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PAKAPON THAVONG : APPLY 6 SINGMA TO REDUCE VARIANCE IN REAR
LAMP PRODUCTION LINE : A CASE STUDY OF WELDING ASSEMBLY LINE
B299 MODEL. ADVISOR : ASSOC. PROF. DR. PICHIT SUKCHAREONPONG,
63 PP.

This research was applying Six Sigma tools to improve variation in production
process. In case study: The vibration welding process for real lamp (Model B299). The
case will focus on process improvement and apply Six Sigma tools to reduce variability
in the production process and to reduce Tolerance from 0 + 1.5 mm is 0 £ 1.0 mm by
steps taken by the conclusions.

1. Define phase: To be specified mention to improve. So, There found quality
about dimension of rear lamp has more variation and effect to dimension out of spec
when assembly on the vehicle. So, need to reduce variably and revise tolerance from
0£1.5 mm to 0£1.0 mm.

2. Measure phase: Prepared ppk data for current process that found all point
of ppk data is less than 1.33. It's mean current process has more variation and should
be improve variation before revise tolerance.

3. Analysis phase: Implemented analysis the rear root cause by define the
potential cause and analysis via cause and effect diagram. That found 3 factor is
concern is 1. Operator has not able to set up lens position on the vibration jig because
it's always sucking, 2. No stopper to control lens on position on the vibration welding jig
and 3. Base of jig not balance.

4. Improvement phase: Implemented modified working sequence by add foot
switch and add stopper in vibration welding jig then improve base of jig to be balance.

5. Control phase: Revised tolerance of inspection check sheet from 0£1.5 mm
to 0£1.0 mm.

As the result that showing the ppk data improved from all of point is less than
1.33 (0% ppk more than 1.33) to all of point is more than 1.33 (100% ppk more than
1.33)

Graduate School Student’s Signature.................ooiiienn.
Field of Study Industrial Management Advisor’'s Signature................coooiiel.

Academic Year 2017
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- Cpk/Ppk > 1.33 ﬂizmumsﬁ%mmmmma%ﬂumwﬁﬁa

- Cpk/Ppk > 2 ALNIWI6L World Class Quality %38 Six Sigma Quality

uaﬂmnf:mfﬂéi”'amwumwi’adms:mumimsﬁ%@mwmmmﬁ'ga L% Cpk
A3NAININNTIN 1.67 Wz Ppk A23dNNNIN 1.33

M3fwIne Cpk Wae Ppk tdayauuuiiluuuy Subgroup Asaziiudayadoya
augamfitnwa by asha"l,sﬁ@nummﬁuiagalué’nwmzﬁuq LT

- Lﬁuﬁagaaﬂ'wa@imﬁm Tunsdiitenald subgroup = 1 udegnalsfiany nsld
Subgroup =1 azl@l@e il Sanuranatnlumsyszfwnszuinms shewI Uy Within
Variation 1195307991880l Subgroup Lﬂ%?‘i’l?}luﬁ] VNN AITIZABININTIN 1T
anaue Ansazdeldnnszuiwmslidmswasuudasdurinlng dld subgroup 1iln
°Ii’J<1L’Jm‘fEu L7% Subgroup = 100 fagla Cpk ‘%GLLamﬁ\‘l Variation mao%mmﬁa%i?mq
Audatfiasni 100 &2 f1 Cpk 7ildanmsdwmainairiaslidssloml snnia san
1 Ppk fuﬁﬂﬁﬁagmu@aﬂwﬂm 2zl Subgroup t¥inlaf laAnaanuniannn

- Wiudayarii Trial Runs seviwainaziivdoyansnannduituwiuian g i
32 ¢ 1duan ‘Luﬂ‘sﬂé’aﬂ&h’;%mmmﬁ]gﬂwfﬁ@]ama@iaLﬁaaa@ls] % 32 @2 1313989
Wdanle 2 n9fia 2217 Subgroup =1 w3 32 Aldatdlsiay Cpk ARauand1Inuiing
wazluouedl Ppk azddmieurn é1 Cpk #ildan Subgroup =1 asfiailluzadug fe
MINAAADY 1 62 889 lsAaNNIIAAN Subgroup = 32 AldRa Msduwimazdiadu
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TIAT G ABLIANVBINITHAANS 32 @3 MIAWITAINAi1Ae Cpk  uaz Ppk
LN
- Short Trim %38 Long Trim aulwgjaziiannuduan Sadniiudaya tharh

Trial Runs L&20161%20% Process Capability I@Ul"ﬁgmmiﬁﬂmm Standard Deviation

k4
=

(S) 9%t

.—%)2 2_ )2
S 4 X (xi—x) , le Qx)i/n- (2.3)
N-1 N-1

Where :
x; is the i" Observation
; is Mean of the Observation

N is the Number of Nonmissing Observation

A [ v ¢ a a &
NV - I NINYLRA. (2550°U) NIIAINCKRYAAITINRINIIDNVINITUIUNIT

@auil 2. 213813 Quality Production 4%1AINENABINBAYEIRFRUNI. Wi 23.

