramﬂ _'_).-‘—__"‘—-—__._____\_ | * Error proofing
logistics Waste Reduction * In-station quality
= Genchi * Eyes for Waste = ;Enh:?ﬂntmc
Genbutsu  » Problem [ (5
= 5Why's Solving Why's)

Leveled Production (hejunka)
Stable and Standardized Processes

Visual Management

Toyota Way Philosophy

U7 4 uwwnw tuszuumandauuulaloed (TPS House)

ﬁm : Business901. (2011). The Toyota Lean House. Online.

[
v o A

mﬂgﬂﬁmﬁuvlﬁ'h mwaduﬁnﬂmmﬂqaqmaamsﬂs:qnﬂ%:uu TPS

A Aad ) Ao A o A& A A A o ) A =
Ao QUNIWNANES duNuNdNga wazszoznanNaunge SImsnazaingtunugus
i #aINNNLATIRTINLTINTI TaTaaineninid 4 Yszms lown Usensf 1 ; Just In
Time (SEUUMSHAALUUNWIAIWEA) Usens 2 : Jidoka wunods msisanl#lizu
a v 1 a 1 K Q/ v a [ wa
fdaunwied 1wede) fwldginszuiuwnsoa bl wazldszuunINEauuL aaluld
(Automatic) NAruquIzuulasuywd Uszn13f 3 : gudnanszasszuy TPS A YAsINs
n:l' a v é = 6 o v 1 £
uaz d3zn13f 4 vTmsngusesthy Sellasdsznaunanszduny duledun Ui
P o Aaa ' o [ o . A A a
Weanudtuvelaludn mMIsansdioasan(Visual Management) aAuAlaRiasa wLaz i
NIAIFIRVBINTTUINNITA19 9 ALTediale Lazgarne s N1IUTUTEAUNIINGS

(Heijunka) l#asf
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UWWIAANTIITHAALLUAY (Lean Thinking)
luniaFa Lean Thinking Laad qudin uaz uaifiun laud (James P. Womack;
and Daniel T. Jones. 1996) l@WILEUORANMIIANUZIUMINRAUULAUT 5 TuaoUnaN

muﬁuamlugﬂﬁ 5 aath

1. Idcntify~ P

the Velue
Value Stream
k. Seek 3. Create
Parfecticn Flow

\ 4, /
Eslablish

Full
Eﬂﬁ 5 AanNILL a9AUUBINTHNAALL LAY
fan Kaylee Betzinger. (2014). Lean Thinking. Online.

1. M3 (Identify Value)
%é’ﬂmsﬁuaﬂlﬁmwmm&lLﬁﬁﬁaLLaz%‘ujﬁamwﬁaamwaagﬂﬁﬁﬁgﬂéﬁ
ﬁaammﬂma:ﬁwmwa@lﬁlmwl,ﬁmdﬁ’mmmﬁadmsmaagﬂﬁm%a"l&i wInFIniThagun
< a A o Vo < A '
\uasngné lidasnmanufannugula
1 a £ =) o é’ v v 1 g;
1.1 auivasduduazims szgnimuadulasandnegarioirini
1.2 ;jwaw%a;ﬂﬁu’%miﬁﬁﬁﬁmumia%dQmmﬁu TRunRwAwIauINY

Naziiaune §aaa@neaugarie)

1 ]
a A

1.3 A2NUFaINNITV0IRNALAZIENINALUNAY (Feedback) (ufanazimnua

1 v A A Y Aa o | nl' % o ar 5 a £ A a [l
m;dwa@l‘maQ‘l%usmimLﬂuﬂ%maammiﬂiuﬂ?dLLﬂ:‘W@umaum%iaumﬁamﬂi
@l Lﬁaiﬁgﬂﬁ’uﬁﬂmmﬁawah
2. miLﬁaﬂLLaz%Lﬂi’lzﬁa’m‘ﬁ’]iqmﬁ’l (Map the Value Stream Analysis)
NNIALATIZRVAINANAITHSNIA AT O BUNBATNNITEUI BN T (Process
Mapping) LAREIUADWBATNNIZUIBNITNGS LﬁaszqﬂmNgtyl,ﬂﬁiﬂumzuaummazm
o | a & ' s & Aa ' a |
LL%’J‘YI’NTJTU?JEGG]QVM ﬂ’]i’JLﬂi’]z‘lﬁﬁ’]U‘ﬁﬂiQMﬂ’] Lﬂuw@laumwa@amnwuqmmmaa

NAQA DU 817 LANAMNRINIID LATHID ATHNIN Tauu1naz NI NTUAaUNLALITD
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Aumsudasiagaulfidundadmd LLazﬁﬁ'@éaﬁVLajﬁaWLﬁ@qmmLﬁﬂum:mums
sanly ol Ensaw (Wondwed InBasnsme. 2548)

WNWAINNIZUINNIT (Process Mapping) WAAINNT D S BUNBATNR DT
M7 lnazadqme (Value Stream Mapping: VSM) G‘Eal,mumwmﬂmsqmmaummﬁams
Inavasindvuazoyalunszuinmniadngg Hneuanuasieiuaey HanIsu nie
muﬁzwmﬁ'a%ﬂum:mumswﬁ@l MlAssnnsasuwnanudsAysesnanys @4

Aanssulunszuinnsane g nuazuddeaniilu 3 WUy (Peter Hines; and Nick Rich.

[
o A

1997) ifk

24 fianssn wie Ansmizan lefisinsquaniiin (Value Added : VA)
TAAU A ERAN Lﬂuﬁﬁ]ﬂssuﬁﬁﬂﬁﬁ@mﬂﬂﬁU%LLﬂaagﬂiN %%aa%ﬁagamt,ﬁﬂﬁﬁu
anduuaznAanmiilunszuaunsawh lgnmaduniadmsidnsagy Gud)

2.2 NINTIV HID ANWUIY ﬁvlsivlﬁaiﬁagamlﬁﬁ'uﬁ’awamﬁmeﬁumﬂu
#9810 (Necessary But Non Value Added : NNVA) lunszuiunisnaa uanugmy
wiudarasududassenliifedulunszuiunnga ﬁﬂwm:amgryLﬂﬁi’lmd’lftmwz"l,&i
susamanaantlle wdsusarinliaaasle

2.3 NANTIW HIB é’nmmzmuﬁ“[sjLﬁ@mﬂﬁ'ugamﬁuwamﬁmsﬁ (Non Value
Added : NVA)  faduanugyiduazindudasirdnsanliannsduiivnunud
217 L lumIsanas MsvhauriaRanssuldeanugn g (Double Handling)

3 nmIgelAiiens wa (Flow)

MIHAAVBIH (Flow) tHwirlavesszuumIndauuudn nytna Wunns
LLamiﬂ%uo'mms"Lmmum:mumuﬁuqmmama@imﬁaaLmzmj'naua laoldfinng
wyamIndadisngiatadla s (wandwed InTimwssm. 2548) vhldaaainmsse
ﬂaﬂ%qazﬁﬂﬂ;jmsﬁﬂ'%mm%uﬁ'maﬂﬁaLflugluﬁ wanmMIuaseInsdafldimiuasoms
Tnalunsdiiinmsnda fe

3.1 m3lwaaghesailas (Continuous Flow) snansnvinléasil Aa

3.1.1 asiﬂﬁm%ﬁm’mmuﬁ’am%@é’ul@ﬁmu (Idle)
312 wWine3a9eni¥y  (Breakdown) #308aNu“aNNIAILANY (Out of
control) ﬁaauﬁ’hg&ama:ﬂnﬁlﬁﬁaﬁq@

3.4.3 n17U179TNEILATE9ANILETa4nU (Preventive Maintenance:

'
a

PM) ilusafidasldiaanliiosngn uddnazagluunanisndanana
3.1.4 ey WidenITenasnu lag 30NINAATEILARLNTZLIUMT
9, o . 5 = ° [ a '
IWlanuauganu (Line Balancing) T99zvilin1siinAaiaaaas (Bottleneck) uazlaid

NUIDTTWINNNIZUIWANT (Work in process : WIP)
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3.1.5  2ETATINIZNNINGG éﬁmmé’ﬂ@ﬁmu
3.1.6  aaUINmMITRINY
317  samItivnwiesanInea
3.1.8  0HImMINAAL®IT99% (Line Layout) lhnanzau
3.2 UWIAMIUTVITHUNIINES (Heijunka)
nmIaugumItsuissumIkdai lvdTusnsndanudsumany
daaniszasgndrlndiAssnu Lﬁaﬂaaﬁummgrymtchmﬂmm‘ﬁmﬁmmﬁuvlﬂ
(Overproduction) M3U3SUS UM INAaTnanzay Flkaunsassuilfoundas maila
o danalfiiannuiangulunszuinmnda
4 M@ (Pull)
Lﬂumwﬁ@]%uﬁﬁmww:muﬂ%mmﬁgﬂﬁﬁﬁaamﬂmﬂumomm‘ﬁ@nﬁﬁ
ABINT ﬁéTﬂmif:Lauaslﬁ;jwﬁmﬁLﬁum‘mﬁmmnﬂszmumsﬁwUq@ ladaunnes
NIEUIKNMIUINFAVBITILAINAG (Work Backward) Lumsshariudasnszasgnd
(Customer Requirements) 311ludafinnuan1snunsanInea nMInaasuiaziiodn
Lﬁ'agnﬁﬂﬁaamiﬁa 9 Lilsnsnanannuaunsnda (Master Production Plan : MPS)