Az AnlaIgaInId I dnIniuAL Overall Standard Deviation (S) Al
M3RWIAN Pk 6955t anatilafiain Ppk Lilw Short Term Process Capability Lazenaas
whlafialudnin Cpk 1% Long Term Process Capability

édﬁgﬂﬁadﬁa Ppk 1w Long Term Process Capability 831 Cpk 11 Short Term
Process Capability (%Gi]’ﬂvl,ﬁﬁ]’m Long Term Data) uaﬂﬁ]’m‘f: iagaﬁ"léfmﬂ Trial Runs
GonanswdlnnsAnuLY Short Term (8nyi% Trial Runs léanannisnaailnnaiws
@1 Process Capability ﬁvl,@ﬁ\‘il,ﬂu Short Term Capability

agh9lsfimnn masendfildorafianususwsnies vrevihuenaiondanina
mmimjaam:mumimnﬁagaﬁ'L’%ﬂmfﬁ Ppk (1Wizgaainilan Ppk uaz MINITAB 7
ugasnaLudn Ppk) LAUISIIWSENIN Cpk (W3ztinitdu Short Term Capability) @9
=138 Cpk 138 Ppk nla wadaditnlain 1w Short Term Capability

yvadsnnIanaltiihnune 1u Cpk > 1.67 (Short Term) L8z Ppk > 1.33 (Long
Term) Gananefis famsdszannldfonaia Fefiezldluszazens da didaanusiansn
2BINTTUIKNNTVDI Trial Runs (@1aLAUTaya 32 ) axnaneiiu CPK > 1.67 uaziila
mzmumsgmumumnﬁafﬁ'ﬂ@ms] luszozeiazvinldan Ppk (Ppk @aettasnin Cpk

D))
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- MINITAUAILUL Non-Normal Data ﬁagamsm:mmé’muﬂsjﬂﬂa FUYA
Specification 789n3zLIUN1IAD 100-300 T Toymifiauunfa wdiezidayastinels
19wl Ppk was Cpk iRaudnd wiaundvinuanavzuasavise Transformation
(11% Box-Cox W&z Johnson Transformation) %28 81992 Fit ”a;&aﬁ'u Weibull Distribution
] . aa & o v | o | AadeA o Aw A [ o Y
TIudazIduhuazyinli ladn Cpk wae Ppk @190t uasudazdinidaddaiiodeny il
vavmAaaNNEUaw Lidas

~

AN 2 é’aaﬂwa%gawm:maéﬁLmuvl,;\iﬂﬂa

AauTaya Taya aauTaya Hoya aaudaya Hoya
1 142 9 183 17 154
2 170 10 151 18 185
3 197 11 177 19 230
4 130 12 160 20 171
5 299 13 150 21 165
6 236 14 130 22 155
7 237 15 135 23 180
8 118 16 130 24 270

A o v ¢ a a &
NV : IR NINHLRA. (2550°l|) NIIVLAINCKRYAAITNRINIINVINITUIUNIT

@auil 2. 213813 Quality Production 4¥1INENABINBAYAIRFRWNI. Wi 24,

dwam Cpk uaz Ppk wuvin@lasldaulaindayaiuuuy Non-Normal 13
S UUTINE walTaLFuAa Within way Over Performance @dtfluwnsuszanadinin
YaIRUNAALN 1 L1 Lﬁaomﬂmsﬁﬂmmagmﬂﬁ ﬁagaﬁm:mﬂﬁmuu Normal #anand
U3z A RAN AN URINITAVOINTZUINAIT LasdatanNuaNIIn lNITRIVINRAN I LT
l@@1u Specification azfaudnIsinnINANNTUIT \asndeyaainann uididayaes
Aaud19u1N19611 Low Specification Taiduldlanaziilaniaan Spec. @1%and wanIn

A A Lo a o . i A o v A o

YINANNENN1ITALALNBIN Variation LABUNY Specification T8 la31 laaNNazTaRANN

ﬁﬁwﬁiﬂﬂadﬂizﬂﬁuﬂﬂiqﬁawaauﬂﬁi
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Process Capability : Normal

F ad
% .\

5L

y

T T T T T
100 150 200 250 300

Obseryed P Exp. Within,
PEM < 5L 0.00 PRM = LSL 2200661
PPM = USL 0000 PPM > USL 237 64
PPM Total 000 FEM Total 2224425

Exp. Oversl

PPM < LSL  53990.93
PPM > USL 264529
FPM Total 5663612

gﬂ‘ﬁ' 10 MIAIUWITHAT Cpk Laz Ppk LuUUNG

NN : 338 NIWALRS. (2550%). NITIATIZALAAINUEINITOVBINITLIRANT

Aaufl 2. 213813 Quality Production 4%1AINENABINBAYSAIBF RN, Wik 25.

fuIth Cpk  Waz Ppk la® Fit ia;&aﬁ'ﬂ Weibull Distribution N1IANWIHIL
ANY 9 NUMIAWIBMDLLNG daaua@zgiuuuy Weibull Distribution U#IN19AINET1
s Fit ﬁuﬁagaﬁv}mﬂmm Lﬁaammﬂugmawﬁamaa Weibull Distribution n13@1%I04
@1 Within Waz Overall Performance %zﬁ%uﬁ”ﬁa;&aﬁmim:ﬁnU@f’JLLU‘]J Weibull 2349