%38 HRAAIUMINENNIIEaAY1  (Sales Forecast) s:uuaﬂ%ﬁuﬁagﬂﬁwmﬂuaﬂ

(External Customer) @sfifa u’%ﬁ'w%’%agnﬁﬁﬁ%a%uﬁﬂmmﬁ uwaznunignenaislu
(Internal Customer) Nfa ‘uqﬂﬂa%'%aﬁmmm‘ﬁ'"l,ﬁ%'uwaﬂs:‘nmiamnmsﬁnmmaam O
mnﬂﬁagﬁagﬂs:mumsﬁ@mnm

manaaFui s ellld naafiaiuLsssansu1e (Made To Stock) fie
LﬂummgrymdwﬁwﬁaﬁLﬁﬂﬁué'mﬁaqmmﬂmﬁaﬂaﬂ (Waiting) @Taf?umsﬁgnﬁﬁ
Lﬂugﬁaqmmmmm:mumi fo miﬁwmswaaLﬁagﬂﬁ’]ﬁmmﬁaqmsauﬁﬁﬁu UAZNAS
IuﬁiwuauﬁLﬁmwaﬁuﬁgﬂﬁwéfaami (andn naned ﬁagﬂﬁwmmluua:mwan) W
MINAAlUEN B Iz 8INITNRAANE (Made To Order) “asinanoz lsNIFUANNINFITH
aufuidasms LLéTﬁo@iaslNﬁ@ﬁuﬁumamﬁfmﬁ'sﬁq@” Dudastmadifininuuyy
Insivad m’%f'aa%ugﬂ%mmwwﬂmy (Bumper Works) 284u3un lalodn lugisnansd
f.¢. 1992

9IS M I LI AATBINMINAALD WA WEA (Just In Time) W gl
miafiaNaNgazasIaInmnInGa laold Takt Time Lﬂum’%aaﬁaluﬂwﬁ@am}amaa
malna Feluszuumsndauuuan Takt Time Wwe3asdiofdudafimuadasnisnea
MIVTLAUTFAINMINRA  MIAIBIBHUWINWMIRIY M INAIBUTFBNIFIRTUNT

dl = a o ¢4 o ' v o o
LARBUNUDINRAN TUN Gﬁdu’]vlﬂfﬁﬂﬁ‘iﬂuﬁ’lﬂfy‘lﬂ'lLLﬂz‘ﬁ']ﬂ’l@lE]fUY]@IE]\‘lﬂ']i
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5. AMUANYIBALUL (Perfection)

Li:;lumswmmmﬁ'mqm@h (Value) Iﬁﬁuauﬁﬁmﬂﬁq@ TagenumInau
ﬂ‘i"uﬂ*goashwial,ﬁaa lasdumanagyian (Waste) Thwuuasidasanllasgniaaiiio
l#unarfRnuas PDCA (Plan-Do-Check-Act) mavnlidszauanudsalaindunaanain
Mt ddszinsnmn (WONDWIA  IWEITIWTIOh. 2548)

LA THAAULU A 9L pafUsznaufignan 3 Yszms leun 1. U39
fenseenuuuKAan msLazAansINluATTUINANINES «?j'aLﬂum:mumiLﬁuqmﬁﬂu
fUAgNAN 2. Wnmsnalasseerzuumsinaagnsdaiios i:uuﬂaﬂé'al,ﬂuﬁuﬁ 9
WAANUAWaE vadLFaIdugud uazs. anusNy IRl A ﬂ'l‘iLﬁlaJﬂmﬁ’lmﬂﬁq@]I@ﬂ
m'sﬂ%'uﬂ;aamwiaﬁam%a Kaizen @Tﬂfums@hLﬁuam%u@iavl,ﬂmsﬁwﬁaﬁamiﬂ?‘uﬂ;a
aghsdaiiiasfiudunlyle hwinegegarasumfamndauuudn s miaialdifions
nauuufiasds (One — Piece Flow) LﬁaH’Lums@hLﬁuﬂ'ﬁmaq‘sﬁﬂunﬂﬂs:mw
T,@ﬂﬁﬁ@ms@hLﬁummaznmﬁgfyLﬂdws‘fiavl,sivl,ﬁl,ﬂumsl,ﬁuqmmlﬁuﬁ%uﬁ’lfuaaﬂiﬂ

(WONDWIA  IWBITIWITTh. 2548)

anagLlan 19 8 szns
m’mgffyl,ﬂmﬁumag’hm:mumwam riaiﬁﬁé'funumsw’ﬁmgoLﬁuﬂiwﬁmsaz
u oradunamnannIzuumInEaf s Al ianudaaisnaunynagnaam
Lﬂum@ﬂﬁqmmwcl,umwﬁw‘i'mo FIKA MALAAANNEN T LU TELIBANITHAS
ANNgYlaT (Waste / Muda) Ao fanysw Juaan wienszuInmMnansle
niwens ud laflaainsgmen (value) Lﬁ'u‘lﬁﬁ'ugmﬁ’] Folatnas AW . (2548)
na1291 nd% lalu (Taichi Ohno) ldszyfisanugyiarlunszuaunisnialu The
Toyota Production System 13 7 dszm3 lauwn
1. mmgtgLiJa'wLﬁaamnmiwﬁmﬁmﬂLﬁumflm‘hlﬂu (Over-Production)
AN mmwlumﬂ%m’%aﬁmuazwﬁfmmiumswﬁmiﬁuﬁnﬁqﬂ laglsidin
feenumunsalumasvaudanialumindafisiuninfinszuaumsdaludasns
gomaldmsrnamdwlduuy lidaiiiasiu NIzUIwMINGA kanga tadunuszning
ATTUINIHES (WIP) ﬁiamigﬂﬁﬂﬂ%m ganaliAnanudasnmslEAwlwnssaLiy
Aufivnondiwnitafozmely vsasieadsannizuanmsnawniienassldlasuns
WA L Lﬂun’mmﬂ%'uﬁmquﬁﬁ@%u
2. mmgz’gLﬂéi'u,ﬁaamnmiiaﬂaﬂ (Waiting)
Tunszuaumskaniulsznaudonasiuaen wnisr liaansnsamsuas

auguiadbes gniikadamsinundne fanalinszuaunmniaueanusugauaz
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=

aulna Gsazreldifanisseneslunanadiu sanaligiEnia nmIkAasiuaz
Uszansninlumsriisusesntnawaiasiiasannuinaulinsud sunnenwuas
hwanglumIniaiuinesn
3. mmgzyLﬂﬁhLﬁaamnm:mumwamﬁﬁ%umaumnLﬁuvlﬂ%%amwamﬁaﬂ
3§ﬁvl,ajgnﬁm (Over processing or incorrect Production) iAaNNMIBENUULTUWABUASE
nazuawmylumsnded ldinnzay snadunmaiinveadolulssemn Lﬂ'wﬁunumiwﬁ@
wasdsfinadanisdsnandiliviunm aad
- m3flanaaudnsg Alidanudnduiensatusiuag
- mydiumIndalasriadssiniaw sﬁ'ﬂl,ﬁ@mﬂ%%'ﬂ'ml,ﬂigﬂ%umu
WEOMTEUIATONTUING LANTAN WA T DU HUBIUARZUNUA L% NTZUINNNT
A998 UVBIFNNAALALNATIVN NN
- mswﬁ@lauﬁwﬁﬁqmmwgaLﬁumwfﬁ%ﬂu
- msmaaaauﬁmﬂLﬁ%"[ﬂﬂ%aﬁnﬂﬁgaiuﬂszuauﬂws
4. mmqtyLﬂﬁhLﬁaomnmimﬁau"l,mﬁvl&ia‘hl,ﬂu (Unnecessary Movement)
mim?iauvlmﬁmmﬁuvlﬂgﬂwuLﬁ’uvl,@i”ﬁ"a"l,ﬂnmsl,u‘[iaam 1% TNFUBIRT MTLBaNLAe
WHUU M3ein mandendrofsasleslildiedosdafimunzautis uazmIvnauiana
NIAIFIUNITINN satfamsldanlumsvinemannuss ivinduwluudazasimesns
WA® WinsmAaauLilasd LLa:mamwmiaqmmwmaa%mmvlaiaﬁ%awa i ldiia
P ILFUIIWIBNIN
5, mwgtyma'wLﬁaamnmimﬁauﬂ”wv\%amwuﬁwU*?'i"l,siﬁ‘iuﬂu
(Unnecessary Transportation) 131921 0unn5108 8 ueN o8 uIzningnIsuInmsnis
lsaBnnszuaums wafiazlvmsnaamunsodninlyldedsdaiiies vasasidnunms
Tdumalimanzauuazifiomavudafsndou fonalAgaFsalunInGe uaziia
AUNUINNMNTUIE
6. mmgzymﬁhLﬁaomﬂ%uﬁwmﬂé'a (Excess Inventory) W38 41%3ZRI9
NILUABNIHED (WIP inventory) Ananuawly n1sd AL FUNUTERINIMNIHAR Wia
'ﬁ?uﬁ’]ﬁwﬁagﬂﬁmmﬁuvlﬂ fIKA LA (Lead Time) Rndu IR Ui uans
1A8IRNIZNUITAIINIHNES (Work in process) ﬁmgusl,unﬁ%'mﬁul,ﬁw%u Ifsz el
MU IaRa s nIUI U %
7. ﬂ’swgmun]émﬁaamﬂmuﬁy (Defects)
RUNBN mmgryLﬂehﬁLﬁ@Lﬁaamﬂmm%mauﬁams‘ﬁ"l,&immsnLLﬁlmanu
Fonwldriud Taowwmnzdofimnaadugonlng wwdonalifomudslunszuiunnga