2819 13 AeNY MIEWIMLULA: SR aLARN Ppk 1Nt

Process Capability : Weibull
Calculations Based on Weibull Distribution Model
LSL uUsL
Process Data | | Cverall Capabilty
st 100 | 7 | pp 072
Terget - pPL 053
Ust 300 | | PPU 091
Sample Mean 173,125 | | Pok 053
Som g | | E3p. Overall Performance
z,";“'je i;‘z;i | | PPM < LSL B1277.87
e : | L~ | PPM > USL 341160
Observed Performance 7 d PPM Total  84689.47
PPM < LSL 0.00 | r A |
PEM > USL 0.00 | # \ |
PPM Totml _ 0.00 | \ |
4 \
|| \ |
| £ \ |
7
A |
21 \ |
s |
4 | N
e |
; . ; . =
100 150 200 250 300

U7 11 Maduame Cpk waz Ppk lanldawa@ziu Weibull Distribution

N1 : 338 NINGLRS. (2550%). NIIAATITALAANUEINITOVBINIZLIRANT

Aaufl 2. 219813 Quality Production 4%1AINYIABINBAYAIbFHWNI. Wil 25.
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fuios Cpk waz Ppk l@unn3¥in Box-Cox Transformation nnsénuisslasilag

v

A1 (Transform) waya (Y) Thilw v'= v* (é’aamomi’mﬁ 3) ldsunsunmsada wiw
MINITAB 22fnuIawmdn A °7imm:aws’fﬁ%ﬁﬂﬁﬁaga%é’ammﬂmmﬁmmlﬂﬁlﬁ BINUNT
m:ﬁrméf'sl,l,uuﬂﬂau’mﬁq@ %é’amnfmzﬁﬁmﬁgﬂLLﬂJaawﬁ”auﬁz\a LsL uwaz UsL lu
fwrmsnen Cpk  uas Ppk  do'ld nsdwimuuuitideld3eusnednedie smansn
fwaeleng Cpk Uas Ppk LASREHEUANNEINITAVBINTZLINNNT UM SYHAA S AT Lo
laaudarnua

fraganTsEwImMaIne 3 azlden Cpk WAz Ppk ﬁganiwmsﬁwmmuuuﬁu
AMTF I UL D FE oA NEI NN 5a0snT=UIwn s wldanudaiinuauiniy
WONINMIANWITE Within ez Overall Performance fia=Hananua3sanniu agnslsfiany
msﬁflmmé’nmmzftﬁﬂﬁﬁammsﬁmnlumsa’mﬁwu,a:m'sﬁmm uanmnftmﬁ"l,ﬁagj

lusnafignudlasen yamnsnlidienadnylunsguaniiensd ansduauldie

@1379% 3 enmatfenulasdn A drdnag

Lambda (}\,) Value Transformation
A=2 Y=Y
A=05 Y = Y
A=0 Y=y
A=-05 Y =1(/Y)
A=- Y =y

NN 338 NIWALRS. (2550%). NIIAATIZALAANUEINITOVBINILLIRNT

@aufl 2. 217813 Quality Production A%1ANYABINBAYEIBF RN Wik 25.
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Process Capability : Box-Cox Transformation
Using Box-Cox Transformation With Lambda = -1

usL* LsL*
Process Data transformed data —— Within
LsL }OD | | |= = Overall
Target
uUsL 300 | I Potential (Within) C apability
sample Mean  173.125 | 27N | Cp
Sample N 24 | ,* LY | CPL 1.12
StDev(Within)  36.309 | M | CPU 0.80
StDev(Overall) 454947 Cpk 0.20 _
After Transformation I | 0Ovenall Capability
LsL* 0.01 I \ I Pp 0.84
Target* * | | PPL 0.98
usL* 0.00333333 | PPU 0.69
Sample Mean*  0.00609834 Y D\ Pek .69
StDev (Within)* 0.00115671 / N | Cpm
StDev(Overall)* 0.00132856 7 — |
2/ |
4 X

T T T T T T T T
0.0036 0.0048 0.0060 0.0072 0.0084 0.0096

Observed Performance (| Exp. Within Performance | | Exp. O verall Performance

PPM < LSL 0.00 PPM > ISL* 371.69 PPM > ISL* 165831
PPM > USL 0.00 PPM < USL* 8414.83 PPM < USL* 18707.33
PPM Total 0.00 PPM Total  8786.51 PPM Total  20365.65

Ellﬁ 12 MIAWIAT Cpk waz Ppk laald Box-Cox Transformation

AN 338 NINGLRS. (2550%). NITIALATIZALANNUEINITAVBINITLIRANT

@auil 2. 213813 Quality Production 4%1INENAINBAYSIBEHUNI. Wil 26.

@MUk Cpk Laz Ppk laan3vin Johnson Transformation U19A391A bamSdwImh

Process Capability : Johnson Tranformation
\ Johnson Transformation with SU Distribution Type
-2.696 +1.492 * Asinh( ( X - 111.823 ) / 15.045)

o
LiE usL*
Process Data transformed data Overall Capability
LsL 100 PP 0.94
Target . I I PPL 125
usL 300 | | PPU  0.63
Sample Mean  173.125 | | Ppk 0.63
gggﬂge ¥ ‘Zlg 4947 | | Exp. Overall Performance
Shapel 360637 | - | PPM < ISL  86.42
Sh p,ez e o PPM > USL 28511.57
pre : | 2 N | PPM Total 28597.99
Location 111.823 | 7 \ |
Saal 15.0455
e - y A Y Observed Performance
After Transformation | . | PEM < LSL 0.00
LsL* 377257 | || 7 | PPM > USL 0.00
Target” ' | ! \ | PPM Total 0.00
usL* 2.10792 7 AY |
Sample Mean* 0.130251 I { X
StDev* 1.03917 | ’ \
| i \
I ] N
I s «.\
LA B T B S
3 = -1 0 1 2

3U7 13 maduame Cpk waz Ppk lanld Johnson Transformation

A o o ¢ A a &
NV ;AR NIWHLRT. (2550°]J) NIIVAINCKRYAAITNNRINIIDNVINITUIUNIT

Aauil 2. 213813 Quality Production 4%1AINENABINBAYA B HUNI. Wi 26.
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° = g aAn o & A . o o A =
MIdwIsk Cpk Uaz Ppk Jagwa183d asuuuuwinieh Fit nudayaunigads
& | A o . o ) 1 . . = @ °
muagﬂumiﬂizmﬂ@mﬂ Histogram NUL&W Distribution 3w aztAwlain mMIdiulns
U ad a U v a {4:{':!3 =1 o v Aa % [ a 6
A8 TNLAE LTI RNNTIATIERNATWIULNINTT Leiri ol AaANUTUTawluNITILATIH
wazfnnuiienanidsslywiainard nsdiwam Cpk  uaz Ppk  uuuin@laslidas
Transformation azvl,sﬁ'a'ﬁu L%@!Naﬁﬂﬂizmiﬁﬁa ?Ta;gama?qj@ 32¥17N13 Transformation
athilsfianufildanansn Fit Auauy@gIusadn1sri Transformation |t
aﬁ;ﬂLmeamﬁme:ﬁﬁagaLLmJ Non-Normal ﬁmﬁ]zd'mﬁq@ﬁa
- A1AMz9im Cpk uaz Ppk nilaudayauuuing
- tnsnenadluiuy liUn@lweszriindndl Within - 1Laz Overall Performance
Aleazimanalule
- 1389813150 1TF1 Observed Performance hwn3usztiinnszuinnisle lag
Law]zasiwﬁaﬁﬁagaﬁmnwa
A o Al . o A = @ =i A
- MINAANUILIDY Transformation l#l8anuwInNIen Fit AU Graph NFALND

B "y
1J5210%@N within L&z Overall Performance NA7%

LONANTUAZHAIHIVBTILN LI DS

INMINUMBUNeNULazwITelneda wuin Smsviiasefnaatuniian
nmﬁnLLa:mm:MNwﬁmiaﬂlﬁﬂﬂﬁﬂmmﬁ@LLuuﬁuluqmaW%nssuﬂWSN'ﬁmazi'm
WINSHANE I@ﬂumu’iﬁ'ﬂﬁﬁ;ﬁﬁ'ﬂﬁﬁﬂmLLa:wumumuﬁﬁ'ﬂluaa@ﬁmum lasane
miﬁﬁl,ﬂ‘%'aaﬁau’ﬂfﬁa@nmﬁnLLazﬁ‘hmumus:MNwam‘ﬁzﬂuq@lm%msumma@LLa:
qm’mﬂﬁuﬁw) Sefinoanduasasieluil