NN UAZEINADNIATIINLNLLEY Daitduanugalla i wIaILaE A ungIEI



21

dn99 Lﬁadmnma\mﬁg'uf:gﬂLﬁwqm@i’ﬂﬁﬁ'ﬂﬁaﬁﬂﬂuﬁa ua ldaansasi ldsniinela 3
sanaliifalduanugmyilan PRSI NINIAANMIATIIRELTRANATA AL
analdldlavas ficnu

8. mmgzyl,ﬂﬁhLﬁaamnmmﬁ@m‘?naiiﬁmaawﬁfnmuﬁvlsjvlﬁﬁmﬂ%
U5zlowil (Unused Employee  Creativity) naiduanugyulardiuinee anudia
Waums e uazlamslumaBoud Wumnugywiiiiennmslilsdnonmmsl
I%ﬁ'ﬂzlmwmm@ﬂﬁﬁ'ﬁmuaﬂ’mlﬁwﬁ (James P. Womack; Daniel T. Jones; and Daniel
Roos.  2008) Gsnsldauldidudnanin dnfasnnisanannvlalalunmssaidan
Jufraeu Mawlignivauuaswing szaslwzasnsiineusuuasiaun U uanm
(Mdken Dyzawnunit. 2554)

unyds ADW; LAY ﬂu?i'ue]. (2550) lAanuifinin msé’@mémaammgmmﬁh
ﬁ]:‘ﬁ'aﬂ’l,ﬁmmim%amj%%%miﬁumwgtyLﬂa"l"l@i"mﬂ%u I@mzuﬂqmwgtymm

panlis 3 52U AINTN 5

gI9N 5 szauvasnnugpLla

szauzasANNglan
STAUN 1 STAUN 2 SYAUN 3
1 d“’ v 1 dl a 1 =3 v dl
AnugmaLiasan Anugmaniiesn ANNgmLaLan g wap g 0
- o & =
NITLIUMITURATMT NeTuMeluNIzUIBMINES
- Tuszwimainnm - e lunisdTuidfow | - mstuuszmaigey
- falssnwlaid LA BITNTUI - fmstganlunsss
- Funwlidunoeusy - oonuuusn iU uAw - Immaunniiwly
- FITWINUNALAK a - ABINBINIANGL
- wilwem - hifimazainingg G ar)
- HRaA M ldTualy - MIAURUATIATI - anusatsnaznIdan
a = A o & o a
Ve - Adgminenugunaal TAnaY
- WIAVBILTIAN U - Imafudawlivsenny -lidfiunasgaulunas
- VNAVBITUNTINAR U759 (SOP)
BTG AT e R PR THRIE
- aunwalhiszenn
- ldfnsdassianaullds
dl v
anldnu

A1 - undii aaw; uaz AWAKY. (2550). Value Stream Management. %10

73.
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A:: = a a =
1ATDINDUALINARAVDITEUUNIHAAUDUAK
o A a 3 ¥ ¥ 6 v A
mydiufsugluuuminiazadesdns desldiimuszasdiznaunaiodiuds
indsznaudisfanssudns 9 a1l madsudpaniun maliuinmsgndn madiudy
a o 6 cv 1 [l . 19 o a a J :‘ a
WiaAm myzdaanagyilan wazajsilasnulilddymiduiiaiudran
TaLoas Laalsiuand LAy LNaas AUUAILUanIsa (Russell S. Roberta; and
Taylor W. Bernard. 2009) lshiauafiananns wadasilouazinaiia lunsviliussg
a o ' [ & o a a &)
hwangpesdu laglnvimsudsasddsznauinginlumsdniunuiuudn sandu 3
328 QILAAIlUANT9N 6 BnNe nIudt uaz lalsnd (Greene; and O’'Rourke. 2006) éia

MINAWATAINOVDINITHNRALLUAY INUNINNA 27 Tha wazvinmssnwwnaaniin 4

¥
o A

Uszinn eunai laanmslaaseide ashk

]
a o

P ° a & A a e U a
AN 6 ITYVBINITALBWINY LATBIUDLLAZLNALA YIYIWI%HGL‘]JTHN"IU"IIBGQM

a

6 Aa 4 L A
anUszasd uag szae LWIAAVDIAK IATDINDERLANK UAZ INAKA

tilwung (Gold)
- p3aenugnLan - UNWAIWENDTIIN A (VSM)
(Eliminate Waste) - wEmquasmMatiaanugyila

- unuAAMILan (Fishbone Diagram)

2

N%31% (Foundation)

o9

5 mﬁ@msamuﬁﬁ’mu = ﬁﬂ‘l&ﬂﬁ'l“ﬂ’]dﬂ'ﬁﬁ']d']%
(Workplace Management) (Motion Study)
- MINUANAILFILA
- Kaizen
- 5®.(5'S)

- msilasnuBsmanisai(Poka-Yoke)

32821 1 (Phase 1)
- mia%ﬂdmmﬁ@mgiu - LLiN’]uﬁ@mgiu - mwammuwauju
(Increase Flexibility) (Flexible resources) - M3UTuSHUMINER (Hejunka)

- MNIIARIMITNAA UL MIAAANUTUAILATBIANT

Lfﬁaﬁ(Cellular Layout)
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P o a A oA a Ao v a \
ANINN 6 ITYLVDINITIANLUINIY LATDINDLURSLNAUA ‘Yl“n’]l%ﬂdL‘ﬂ’m%J’m“uadau ((9“]@)

[ 6
Inqilszaen uaz szaz

LWIAAVDIAK

LA DINDAIRLAN UAT INAKA

J2e2?1 2 (Phase 2)
- USudpdanmaina

(Smooth Production Flow)

FLUUMINAALLLAI(Pul
System)

AuLI (Kanbans)
UIUNHNIINEAVWIALEN
(Small lot sizes)

Quick set-ups

n’mﬂ%’mju/n’mﬂ?zl HuLIRNNDEN
729137 (SMED)

m3lwafiazsu (One Piece Flow)
AFnahauiiiunew

(Work Standardization)

32829 3 (Phase 3)
- msﬂ%’uﬂ;aaﬂw@ialﬁaa

(Continuous Improvement)

msﬂ’qo%’nmﬁaﬂaaﬁ‘u
(TPM)
mﬁﬂmqmmwama

ﬂ\‘iﬁ (Quality at the

Kaizen
ﬂ’]ﬁl,ﬂi’lzﬁi’mmd"'maoﬁtym
ﬂ'liﬁ’]’sdﬂiqmmw Deming Cycle
(PDCA Cycle)

v A a aa
source) - diaTasflonaiidningu
- MINAAUULEA UL N3=UIBMT (SPCC)

- maud lutymegraliniy

‘ﬁm: Atigah Ismail. (2013). Quality and Process Improvement : Lean

Manufacturing and Six Sigma. Online.

NNANTT9GN LnINsgIgaTadan ﬁamsﬁﬁ@mﬂugtyLﬂmﬁwmﬁLﬁ'u
@Tunuu‘%anmi@ﬂﬂsmmnmﬂﬁuqmmlﬁuﬁ%yumu FInUNIMIN NI F RN
ya9fanTsue guasnszuanmskianwludimswavasnszuaumsnanualérin Sdas
Wmaﬁﬂmﬁ@msmUﬁwsqmm (Value Stream Management) LLazédLLiﬂﬁmiﬁﬂumi
ﬂ%’uﬂ;amzmummamlﬁﬁhmwLLmﬁ@ﬁuvL@Tﬁ%wL%faifu fD NMIRIIUNBNINTIIDIY
AmeN (Value Stream Mapping) LﬁalﬁuaaLﬁuﬁdLéTumamivlmamaﬁ@]qamm:ﬁayaﬁag
anaananszuanmMInaa (lawnad LaWnad 1o, 2548)

;Eﬁﬂwﬁffwaag@mﬁwLauaﬁam’%aoﬁamaﬁaﬁazﬁﬂﬂ§ﬂwsﬂ§uﬂ§aszu1_|ﬂﬁ
NamﬁﬁagjiLaulﬁLﬂm:uumw‘ﬁmuuﬁu Gt

1. sasiiefitruaaiaanlumavinem (Throughput rate)

1.1 MIIEUMINAALLULLTAE (Cellular Layout)
sunanaauuumasiduiiaslssnsiianits SatasessnInnang

1ilnfanusauvasnmInta (Process Sequence) #3aauAANIILAUVITUINY (Material




24

Flow) lasazlian 1n3aila uazguUnsal iluvasawes lasniluazd 3-12 au uaz 5-15

A o . (% [ o = & ° ] . &
aonilvinau (Work Station) pnaa Himnnuluntaaad wazazgninua liukuewinsas
tazdainfndudiozlinioiu (Model) lnu udsansnidouriiavasdudlumndald
winhansaldiasasantiunulmoadun 9 14 wadsududasiildauga (Line
Balancing) \NaInEM T (Flow) ff28491% WazaT R 8MINRALLULTARIINAY
FUUANTY (Kanban) taldiianisn@auuuds (Pull) muuwiAavasdn Salisuduwimn
13992 UI VUM INR UL LA WA DITARIUNTNRALLULTAS LIS NE L UDINAN DA