1. MIsaswmunaasmrnunwsaslasldinafia Snd anan es9uIsuvas
(RN ITIMONA. 2547) lAANHINIZLIUNIUNIIIITNLUBUILRIE U TG AT Hoi
Flex Suspension Assembly (FSA) a5 WU IS uasnaaf s i iudwanann 39l
NI ansmuzadis laslfinaiia $nd ndn wazandandaunwsadlunszuIums
LLa:LﬁaaﬂﬁunuluﬂniﬂiZﬂauLmafswiﬁuqui’fuﬁ'aé’maﬁ@aaﬁ BAINNNNTANT
WU faudsiionafinanszny fe Aan1enslieadunssas nsaannulne snewmenns
DA9020IULNIII9T TWIATBINMTALAAND IAIAEWANNT WUAUKIIGITTA T2BLIAWN
wazszozldma Wutladonanfivhldifanisunwsas asanniates wazldnnusunus
PBINILA I DI UHIIIIIHLOIFNT I Lﬁalﬂumimuqmm:ﬂ%'uﬂ;a BININ
Uil 3munsnanandaunwiadnniasas 2.83 WRaYaLaz 0.66 AR be308aT 70
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2. milfinafianmsansimaedenlninazingt  aInmMIENBIIUITIWL
msfnsmItedenlninsziian (Motion and Time Study) ntoUTudyauazaaialy
mareuliidiaaadldasnfdssiniam  avaneudsues  (SnInneal Susan.
2552) vLéTﬁﬁ'%’ﬂﬂ%'uﬂgoﬂs:%w%nwwiuﬁamuw'ﬁmL?‘?mi”]z%%%gﬂ %alﬁmﬁzﬁmmm@!
vasdgy i laslFunudanaainquazka udainaiamIineEnsafawlniuazIaI NN
LLrTﬁfymﬁLﬁ(ﬂ%‘uf[@ﬁmsﬁﬂmm:mumswﬁ@ﬁammuﬁams"l,mLLazLquQﬁﬂszmums
WAa  udvimsasuudastuaannnsinnunansgslsranmsainaniiiass nuuy
FMIrinupeInines KamIdTudTinudl ManInaezaza lunIzuIRnINEAN
30.24 w1l 1w 25.53 wf Aeullu 15.57% LLa:aﬂiy’umaumswfﬁ@I@ﬂmsaammuqﬂmzﬁ
FrpvnlFTnaanlunIzUINNSHEARARIIN116 Tuaew 1K 97 Tuaaw Aaillu 16.37%
losdszuzAunuannania 10 Tu uaz (wgannsot Aakuniagn. 2549) ldldinada
mydnsnsadonlninaze Iuﬂﬁsﬂ%'uﬂ‘gaﬂsxﬁﬂ%mwmaﬁ:uuq@muawﬁ' WAl aauailang
lagmadianzinszuiunsndadioununiinszuiuns e nziussdiudsinszu
MIN9% N5ANEET lavinnmsiimafiamsiunalasassunlslunsidSoufsuna
dauuazrasnisludpnutimminmund,  namnagulunsding Mniusa
nszuaumInemliinanzay sannsdspnudiaansainsananiataiolassanaas
uurarnantasnlasudmnzldninnit 10% ﬁnﬁy'aﬁaa@ﬁunﬂums@hLﬁumuaamﬂ
f19 37.6 SIKLIN

3. matszendld Six Sigma AwIUnIzLIUMINAARINaEIULLIY nIdiANE
2ANNIINNINAAYIaEN Lﬁam%’ﬁ’miﬁmm:auﬁqmiums@hLﬁumsﬁmmiaﬁnﬁ
Was1u lumsndanstiosnauuuia 499 nuiduvad (30TWS NOURUE. 2552) a9'l6vn
MINATNEARIANUFUN B IEHINIAUY TN 9 ﬁ"L@TﬁnﬂmiLﬁUiTa;ga ANTNNUTUIAN
49 lugtunuauns Y = f(x) Taodl Y fonadns uaz X AodutsAvilwiAanasi

IMANANITAUAUIY FINITARANTT IEANDTIINTIA LBAITHAAINNLAY
07234 M uiifigdawug 1wie 0.6444 ﬁmﬁ'ﬁgJJ@iaﬁ'usj%%aﬁmﬂuwé’w’mﬁammLi‘flu
10.92% uazlunsasnuaziiszozina@unuluzluuy Simply Payback Period 1l3zanm
10 1iaw lasdnalszndarinny 8,217,150 unaall

4. matzyndld Six sigma Lﬁiaﬂ%'uﬂgaqmmwmwﬁm NIMFANET NINRG
Fusws A MTUNTUsznaUaTlwAaNaIaes G9UITITA (NUAWKE NAUAIAI%.
2554) %aiﬁﬁmmﬁ'ﬁaﬁﬁ]:ﬁwmsﬂ%'uﬂgﬂ@mﬁaﬂmﬁmaoﬁaunws’aﬂum:mumwﬁ@

LLazg'umaaé'uﬁmNammmiamwammnﬁq@ LRZINYDULVANITALBUIY
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PMNAAMIA AW & T aUNWIadTRaNlAuAat waanin (Burr)

é’uju Brinks 8A&J 66.07% lALans 8D 0.47% LATEINNTONIITNRANENIG

@77388U (Inspector) NYINNNT0T7 @é’unu‘lmmm

A



a v A]’ 1 v s a v 6
mmfﬂym:samLuumia@mmwuuﬂﬂum:mumwamVLWmmmm@] Tag
Uszyndld $nd Tnan (Six Sigma) wazlliilhmansiiaaaiiniaauiie (Tolerance) an
0+1.5 ¥. bil1 0+1.0 NN, LLa:Lﬂ%UmﬁUuwamsﬂ%'uﬂga Aaurinuazvnadrii lagld aud

AANNENITNVBINTZUIRMTIUITELH (ppk ; Process Performances Index)

RADWNIIA LRI TN

g: a @ 1 [~ g: ‘é Qs ¥

TUAUVAINUIY Livoantdn 6 Iuwaan TINNLAZIBAaINh

1. ANENO®E RANNT 1030900699 MABITEINY BN TN 175U 5 VuAaL
(DMAIC) %83 &n< Gnain (Six Sigma), End Fnain luanunansiieada uazdayan

a dtl dl dl v dl o a v

wmafa 8ue NNedad iNaanaNURLLLTIWNTTLIBMINAR Mvine

2. \RandyniNazviinidiudys (Define) lasmitaasfinuazyinisdnsuas
nudayalunszuiumnaalasFuaudnizuiumbanaadn, nszuwmMasaalsznay
(Welding Assembly) ez anudnnydagnen (WLFu42a9gnen: Voice of the Customer)
o U Cll U o =} L5 U l-ﬂl o > 1
idayafldanimatenidevesdymnazanvnmaudludsudynen

3. MYIAULALATIIREL (Measuring Phase) Yinmaiiudaya ppk iNaE udunszsuums
Lazdayan g YINTZUILNNT UEIFIHLHBNIALTaYARAEFILNBIN T TIEWTDYS
A A o o A A Y
Waduguiraunsaltiaiasladszianlatig

4. TUABUMTUATIZA (Analysis) inmsiieseideyaiagdn ssydednaves

A o U A v (=3 U A' a

nazwaumT sryandasudly udmanngiiduldldvesdym ussifudayaiNui@a
\WaBuguEIng LBy

5. Tuaaun133uL59 (Improvement) wikmmamaundaymndwllle annuu
= A A oA o vl Y AaA & v &
Adezifiu wiafen uazazi i@ smauddymndnge antudwimm ppk  Iidu

A o Y

N3zUIwN1INLIulIua?

6. TUADUNIIALAN (Control) LHaLzAUNAMIUJUANUAY ANMINIDTANT

A o A o o o = < oA
UAZLANENITNRULR L Lwasm:nwamiﬂiuﬂ?ﬂﬁlmmmugﬂLmuu,a:mw



mﬂ"ﬁaga%qﬁu agﬂfj’umaunwﬁ%ﬁmmﬁ%’mﬂmﬂu Flow Chart leia3

SUAT

ANBINOBY KANNT Tnd Fnai

(Six Sigma)
Lﬁanﬂfymﬁ%ﬁwmsﬁuﬂ?a
(Define)

v

MIIALRZATIVFAL

(Measuring)

v

YUADUNTIATIER

(Analysis)

v

ﬂ'uﬂaumiﬂ%'uﬂ;a

(Improvement)

lairiu ﬁsmﬁumamsﬂ%’uﬂ;a

(Evaluate)

ﬁu@aumimuqu
(Control)

v

<ﬁ§ﬂNﬂﬂ7§ﬁ7 Lﬁumu>

gﬂ‘ﬁ 14 YRADUN TR RUINWINNITE

v

A
W
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UNN 4

unayluazaaianauLse

NamsfiLﬂiﬂzﬁﬁagamnamwﬁaqﬁu

nnnazuaunslulagliv TUANTWABUART 9 VBINTZUIRMIAILUHUET SIPOC
FITUaN gﬂﬁ' 15 WHnAW SIPOC &1duaasianssumanii naula Output 71ldda New
Tolerance 0+£1.0 mm ﬁmfuﬂi:u’mm‘iﬁﬁ’laulﬁ] ﬁamzmum‘sl,%amh:ﬂau (Vibration
Welding Assembly) iafazaaenuudsUsulunszuannsidentszney uazld New

Tolerance 0£1.0 mm luminaugunszuIums uazdiaadymlunisdsznaudhiudim

Supplier Input Process Output Customer
+ Customer Order * Injection part Assembly » Dimension not - Customer install
» Material income  Component process at stable part to vehicle
+ Camponent assembly vibration machine + Dimension out
income T off new spec
: . tolerance +/-
1.0mm

gﬂﬁ' 15 WNWANINW SIPOC

NNz NaUNTRWLA 138U SULNBNINIZLIRMT 28 NITzUIutaE
5 NITUIRNIT WD 2 NILUIUNININAA U095 0 wazidlw il ldnazssnnliing
ANnNuUIUTIm e e Taeud e nszulunTiTanlsznay (Vibration Welding)

LRZNIZUARNIIOUAMLANULATLA (Annealing)

S i | Component Vibration ; Bulb Leak i
Injection = assembly ] assembly ™1 ANEE " assembly N Lighting E

... hssemblyprocess | "
Dimension NG
Rework
l NG
Scrap

Eﬂ‘ﬁ 16 LNBRINIZLIBNT



uf 17 qmﬂlﬂumﬁmmmaﬂﬂﬁﬁmnsuﬁ

NNTaNAIIAH AauNiSurinnsaTzh 5\1L’%m‘hmmﬁuﬁagammmaa%umu @IW&JQ@L%@I% Inspection Standard 198 30 T

P o o ) >
WavzihandwIns ppk Naun13ysuigs

AN19N 4 @1 Gap Va9 IWNBInEUA audsia (fawmaiuysa)