] o et 6= v v s a [ I o £ a A o

279 BRI RNAIRTULTARA Le LA lEwann13va9an TudnazidussuuauiinIInaanuie

M3 ARTDIINY mﬁmmsﬁmammﬁusTaIsamuﬁLﬂuagjﬂﬁ)fgﬂu

ANT19N 7 mmé’uﬁuﬁladgﬂ LUUMSHRANULRELANE

sUUUUMIKGS
T 6 6
T80 ThauLaz L RIGIHNGA BN RGN Rl
MINES YINTmMINES

A

NRAANN ——> NAARAILTRA ——> NRALUULEN ~———> LaﬁLm@TLmuﬁ@agﬁ'uw

RIRINE®N URumwias AINTIYNT N (Fixed Layout)

N

~ T
NAALUUADN — > LaflaNauuULENaNNInTH

(Process Layout)
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LANMINAATINAIN 33 b aalnae 26 Iu WIenatdusosas 21.21

AWM DITAWIRUL (2554) ﬁ’]mﬂﬁﬂmﬁﬂmsmUmiqmmmﬂszqﬂm“lﬂu
AszUIwNsuSMT lawls vSMm ’lumﬁmﬁzﬁﬁanﬁmﬁamq@ﬂam@(Bottleneck) LA
ﬁﬁmiﬂ%'uﬂ;ﬂﬁﬁ%u

AU NIBNIINT, LA To ﬁmm:ﬂg} (2555) #13TUUMINAALLLABIN
ﬂizqn@ﬂfﬁuns:mummﬁ@ﬁam galuuSunnsdidns I@ﬂﬁ%ﬂatmuqﬁm B5IR AT
HAMTANEANUINENNNITARATEILIATIRNATITFINNNTHER  HasINVBITaLLIAN L
NIUIRMIKNAaTaILAazaEnf uazalumIUsu AsuuazsonosnandnaninmInaa
uazannNgyFuasldonsliduunnAadeniheanas uazmusanaaluyTanmi
AN

788 827% (Michelle Ewan. 2000) #u#18028432UUMINAALULRY (g8
aavastdslunsUsznaueiasdin Boeing 717 I@EJLTWﬁWﬂWiU%ﬂﬂ‘gdﬁWﬁli?ﬁ‘l&%’Uﬂ’l‘a‘
ﬁ’mulﬁgnl%ﬂwoﬁﬂizaﬂ%mwmnﬁqm naflasunsnaaaildaiaesasiin
Boeing 717 a9lef 4 Su GsRaidwduiiszndaldte 860,000 aaasns

UBN §%; PLIN LA N34; UAZ TLIULADT LA T1TNN (Bhim Singh; Suresh K.
Garg; and Surender K. Sharma. 2010) ¥niauafionavaimydszsndls VSM w1
nydianslugammnssuniniasmaianludszinaduds wudiman aanailuns

FLluMT (Processing time) adld3aas 82.12 YSunasmsaasAiusuaulunszuinnms
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(Work in process inventory) adl@3agaz 80.09 uaz ANudasmMImadanluudazannii
(Manpower requirement) 89 M9308a 16.66 i]’mwaﬂ’l‘iﬁﬂw’]f:l,ﬁuvlﬁ’j’l VSM Lﬂumﬂﬁﬂﬁ
fszansawlunmsszyuszaannugaa

RN T2 LAY LAY LEUATA W LaWLOTNLEY (Yang-Hua Lain; and Hendrik Van
Lanbeghem. 2002) ﬁnLauaﬁomia%wme'imam,mzl,mumwmUmiqmmlumwam
WULRY dwLqumwmﬂﬁﬂiqmﬂ'ﬁ’ﬁ’;Ulumiﬂ‘?ﬂﬂ;amsaammuﬁaliaamuua:mmm
drplumisnaulalaadm

AuNTUN "meamu;mﬂ; Waz WAREIIA laanfatl (2550) WLawaninTin
sruumsndauuudu dsuldlunisaaszeziiailunsefaeusuina laownla
@mﬁumsﬂ%fuﬂ;oﬁamma@ uaLazt s uudasdrduvasanifienn nan13dnEn
wuinszgzai lunsnaaEusLInaaaadMas 31.06 Talug B30 1.29 % nLENT
37.87 2lu9 30 1.58 % WAANIWLARULANTY 2.3 1 SIWIRIBIZAININTZLINMNS
NARITBLAT 40 @mummsada%uﬁﬂﬁ@ﬂﬁwﬁuﬁmzslmmu']mmzJ WinnNu3aaaz 91.67

PMNOUNTNDITRORS 84.72
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AadA o

S ANBINREIT RN S

mansanIinniasen unsIedelSunm (Quantitative Research) &
=3 v I o = ' A v v Y a .

mfudeyaidudiiay laoiiundenanvasdoys ldun Tayauuulgunil (Primary Data)
vnmainudeyadinssanamistiannm sl JUanuTinninnm ienmufitne

o A & @ Al a o a v a a
dufiwaw inudayaraflslumadjituade ussdayauuundsnil (Secondary Data)
mInunsdeyadizifveinszuiuniinda inaikideayan ldninaauniiniziis

A a & R ) L a £ '
Jyn1Mifiadn gans ldinann1ITanIIuasuNuAINoI1I9Mman (Value  Stream

. v A a 6 e A A v
Mapping) mﬂizqn@ﬂmwmmﬂ:mmzﬂiuﬂgﬁ:uuLLa:ns:mumswa@mum

sz InIuaznanaIaEng
= a a o 3; c?' o a = a dl' o Aa
nsAnEIzisuiuaTIn diunisansnialulssunaaaIodlszaudn
' A a s 6 a o a R 1 I 1 v 1
Wianih nEaAiasuIENNIdianwuLalu 2 naw leun
1. nﬁjuﬁuﬁnﬂ%aaﬂszﬁuﬁwﬁagﬁ leunnfanus s¥asaa A9 Lae f'la
Taile

A v

2. ﬂ@ﬂﬁ%ﬂ’]Lﬂ%ﬂdﬂi:ﬁﬂ@iﬂﬂ‘i:ﬂau launnfanmuat s3aune uaz aioudalia
Afinsysznaudiiuda

ﬂ’]iﬁﬂiﬂ’]ﬂ%ﬂ‘iﬁ’m’]ﬂﬁaﬂﬂ@;&I@T’Ja&iWGLLUULQW’lzL"ﬂ’I:’N lagidandnsn
naad matlunguiuiLaIesszdudniegy veaynaliddrnaninudendadmain
YinN3AN®1n CUGRPIT vioduduuuulunmsdne Wasendudasnsidanad

= &
I%ﬂ’liﬁ\‘i"ﬁa'ﬂ RHRPN

w3asfianlslunsinm

msﬁm&ﬁ%’m%ﬁgﬁﬂmwﬁmé’ﬂﬂﬁiﬂ’]iﬁ'@ﬂflsmﬂmsqmm (Value Stream
Management) mﬂizqﬂ@ﬂ"ﬁmumiﬁwLqumwmﬂmiqmm (Value Stream Mapping)
Lﬁa‘iLmﬁ:ﬁua:ﬂ%fuﬂqamﬂmwﬁmﬁuﬁwju A Tagdiiumsanudneuauaaneai

1. @nsan e Ansianinlsnu nizuaunInee uaziiudayazas
UM INAARHAIU A

2. dumdyn : lasrnsdouusuniwanosmsgudianiuzagiu (Value
Stream Mapping: Current State) maaﬁuﬁwg’u A ’i]’mffu LﬁUi?Ui’J&J‘ﬂ/agaLﬁaﬁ’lm

a 6 A a A (] v Aa ' Pt
’aLmﬁwmﬂszummsmammssm"[wﬂalmn@qmm ﬁ!ﬂ‘ﬂLﬂuﬂE}"U’J@ (Bottle-neck)
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a 6

3. nmﬁwmmm@;maaﬁcym

4. @i'}Lﬁum‘iﬁuﬂ‘gaﬂizmumswﬁm

5. maﬁ]aauwamiﬂé"uﬂ;a : 55Lmnzﬁﬁagau&amsﬁ%ﬂgoLLa:L‘*ﬁﬂuLqumw
§1UTINUAIFIIUEOWIAG (Value Stream Mapping: Future State) maaﬁuﬁwju A

6. %mmamsﬂ%’uﬂ@a

g; ndqj a Q a o d‘yﬁ/ Qs v 1 o =)

mumsﬂizquwamsﬂsuﬂngum”m@ 3 @1 lawd szezainluniInge
(Manufacturing Lead Time) 3282N193WINNNTELIBMNINRG Lae TN UIEWINITN

(Work in Process)
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v
ﬂ‘éﬂ AanN iﬁﬂ ¥ Lazyaltdallibe

a

miﬁm:nawﬁwuﬁm%ftﬁmqﬂszaa&ﬁaLﬁwﬂszaﬂ%mwmwﬁmmxa@mm
;ijJuLﬂdﬂuﬂi:mumwa@%uﬁﬂju Ala 91%%é’nmimi%‘@mma:l,muﬁdmUmiqmﬂ'ﬁ
(Value Stream Mapping) mi‘*ﬁ‘%Lﬂi’]:ﬁua:ﬂ%'uﬂ?amUmmﬁmLﬁaa@nmﬁﬂumiwa@
374 (Production Lead Time) U3u1mbant3zWIN9NIZLIBNNT (Work in process) LAzaa
S2HENNTERININITLIUMINES  sfiumstnerawssdoustluund 3 nanisinen
Unngemudutunauaait