Inspection No
Max Min Average
Point (Gap) 1 2 3 4 5 6 7 8 9 10| 11 12| 13| 14| 15| 16 | 17| 18 | 19| 20| 21 22| 23| 24| 25| 26| 27 | 28| 29 | 30
Point 1 14|17 16| 19| 18| 18| 18| 29| 18| 18| 16| 1.7 | 18| 15| 18| 19| 19| 23| 19| 23| 19| 20| 21 18| 18| 16 | 2.1 20| 19| 20 29 1.4 1.9
Point 2 14| 14|10 | 21|15 15| 11| 25| 15| 11| 12| 10| 16| 11| 15| 14| 15| 20| 16| 1.7 | 13| 15| 18| 12| 12| 13| 1.7 [ 1.3 | 1.4 | 1.7 25 1.0 1.5
Point 3 12| 13| 10| 24| 15| 15| 14| 24| 16| 10| 11| 10| 13| 13| 15| 14| 15| 18| 15| 16| 13| 13| 15| 11| 12| 11| 17| 15| 1.4 | 15 24 1.0 14
Point 4 14| 16| 18| 25| 12| 13| 25| 20| 08| 17| 16| 17| 14| 18| 15| 14| 11| 15| 13| 16| 13| 13 | 1.2 | 1.7 | 1.7 | 14| 14 [ 15| 1.2 | 1.7 25 0.8 1.5
Point 5 171 22| 26| 27| 20| 19| 24| 19| 15| 20| 19| 23| 19| 24| 20| 19| 17| 19| 18| 16| 19| 18| 15| 24| 23 | 21| 18| 21| 19| 1.7 27 1.5 2.0
Point 6 19| 26| 29| 20| 23| 25| 28| 20| 19| 23| 24| 18| 23| 22| 25| 23| 23| 22| 22|19 25| 25| 21| 31| 29| 27| 23| 28| 24| 21 3.1 1.8 24
Point 7 20| 25| 26| 18| 24| 26| 26| 18| 21| 22| 25| 24 | 23| 20| 25| 24| 24| 23| 22| 20| 26| 25| 22| 29| 27| 28| 22| 26| 24| 25 29 1.8 24
Point 8 20| 22| 21| 17| 23| 24| 23| 11| 20| 18| 22| 24| 21| 22| 24| 24| 23| 23| 21| 20| 24| 24| 22| 27| 24| 26| 21| 25| 24| 25 27 1.1 22
Point 9 16| 12| 19| 11| 24| 25| 23| 17| 20| 17| 23| 23| 20| 22| 27| 23| 23| 24| 23| 19|26 | 25| 20| 26| 22| 24| 22| 25| 26| 24 27 1.1 22
Point 10 13| 16| 13| 26| 19| 18| 16| 24| 20| 14 | 13| 14 [ 15| 15| 1.7 (16| 1.7 [ 19| 17 | 1.7 | 14 | 16 | 1.7 | 14 | 14 | 14| 19 | 1.7 | 1.8 | 1.7 26 1.3 1.7

8¢



@397 5 @1 Gap Va9 MYNEIsUG muvie (Rawnydiuis)

Inspection No
Max Min Average
Point (Gap) 1 2 3 4 5 6 7 8 9 10| 11 12 13| 14| 15| 16 | 17| 18| 19 ( 20 | 21 22| 23| 24| 25| 26| 27| 28| 29| 30
Point 1 19| 26| 15| 20| 22| 22| 23| 26| 20| 14| 24| 24| 20| 21| 15| 18| 23| 23| 23| 24| 15| 23| 19| 19| 24| 17| 26| 18| 25| 17 26 1.4 21
Point 2 20| 20| 16| 16| 24| 22| 17| 28| 22| 20| 18| 25| 16| 24| 22| 18| 33| 25| 25 21| 20| 18| 25| 17| 20| 30| 21| 22| 20| 18 33 1.6 21
Point 3 21| 22| 20| 18| 20| 27| 20| 29| 22| 22| 20| 22| 17| 21(22| 24| 29| 24| 21| 20| 20| 18| 20| 15| 19| 29| 20| 22| 20| 21 29 1.5 22
Point 4 19| 25| 15| 21| 18| 20| 14| 11| 18| 13| 20| 20| 16| 12| 12| 25| 10| 10| 05| 06| 22| 10| 07| 12| 11| 10| 09| 11| 1.0 | 0.8 25 0.5 14
Point 5 20| 20| 16| 25| 16| 24| 17| 16| 18| 17| 21| 21| 24| 17| 14| 20| 15| 15| 10| 13| 19| 19| 15| 19| 17| 10| 18| 13| 1.0 13 25 1.0 1.7
Point 6 21 22 1.7 28 | 25| 21 2.1 16| 25| 17| 24| 26| 25| 20| 17| 24| 16| 16 | 15| 1.7 | 24| 26| 22| 24 | 22 | 22| 24 | 18| 13| 22 2.8 1.3 21
Point 7 22| 20 18| 26| 24| 20| 19| 16| 23| 1.7 | 21 25| 24| 21 17| 23| 18| 16| 17| 18| 22 | 25 | 22 | 22 | 21 24 | 23 | 17| 14| 24 2.6 1.4 21
Point 8 21 15 14| 19| 21 16| 15| 15 19| 13| 15| 20| 19| 22| 16| 22| 1.8 18| 18| 19| 22| 24| 20| 19| 20| 23 | 21 171 10| 24 24 1.0 1.9
Point 9 18| 18| 15| 21 25| 16| 19| 18| 25| 14 | 18| 22 | 2.1 23 | 21 25| 22| 21 26| 22| 27| 28| 17| 23| 24| 33| 28| 24| 15| 3.0 3.3 1.4 2.2
Point 10 33241 22| 2019|2919 30| 22| 21| 20(20| 19| 22| 24| 25| 29| 26| 23| 21|20 19| 21 (15| 20| 30| 21| 22| 21| 20 33 1.5 23

6¢
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13190 6 AndSsuisuan pp,ppk tialg@n Tolerance N 0+1.5mm Waz 0+1.0 mm Va9