1. anwilagin

. myaundynn

2

a 6
3. myeneanaaslym
4. madaudyanEiumInGa
5

) mimaﬁ]aauwamiﬂ%ﬁﬂga

NANIAN®
1. amwﬁaqﬁuwaofsoa1unszﬁﬁnm

USENNIHAN®E LTuUSENIUIana1s (SMEs)  afinnIsHAaLazINRIne
1309032 UE % NIN1lALUITUA FUAITAIUTENLEY LAZTUTIINEE lﬁLLﬁU%ﬁwﬁﬁﬁ 3
'i:ﬂ:LaawluﬂwsﬁwLﬁugiﬁammuﬂdw 30 ¥ lautTuains1uwesunilang
ARwmnawneslinan aulana1utdnuSen SME aw1anatd e2auwIfAaNiwnIINee
A v da a ea v A ' v a o & A @ A
aum‘nuqmmwLLam"LGﬁu‘n%mﬂ%mwm;dmms fonabuSEmy dunyauTunaziaula

0 = v A o & | ' & 0 AR a

881979013 T ulWURNUNIAUG 90 AL uqﬂﬂmﬂiaaulwﬁyazLﬂuﬂu‘guLﬂﬂ neuada
L™ a a Q g: 1 { a l&/ =) ) a a U 1
AUUWIAALAN 9 aanwmIun lwdgynians 9RedulunszuIwmInea 15w HaaFwan b
NUWABNITRINDU ?mﬁﬁvl,&imamwmmﬁaamwaag’mé’ﬁ viluen 39 Ej'mal,ﬂugmmwaa
maun ldyniawizuil 09 IRNSZUARMINER LAIMIATIIFAL LANSIHIUNENG L
A' o = dl' £% n:l' a é’ v L= 1
Wnalumsiinusaswiinew inauidyniuazglassaniiaduldan |l dnldfinns
a 68 d' Y A d' o 1 Q)
AATEADIFUAQNUITITS Lwamvl,ﬂggmsmLmeammn"LmﬁmumLm:qﬂmsﬂlu
sunandalinueliagenas angdunumaudludagwuuuewznind domalilad
mikda kil ldaansaminue Lead time Nuuau uazlimansnaiugugmnindud

Idatnsnan
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UTENAUNRNNT AW AANITVLILRNRINITHAN LNALNNEIWLLIIUNNTARIA DI
aq@amﬂﬁmﬂ%aaﬂizé'uLﬁumﬂuﬂs:mﬂ waziulou1slun1susHITNNITIANITAL
qmmw%ﬁﬁmuLﬂﬁu'%ﬁﬂgiLLﬂiaLﬁasaa%‘ummﬁiﬁuﬁgmm wazaTINUNInalalwny

ANANRIRG
L1 U 9q

a L L )
nszua%miwamaumgu A maofiamummﬁnm

“ Rolling ]‘t Forming J

Polishing

Eﬂﬁ 13 ﬁu@aummamm?nmaaﬂs:mummﬁmﬁuﬁﬂju A

%umaummﬁwé’nmaam:mummﬁm%uﬁﬁu A dsznavlUdas 7 Tuaaw 6
gﬂ‘ﬁ' 13 Tagudaziuaandsoazduansdinnwe i

1. duaounTHEY (Mixing) HunsiingduanugaIniyinnmInan e
ﬂszmumsﬁr‘hﬁu@]"l,i’lmaﬂmiﬁ'uﬁnq@mmam(Batch) e uuradin niaudswnsy
ATTUIBNITIALNY Lﬁaomﬂsl,unﬂwﬁmﬁm%ﬁmzmummamﬁmﬁauﬁu aarinlu
msfnsas il Vmg}”ﬁm&waamgmﬂmleiﬂdnﬁam:mumsf:

2. TumpumIsALAL (Rolling) uri9sinildannnszuiwmsi 1 andinnsae
aunsenaldduunnidn (Silver Plate) ﬁ:ﬁ"um@m:w?'iﬁmu@"[ﬂmana’]smuquqmmw

3. %u@aums%ugﬂ%mm (Forming) tJun13u1uH{wLI% (Silver  Plate) 210

1o

tﬂ. o t&/ | a v Qd tdl v 13‘ ¥ o
NITUIBNIIN 2 NWﬂWﬂWi“ﬂ%gﬂLﬂ%ﬁ%ﬂ’] ﬂﬂ‘]ﬂm:“ﬂ?JGG’]%Y]VL@%Z“UuﬂElﬂﬂ“llﬂﬂ']‘lﬂ%(ﬂ”llﬂ\‘i

U
NAAA U
4. TWABBMIAATWIH (Cutting) ¥19uN leananaani 3 anutseandudng
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5. TuAaUMITARIEHI (Polishing) Lutuaaumitarnsunuiielifinuas
FUALNAANLILAZFIVINN
6. ﬁgumaumimwaauqmmw (QC Inspection) %awa’i]’mc\i’mﬂgu@\aumif@ﬁa
azdasldTunuTzniInTzUIUMIR AN B I AN AT U R AT INA AT Gt
9UMIATIIFOUARNINY aa%yua'mju A Wassnadiarnuasasgne
7. %u@la%ﬂ’]‘iﬂiiﬁ}' (Packing) Lﬂuifu@lauqﬂﬁwwaam:mumswﬁ@ WWwnsin
%uamju A ﬁchumimaaaauqmmwL’%mui‘”aml,ﬁa aimsusTasluu A sianw

Laﬂﬁﬂiﬂﬁu@}&lﬂ’]iﬂii'ﬂ“auﬁﬂ E‘%’]L%QE‘L]

v

2. nsanndynn

dl' a o a AR £ A v A U Aa wa

iasnnuignnsdidnmde liimaduiindeyanansl juanulunszuaums
HAadn9 9 e ldausnszyymngaanldues liaminsanasnnsanveanszuaumsle
NIRNG GIUU HANBIITBIII NN INE 85137 I4AT(Value Stream Mapping) anlBiilu
inrasdalumsfnmineldmunnuauinioniwsnassenanfafudin A luns
a 6 A o ' o ot o wds&’ 3 a
Aenzimdynudaillgnsiamuazlivdnszuawsmahnuldaiu daganisnda

auﬁﬁﬁ:% A LEAINNUANTNN 9

@N3719N 9 ﬁagamma@lauﬁﬁju A

TOYANIIHA AuAgn A
ANABINIVRIRNAN (@Eudoidan) 77,000
LAMNSHUEDIN (W) 420
FIWIUNLADIN (N2) 1
BN BNIUGINE (AN) 19

ANNADINIAUATIU A laadulszunn 77,000 Tudaidian UIENNIHANT
Mauaanas 26 14 14z 1 nz Aatdn 420 wINAa I AIBKENNNITOAAIAILNNA (Takt
Time) lelvinny 8.51 AwfidaTu

N Takt Time

Available Time

Average Daily Demand

G9U%  Takt Time 26 Y4 x 7 F2134 x 60 WTix 60 7]

77,000 TudaLaan
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[
a

8.51 I INGaTH

1148991097 1 Batch mmsnwamfluauﬁwju Ald= 2211 5u

A9The Takt Time

8.51 x 2,211

18,813.60 IufidaBatch ®38

313.56 w1N§iaBatch

LLNW‘T&&’]Elﬁ’li@!m@han’m:ﬁi)qﬂu (Value Stream Mapping: Current State Map)
Lﬁaﬁﬁmsﬁﬂmmzmumiwamauﬁ”ﬁq’u A U&2 Li’\'ﬁ’idﬁ’]msﬁmwﬁa;&aﬁm
NINEE "L@TLLﬁia;Ja@Tmnmmiﬁﬂmu (Cycle Time) t3anlunsdsuaslisuninaas
A o . ' = A 1% = o '
1A3899N3 (Change Over time) luudazanfiau Naanaiaduunwissassguaas
mydjifnuneunstindys lasiiudeyalsuaiudnazuanmITaunuiinIuIsaiud
lafayanuasneh 10

a13197 10 Fayam i fuanwnewnydiuy

. ATLIUMTHAARUA U A ’
BRE] = o ¥ == = Witz
» ALY diugil | dnduau | dadua |QC :Inspec|  usey T4

saunaTlunszIwms (Cycle time : C/T) 97253 18578 8558 44000 254 46 68.82| 2,007.17| wiii/Batch
raildlunisidieassns (Change over time) 300 0.00 12.00 0.00 0.00 0.00 1500 Wi
nETSERsUMsKaR (Available time - AT) 42000 42000| 42000 42000 42000 42000 42000 wififL
szazafnsasdnsiaulAn g (%up ime) 9928 10000 97.62|  100.00 NA NA 9923 %
i lunszinunTs (Lead Time : LT) 101253 21500 000 44000 254 46 000 192199 wid
Takt Time 851 851 851 851 851 8.51 851| Funitgn
Takt Time (Batch) ; 1 Baten “Was tazuns 2,211 8 31356) 21356 31356) 231356 31356 31356| 213.56| wiflBatch
FTuIWEN T 200 200 2.00 200 7.00 400 19.00 A

mﬂmﬁﬁ”'umaumwﬁmﬁuﬁwju A 2:zU3znaume 6 aaninIzUIRMT baud
NITUINMISAUAY (Rolling) F3auiianlunszuiunsnda 972.53 wifiBatch Lasildlu
mMIdsuLa3asans 3 wifl uafeSessnsrhowldnaaaluiasss 99.28 nszuIumM3
%ugﬂ(Forming) fyouanlunizuaumsnaa 18578 wifi/Batch afildlumsdsy
1309973 aIRLATeeInInuldUndTous 100 NIUIUMIRATWIN(Cutting)
fvouaslunszuiumnia 8558 wifiBatch afildlunsdsuiniasans 12 wdl
nafiesessnaiawldunaaaduiess:  97.26 ﬂs:mums{f@]%umu(Polishing)

5002811 UNIzUINNIINES 440.0 w¥i/Batch  LI1a1NLATaIAININIU ldUnGTae
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oSt und  NITUIBNITAIIIRG FsauanlunIzuInnING e 254.46

wi/Batch N3zUIKNNTLITY(Pac lunszuIumIHA® 68.82 w1fi/Batch
ULAEINTBYAM AT PULHUWRIEN T TN AUz

LLamﬁagﬂﬁ 14

A

\ulag
13 g7
b&



Production Control

Purchasin ‘W
Adé g /// \\ Customer
Supplier $
Weekly Schedule 77,000 pes./month
i 2,962 pos./day
Ir | Takt time = 8.51 sec.fpcs
| ||
I
(| £
|
' \
|
I| | II| -
I| |I ||I
ll I| 1
|I II
< .
Rolling Forming Cutting Polishing Inspection Packing
T ™
2 & 2 ) 2 7 4
- - L1 M b= =N I ¥ 3 # Store
store | "o @ = O O
waitingfor | o+ _ azaszmin | WERREr o " ipc o8 min CT = 8558 min waitingfor { v _ 5400 min waiting for [ _ 55445 min CF = 6882 min
Rolling Forming Polishing Inzpection
15 page o= 5 min CO= (1] min CO= 10 min Co= 0 min i €O = 0 min CO= 0 min
_ _ 2 Batch - N - - 2 Batch = : 0.25 Batdl : : - =
=113200g | Avail.= 420 min = 235602 Avail. = 420 min Avail. = 420 min =28672g. Avail. = 420 min =5a0g. avail. = 420 min Avail. = 420 min
Uptime = 99.28 % Uptime = 100% Uptime = 57 62% Uptime = 100 % Uptime = 100 % Uptime = 100 %

0.00

440.0

254 46

0.00

Production Lead time

1,921.93 min

2,007.17 min/Batch

101253 215.00 .
| 572.53 min/Batch | | 185.78 min/Batch | | 85.58 min/Batch | | 440.0 min/Batch I | 254.46 rn'ln‘.fﬂat\:hl | 65.82 min/Batch

31N 14 unsessnusIgUeanUe 991U (Value Stream Mapping — Current State)

Process time

1474
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ANANTN 10 ﬁ’]“fl/ﬂéﬁla"ll 23381 L’Ja’]ﬂ’]i‘ﬁ’]d’]ul%u@iﬂ::ﬂiZ‘]J’Juﬂ’]i&l’] Wguny

Takt time Y95uAIU A Vl,ﬁmugﬂﬁ 15

1000
900
800
700
600
500
400
300

100

200 -

— L=

- Akt TIME

Takt time =313.56 w1fi

=
:Tl-‘
T T = T T 1 -—|

Raolling Forming Cutting Palizhing QC : Inspec Packing

gﬂﬁ 15 IR WLEARTNTZUIRATT

A A o a = ] \
LN@W%’]SM’]“H&HR%’]T’]G}’]T}G‘H 10 LaENINN 14 ﬁlZW‘iJ']’]ﬂ']ivLﬁa“llﬂ\NW%vL&I

0 A o A 0 P = ® AN 0 0 o
@aLihoin thasannluudazaniinizuannisdrailunisvinaunlivinne laslu

NIZLIUMIIALEHL (Rolling) Hrauiianlumsviinueniuiuige fia 972.53 wnfidaBatch

WAL NTZUIBMTTATIU (Polishing) 440.0 w1fidaBatch sdnalilialluaavia (Bottle-

Neck)

v

&
HAIAI
U

YIzENTNIWRIUNITNRS

NI WIUA UszanTawanonInae datduilasidud (Yield Ratio) lasi

100 x Processing time

Yield (%) (Production Lead time + Processing time)

= 100 x (2,007.17 wifigiaBatch)
(1,921.99 w1#l + 2,007.17 wfigiaBatch)

= 51.08 % %38 S088y 51.08
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MNMTAeNzAuRuiITonIgmianwsdagiuuazdoyazesaun1nda
Fudin A Tadn mugenidudywiniue 3 9a leud
A A ' . o A .. =
907 1: NITUIUMNTIAUHL (Rolling) U NITUIUMITTATUIU (Polishing) d7a
naMIhNuiigindt Takt ime FlwiAaiduausasznitonszuiums sanaldifiodu

ABVIA

A A ~

9011 2: NEHNIZVIRNITATINOUAMNIN (Inspection) UAzLITIY (Packing) &

ﬂ‘%mmﬂuﬁvlajam;aﬁ'uﬂ%mmmu il Aatdunssanasan
909 3: T2 UENIINTVWENLINHBITATNIINTEUIRNI T WA WD INagInalwLia
AuggLla IR

@Taifuﬁuﬁl,ﬂmmﬂumsﬂ%“uﬂ;aLﬂumwuﬁLLaQJIugﬂﬁ 16



Production Control

il ] ]

Purchasi
M LEEiRCE / \\ Cissheris
Supplier $

Weekly Schedule 77,000 pes./month
2,962 prs./day

Takt time = 8.51 sec./pcs

£

Forming A
¢ 2
Store "&" Fr 1N Store
o)) W O
waitingfor | o+ _ g7as3min | WatinEfor | pc78 min CT = 8558 min Waiting for  { o7 _ 40,0 min waiting far | o7 _ 354 46 min CT = 68.82min
Rolling Forming Polishing Inspection
o= 5  min Co= o min €0= 10 min CO = 0 min CO= 0 min o= 0O min
16 Page _ - 2 Batch - z - - 2 Batch - _ 0.25 Batch - - " -
=113 200g. | Avail. = 420 min — 43560 = Avail. = 420  min Avail. = 420 min =28.6728 Avail. = 420 min =sapng Avail. = 420 min Avail.= 420 min
Uptime = 9928 % Uptime = 100% Uptime = 97 62% i Uptime = 100 % Liptime = 100 % Uptime = 100 %
Production Lead time
1,012.53 215.00 0.00 440.0 254 45 0.00 1,521.55% min

| 572 53 min/Batch | | 185 _78 min/Batch | | 85 .58 min/Batch | | 440.0 min/Batch I | 254 46 m'.nfaat:hl | 6882 min/Batch 2,007.17 min/Batch

Process time

3N 16 uaasRanavlaLazIafiNaaNNFYIaNLEIT T IR MM U Ta L

Ly
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3. M3NATREE AV

NNMIRNIBIBNMIHAARUMATU A HIUUNBNIWENDTII A I Uz T9LY
wuhaunguedymnaniinan niuInmMI waziuimsvinouiliazain Sadamin
Ty fidasuile

1. saunannluidasnszuInm T Nlnaldssn s F9nalvnsinavesanull
gaiawe ke lumInde (Production Lead time) snamwuanslude

2. Swrnntnowbisnganuuiaiman ldun aanflarn inspection  uaz
Packing fis1mwanniinamanniinninysunsnufidhand soualiiianssenssu

3. sw:mamwuﬁwmwmtwdwnszmumatifuﬁauﬁwvl,nadwa‘l,ﬁﬁ@mmgzy
L aNEN AN TVHENE

ﬁaﬁ;ﬁﬁnwﬂﬁﬁﬁayasl,umsﬁ'uﬁﬂmiﬁ'mum%Lmﬁ:ﬁlu Excel lilo3ianz9h

5\1mLmlum:mumiﬁwuﬂzymLﬁaﬁﬁvl,ﬂ;jmiﬁ%'uﬂ;a

wwINansu taifam
@R Ao K @ o A [ ™~ e
lunmsudladgwddnsidoialddiiunisdivdzenszuiunslasiati

a a P Y o o A 65 o

UWHWNTNITUIUMINAG (Flow Process Chart) iel3d@mivdniziduaauiiuiiean
a [ . g Ay . L -d a
LA lunIzuIUMITAUHS (Rolling) WaNTZUIUMITATUIU (Polishing) TIa1NUHLAE
AILLIUNNINEA (Flow Process Chart) @9a137190 12 ¥ilmnsnudnnszuinnmssauns
(Rolling) #is1wauBatch Size vasunindnszurumslnaiinll wastuaananuiann
a = g; ﬁl v : 1 I s tﬂl 1 vV a 1
Anly Bnnamsiefendrofunuiznitinszoauns uidsfidaldifeanugyia
@9U 131397 leLdu  (Kaizen) n3zuanmMINWUTumI LAz @ uABINTUTULHBAS

NITUIUNIINRA (Layout)

4 .m‘sﬂ%’uﬂganszmumwﬁm
WalnRITINNUABEI T o Igaa s kel wusaniduaaiana
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A9 21 LLamﬂ‘%mmmsé’a%aﬁuﬁﬂuﬂ@;uLﬂ%aaﬂi:ﬁuﬁ%‘%ﬁ)gﬂﬂszﬁhﬂ 2014

USanmmsaade T 2014 (Tw)

Laa FueNIn A Fueniu B FuenIn C
.9, 0 0 0
NN, 0 0 0
1.9 75,000 53,000 18,000
b 8. 121,000 20,000 30,000
W.9. 120,000 0 0
0.8 65,000 22,000 23,000
n.a. 0 60,000 25,000
q.9. 15,000 18,196 15,000
n.8. 143,000 60,000 42,000
f.6. 65,000 23,500 0
W.8l. 0 19,000 0
7.9 12,000 4,000 4,000
panfITeTI 616,000 279,696 157,000
Average 77,000 34,962 19,625
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L

NFTLIUNTHANTUAITU A

Tegn SRuey ?‘J‘ﬁgﬂ faduau | Tegus |Qc - Inspec| 1553 524 s
FOLLIATMNTELIUATT (Cycle time : CIT) 97253 18578 8558 44000 254 46 62.82| 2,007.17| wi¥i/Batch
ranfldlunisusuedasdng (Change over time) 3.00 0.00 12.00 0.00 0.00 0.00 15.00 wifl
AfIENRSUNTSHER (Available time - AIT) 42000 42000 42000 42000 42000 42000 42000 WwAAu
srazamnsas sl Ung ©Up time) 9928 100.00 97.62| 100.00 NA NA 99.23 %

PR TETlunsEUIunTg (Lead Time : LT) 101253 21500 0.00| 44000 254 46 000| 192199 Wl
Takt Time 851 8.51 851 251 251 851 851 Sufidu
Takt Time (Batch) : ¢ Batch 151 Uranm 2,211 Su 31356\ 31356| 31356 31356 313.56| 31356 313.56| w1¥iBatch
TIUTUNURITS 200 200 200 2.00 7.00 400 19.00 N

L.
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Flow Process ©  MSSRLEMUNBNARGUAITU & AsruIumsAaunslsnls E
LEruA - waa [Production) a1 (Tud) 58,352.15
Wniaerdnenessums . 113,200 g (16 uei) &N [ 972.54
ey i @ (3w dqanmal

- AUREUITY

" 1 2 3 4 5 [ 7 8 9 10 11 12 13 14 15 Average (| (|2

1 [weSemmei | ouis P 2.004.5 | 20100 | 1.9900 | 19804 | 20120 19380 | 20034 | 20001 | 20117 | 20101 | 19852 | 2003.0 | 19823 | 19982 | 20115 2,000.59

2 [viuoulilieSadsa 18.0 17.0 19.0 17.0 150 200 18.0 17.0 190 180 180 | 170 19.0 18.0 17.0 18.00 ]

3 |set up Program 0.0 60.0 60.0 60.0 600 | 600 | 600 | 600 | 600 | 600 | 600 | &0.0 0.0 80.0 §0.0 soo0| &

4 [FmeSavii (167 24200 | 23660 | 23680 | 24200 23680 23600 23600 | 23600 23600 | 236120 23660 | 22280 23680 | 22260 | 22250 2.301.37

5 |uepou (8P jeszee) 2.3 23 23 23 .3 2.3 2.3 2.3 23 23 23 23 23 23 23 2.25

& [wurullwnauesed 1 17.0 18.0 18.0 18.0 170 | 210 17.0 1.0 17.0 150 190 | 180 150 18.0 18.0 15.00 3

7 |vhunduldieoussns i 2 5.0 6.0 220 230 230 210 220 3.0 3.0 30 250 220 210 23.0 23.0 23.00 3

sz [viuulleaussedd 2 3.0 220 18.0 220 230 210 200 190 210 200 210 10 220 180 220 087 .

3 [aveueszani 1(8 P faszrd) 36000 | 3.600.0 | 3.6000 | 3.600.0( 3.500.0 36000 3.6000 | 3.600.0| 36000 | 36000 36000 | 36000 3.6000 | 36000 | 36000 3,600.00 L

10 [seau waamszas i 2 3.600.0 | 3.6000 | 3.600.0 | 3.500,0) 36000 3.6000| 3.600.0 | 3.6000 | 3.600.0 | 36000 | 36000 | 36000 3,600.0 | 3.600.0 | 36000 3,600.00

11 [ausmeszrd 2 (8 P faszed) 36000 | 36000 | 3.6000 | 36000 | 3.6000 | 36000 | 3.6000 | 36000 | 3.6000 | 36000 | 36000 | 36000 | 36000 | 36000 | 36000 350000 o |

12 [dwenmasay 10063 | 10202 | 10052 | 10020 15000 18070 16000 | 1.006.0 | 10040 | 10050 16860 | 19056 | 19020 19031 | 10043 1e03a1| |

13 [efeATaedaly vauaszns 2 6000 | 6000 | s00.0 | so0o | 6000 | so00 | so0o | 6000 | G000 | s000 | G000 | G000 | sooo | soon | soon 00.00 =

14 |set up Program §0.0 0.0 0.0 §0.0 §0.0 | soo | eo0 §0.0 00 | 600 | 600 | &0.0 50.0 0.0 50.0 soon| ¢

15 [SARSenz (16F.) 12000 (12040 (12040 (12040 12000 [12040 [1.2940 (12040 12000 (12040 (12000 (12040 12000 [12040 (12080 1,204.00

16 [vurulileausssad a1 (8 ususau) a0 a0 80 70 90 7.0 90 50 50 LT 70 7.0 7.0 5D B0 500 y

17 [vFunduTldewunznsin 2 7.0 7.0 E0 7.0 6.0 6.0 5.0 6.0 1.0 6.0 40 60 6.0 6.0 6.0 6.00

13 [wurwhlenavazns 2 20 2.0 20 20 10.0 7.0 5.0 5.0 5.0 £.0 7.0 60 £0 a0 50 £.00

15 |aucrueszadi 1(8 P faszed) 36000 | 3.600.0 | 3.5000 | 3,6000 | 56000 | 36000 36000 | 56000 | 36000 | 56000 | 3.6000 | 36000 | 36000 | 3,600.0 | 36000 360000 €

20 |se@u waeasznsm 2 36000 | 3.6000 | 3.6000 | 36000 3.6000 | 36000 3.6000 | 36000 36000 36000 36000 | 36000 36000 | 36000 | 36000 3,600.00

21 [aunusszedil 2(8 P /esied) 3.600.0 | 3.600.0 | 3.600.0 | 3,600.0 | 3,600.0 [ 3,600.0 | 3.600.0 | 3.600.0 | 3,600.0 | 3,600.0 | 3,600.0 | 3,600.0 | 3,600.0 | 3,600.0 [ 3,600.0 seo00e| ¢

22 |dwanmdaay 21350 | 21200 | 21100 22200 21700 22200 21430 | 21800 | 21180 21900/ 22000 | 21360 21300 21600 | 21400 2007 &

23 |sefeuASzedialy vasessnd iRz 600.0 | 000 | 6000 | so000 | SO0 | G000 | SDOLO | 6000 | 6000 | G000 | G000 | G000 | 6000 | 6000 | 000 £00.00

24 |set up Program 0.0 60.0 60.0 60.0 0.0 | 600 50.0 60.0 60.0 60.0 60.0 60.0 0.0 0.0 0.0 sooo| e

25 [SmeSan3 [16F.) 22540 | 22540 | 22540 22520 2.2500( 22580 2.2500 | 22540 22540 | 22540 22500 | 22520 22520 | 22540 | 22540 225400 &

26 |sesmuAGasdn 1l 10.800.0| 10,8000 10.800.0{ 10,500.0{ 10,800.0{ 10,800 0] 10.800.0{ 10.500.0| 10,300.0| 10.500.0] 10.800.0| 10 500.0{ 10,8000] 10.500.0{ 10.8000] 1050000

27 [Smedania (16P) 12,082.5 |12/082.5 [12,082.5| 12/082.5| 12,082 5| 12,082.5) 12.082.5 | 12.082.5| 12.082.5( 12,082.5| 12,082 5[ 12.082.5| 12,082 5|12 082.5| 12,0825 1208253

28 [wunwlileEaeda 280 50.0 50.0 45,0 450 480 47.0 48.0 480 460 450 480 450 480 8.0 a8.07 [

23 |éimuwsn 3544 | 3544 | 3544 | 3584 | 3524 | 3524 | 3524 | 3544 | 3524 | 3544 | 3544 | 3544 | 3544 [ 3524 | 3sas 354.40

a5l e ™ il N il 5835215/ 16 B | O | S

Zl
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ESIES
Flow Process . ASsAUEUNaNARSud sy A Anyaneal
WHUA tii [Production) AwUlGEnT :‘; 16
AvAaEui o 8
AssruAsRauATRlTIls E ARSI [ 0
AsrruAsMa sl ulge |:| AvEaARan o 5
ARSI NV 0
dmiinenadashasuvns: 113,300 g (16 ueu) STEEIV (MRS 88.00
L3E0 (Tur) 58,352,127
ERT & Ju | steova an Aspaneal
# e il s wm | [ [T N
1 [veSouusuf 9 vui1sP) 1 2,000.64 ]
2 [uenwliheSasda 1 16.00 12.00 |-
3 |setup Program 1 50,00 .
4 [ZamSomi1 (16P.) 1 235120 | #
5 |uandTe (8P feszad) 1 295 .|
6 |imawhilenauszasi 1 1 16.00 18.00 “n
7 [undulthaamazas i 2 16.00 22.00 L ]
g2 [unowldenauszasi 2 1 16.00 21.00 -
9 |avrueszasii 1 (2P /asmas) 1 3,600.00
10 |szauvsEsastasi 2 1 3,600.00 e
11 [awrusszasin 2 (B8P asznd) 1 3,600.00 | o
12 [dweeumaaay 1 190310 | &
13 [seSeAsaoatial uaeeszas i 2 1 &00.00 =
14 [setup Program 1 6000 il "
15 [smmsenz (16 P.) 1 1,79400 | *.
16 |uiulthenauss=ns 9 1 (8 uehysau) 1 400 £.00 "y
17 [EunauTilEnauezasin 2 400 6.00 ’
12 [umawldenauszasi 2 1 4.00 2.00 3
13 |aunusszas i 1 (8P, /as=mi) 1 360000 | ol
20 [sEEUvuEasTASIN 2 1 3,600.00 o
21 |awnuss=as N 2 (8P fastnd 1 360000 | o
27 [deevumaau 1 219000 | &
23 |sofmuAsaaia bl amonssndin 2 1 600.00 =
24 |setup Program 1 50.00 1T
25 [smmsen3 (16 F.) 1 225400 | &
25 |smsmuAsadnm Ll 1 10,500.00 =
27 |smAsand (15P) 1 1208253 | e[
28 |unlihASasdn 1 12.00 48.00 "=
29 |émusiu 1 354.40
al 8800 |5835212 (16| 8| @ | 5| D
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agilea
Flow Process ©  ArsSimdua i Sus A Anyaneral
WEIUA u@a [Production) rElfians ) 4
AswAE U o= 0
Assunsraumslnlse [ ] R P EER [ 0
T TR E AR ST |:| AEsaRDY O 0o
msLALShEN LY; i
STHTVR [as) 0.00
&t (i) 26,400.00
ihf“ Eici Anou | sz | wan | deyanmal
& Fu wias wm (O[T N
1 |@awerustep il 1 810000 [ w
?  |AaweTustep iz 1 5,400.00 |
3 |AauweTuStep 3 1 5,100.00 | ®
2 |dathuau 1 1,300.00 | &
gl 000 |(2s40000| 4 |0 | o oo
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HDLURA

ASZLIUATTHAS %uﬁh‘iu A

i Sauen w‘fugﬂ Andeem | Baduae |QC - Inspec U553 T34 g
TALIATIUASELIUNTS (Cycle time : Cm) 25143 18578 8558| 285.00 259.59 96.64| 1,164.02| w1¥i/Batch
mmnildlunisUsuinasdng (Change over time) 6.00 0.00 10.00 0.00 0.00 0.00 16.00] wn
ATTSEReUnISHER (Available time - AIT) 42000 42000 42000/ 42000 42000 42000 42000 WAL
szuzAASasdnsineuldUn g (eeUp time) 9357| 100.00 a2.21|  100.00 MA NA 9935 %
A lunszuIuns (Lead Time © LT) 291.43 0.00 0.00| 28500 259.59 000 83602 wifl
Takt Time 851 8.51 8.51 851 8.51 851 8.51| Suniidu
Takt Time (Batch) ; 1 Bsten 61w azaned 2,241 #u 31356 31356 31358 31356 31356| 31356 313.56( w1¥i/Batch
TIUIUNUNITY 200 1.00 1.00 200 400 200 1200 au

9.
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Flow Process :  mMSSeWEUURAHAREUAISU A R TR AT R ey U ey el o El
LLERUA - wi@s [Production) Lan (Fuw) 15,086.06
dninonadimenessuoums: 35,304 2 (4 weiy) wa funii) 251.43
dnéu A waa [Fund) Anyanmai
il bz 1 2 3 4 L3 & 7 8 3 10 11 12 13 14 15 Average (O |2 |2
1 |weGeuusu| o4 p) 1.269.2 | 1.275.0 | 1.2722 | 12753 | 1.277.9 | 1.275.4 | 1.2740 | 12741 | 12761 | 12971 | 12722 | 12753 | 1.277.9 | 1.275.4 | 12740 1.274.74| |
2 [uuewhihezass 150 15.0 120 15.0 120 110 13.0 100 50 120 1o | 110 13.0 EX) 10.0 12.00 |-
3 |set up Program 0.0 600 | 600 | 600 | s0o0 | 600 | 600 | 00 | 600 | 600 | 600 | s0O | &00 60.0 0.0 60.00 (
4 [Fmeduiil (4P) s020 | so0.0 | 5200 | sooo | ssoo | sezo | seoo | sszo | seoo | scoo | ssoo | se2o | seoo | ssro | ssoo s00.60| ]
5 [wuowhlinay 10.0 2.0 2.0 110 120 10.0 10.0 10.0 80 10.1 50 110 | 1200 | 110 10.2 10.02 B
& |awau (4P faszeE) 1,500.0 | 1,500.0 | 2,500.0 | 15000 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,5000 | 1,500.0 | 15000 | 1,500.0 1,500.00
7 [aveocumdaay 12102 | 12050 | 12022 [ 12053 | 12070 12054 | 12140 | 12051 | 12062 | 12171 | 12972 | 12073 | 12170 | 12054 | 12047 1,200.59
2 [setupProgram 0.0 600 | 600 | 600 | &00 | 600 50.0 60.0 50.0 00 | 600 | soo0 | &0 | soo | &o0 60.00
2 [FmeSeiiz(ar) s03.0 | s03.0 | s030 | so3n | s030 | so3o | so3o | so30 | so3o | so30 | eoso | soso | eoso | eoso | eo30 s03.00| & |
10 [Wurwlhaay 50 5.0 6.1 5.0 7.0 8.0 .0 5.2 5.0 a1 4.0 12 40 5.0 5.0 5.11 B
11 |aueu (4P faszed) 1,500.0 | 15000 | 1,500.0 | 15000 [ 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 1,500.0 | 15000 | 1,500.0 1,500.00
12 |@wammasau 15120 | 15100 | 25110 | 15090 | 15140 15000 15090 | 1.500.0 | 1,507.0 | 15000 | 15120 15150 [ 15080 | 15020 | 15000 150800 &
13 |set up Program 80.0 0.0 60.0 600 | 600 | 600 | &0 | 600 | 600 | 600 | 600 | 600 0.0 600 | 00 £0.00
14 [Saesaiz (4P 1.007.0| 1,007.0| 10070 1007.0| Lo070| 10070 10070 10070 10070/ 10070 10070 10070 10070 Loo7eo| 10070 1.007.00| ®
15 [FmeEai4(4P) 5.4000| 54000| s54000| 54000 s4000| s4000| 54000 54000 sao0o0| saoo0| sevow| sso0n0| sz2000] S2000| 52000 5,400.00
16 [Wunwlasada 170 110 130 160 140 130 150 150 180 170 16.0 180 w0 18.0 16.00
17 |émusiu 2803 | 2011 2006 | 2482 | 2566 | 2912 | 2416 | 2626 | 2038 | 2976 | 2006 | 2482 | 2085 | 2514 26060 o
a1l . | F T oy D N ssoms0s| 13| 2| 0| 0

L.
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Flow Process :  ANSSAWHUWRHAREUAISU A Andnmal
WHUA tae [Production) AsUfidnT 2 13
AR U o a
pszuTuAsAauAEELge |:| AERsTIAARL | 0
psTuTuAsuaa Al ulge E AssERRY [ 0
AshuSAm LY [i
dwiinonadiawhassuaunts: 25,304 g (4 wei) SZEEV (Leas) 32.00
2 () 15, 086.08
deu = duau | szozve vEn Aqganmal
# T Al s o |[O [ [TEN
1 |veSouueiu(avudr.) 1 127474 | =
2 [iuewliheizsa 7 2.00 12.00 -
3 |setupProgram 1 £0.00 ’/
4 [ZamSoml (4P 1 53060 | *.
t  [uiewTdhenay 1 B.00 10.02
6 [aweru (4P feszad) 1 150000 | &7
7 |Emeemumaau 1 1,71000 | ®
8 |setupProgram 1 £0.00 [ ]
9 [Eamiafizjar) 1 c0200 | o
10 [eelihenay 1 4.00 5.10 B
11 [awu (4P fmszas) 1 150000 | #
12 [@waunaay 1 1508.02 | 4
13 |s=tup Program 1 60.00 L
14 [Fardefiiar) 1 1,007.00 | o
15 [ZarSefialar) 1 540000 | &
16 |viuewlheSaada 1 12.00 16.00 .
17 |&musiu 1 269.60
agy 32.00 1508608 [ 13 | 4 Q o 0
A ) & A wa v a & @ )
13NN 29 Ta%lﬂ“ll%(ﬂ aumsﬂgumm’mm%mm ’ﬁa\‘iﬂ’]iﬂi‘u‘ﬂ?‘l
agilua
Flow Process :  ArsSmsuaTy Sudu A Fnyanmal
LU - waa [Production) sufudns ¢ 3
AEUAREUEE C, 0
rssuasraumsilulss [ AEREIIAEL ] [
AssUTuAEwaIn TSI E frssaRan ™ 0
AsuSAE LV i
szEzw (as) 0.00
Va1 ) 17,100.00
ERr 2 dau | szozvm LIan Angan=l
l -l Al LB L el =2
1 [|@A@wustep M1 1 720000 [ »
2 |anueTuStep 12 1 3,00000 |
3 |aatueu 1 50000 | &
asl 000 |1710000( 3 (0| 0| 0| O
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Forming Cutting Polizhing QC : Inspec Packing

T

----- Takt Time

Takt time =313.56 w17l

Rolling Forming Cutting

il

Polishing OC : Inspec Packing

ﬁaumiﬂ%’uﬂ;a

vsé’amsﬂ%’uﬂga

gﬂﬁ 21 MIUIUMNBUTAUIAMSHAANUTakt time N8 kAT KA URRETIES)
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	004 บทคัดย่อภาษาไทย
	005 บทคัดย่อภาษาอังกฤษ
	006 กิตติกรรมประกาศ
	007 สารบัญ, สารบัญตาราง, สารบัญรูป
	008 บทที่  1
	008 บทที่  2
	008 บทที่  3
	008 บทที่  4
	009 บรรณานุกรม
	010 ภาคผนวก
	011 ประวัติผู้เขียนสารนิพนธ์