Invhosnsud dupnile (dewmadiudy)

Tolerance Gap Tolerance Gap

0+ 1.5 mm PP PPK 0%+ 1.0 mm PP PPK
Point 1 1.19 0.89 Point 1 0.80 0.62
Point 2 1.21 0.89 Point 2 0.81 0.57
Point 3 1.12 0.82 Point 3 0.86 0.52
Point 4 0.99 0.94 Point 4 0.66 0.37
Point 5 1.26 1.02 Point 5 0.84 0.60
Point 6 1.06 0.80 Point 6 0.71 0.56
Point 7 1.29 0.95 Point 7 0.86 0.66
Point 8 1.48 1.33 Point 8 0.99 0.84
Point 9 1.07 0.93 Point 9 0.71 0.57
Point 10 1.11 0.66 Point 10 0.74 0.41

a137190 7 andSeuisudn pp,ppk tilaltan Tolerance 7 0+1.5mm

Invhosnpud dudroila (dawnaiuiy)

Hae 0+£1.0 mm wad

Tolerance Gap Tolerance Gap

0+ 1.5 mm PP PPK 0% 1.0 mm PP PPK
Point 1 1.65 1.25 Point 1 1.10 0.87
Point 2 1.51 1.37 Point 2 1.01 0.64
Point 3 1.30 1.20 Point 3 0.86 0.52
Point 4 1.35 1.34 Point 4 0.90 0.67
Point 5 1.82 1.35 Point 5 1.21 0.91
Point 6 1.48 0.95 Point 6 0.99 0.55
Point 7 1.98 1.71 Point 7 1.32 0.93
Point 8 1.61 1.29 Point 8 1.07 0.92
Point 9 1.27 1.00 Point 9 0.85 0.71
Point 10 1.65 1.41 Point 10 1.10 1.04

nndayadnidunuin FTwIW IN8I08We JanunlsdsanlunszuanniTian

lau&anaainen PP uaz PPK 71 Tolerance 0+1.5 mm ﬁ%myq@ﬁﬁmﬁaﬂﬂdw 1.33 LA

Wanadllfaw @1 Tolerance Liwune (Tolerance 0£1.0 mm) MNE1WITH pp, ppk WUINES

Jeanasasllan
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9% INaNazLURLu A1 Tolerance ﬁnnﬁmugwag’ﬁ 0£1.5 mm 'l1iilw Tolerance
0+1.0 mm. ﬁlz@Taaﬁmsﬂ%’uﬂgaﬂszmumnﬁaa@mmLLﬂiﬂsauluﬂwsuauﬂﬁs LATADIN

@1 pp, ppk agluinmuainuanivlddia Nnaaandwinnit wia iy 1.33

& a ¢ .
RO DWBNITILAIIEH (Analysis)

1. S2uUnNTLUIBNINAzUTUYUTI

910 Process Flow 3171 18 lunszuiumsdsznaunu dxainTzuinnstas
lunszuawnsdsznay (Assembly) NFINANIIATINLIWIARS INYNBTOEUG Ao NITUIK

A . | . a o A
ﬂ’]iL"IjaﬂJ‘iJizﬂa‘]J (Vlbratlon Weldlng) LAZNIEUIBNIIDUAINAAINNLATLANRRIINTNNILD N

132nayu (Annealing)

A

| R S —

Component Vibration : Bulb
assembly azsembly Annealing = assembly

Injection

Assembly process

Rework List
Scrap | Rework | - Sof scrateh
- Fiber
—»| 3Crap «———— - Stains
NG

Eﬂﬁ 18 Process Flow ¥89n32UI N3 LLa:qumimumsﬁa:ﬂ%’uﬂga



NI 8 AIUIAVBITUIY (Gap) VaITWINKNBKAL (Annealing)

32

Point1 | Point2 | Point3 | Point4 | Point5 | Point6 | Point7 | Point8 | Point9 P::)nt
1 21 1.8 1.3 1.4 2.5 2.5 3.0 2.6 21 2.3
2 2.0 1.6 1.5 1.5 2.3 23 2.8 2.7 2.2 23
3 2.1 1.7 1.0 1.0 25 2.8 3.4 3.2 24 2.8
4 2.1 1.6 0.8 0.9 2.7 3.0 3.8 3.4 2.6 29
5 2.0 1.3 0.7 0.9 2.6 3.3 3.7 34 2.7 3.0
6 2.1 1.5 0.6 1.0 3.0 3.7 4.1 3.5 2.7 29
7 2.0 1.4 0.6 1.0 2.6 3.7 4.0 3.5 2.7 2.8
8 1.9 1.3 1.0 1.3 25 34 3.6 3.2 2.6 2.8
9 2.0 1.7 0.8 1.0 2.6 34 3.8 3.4 2.7 3.0
10 2.0 1.2 0.5 0.9 3.0 3.7 4.1 3.4 2.7 29

@I’]i’]dﬁ 9 dﬂmuﬂmaa%umu (Gap) maa%umuwé’aau (Annealing)
Point

Point 1 | Point2 | Point 3 | Point4 | Point5| Point 6| Point 7 | Point 8 | Point 9 10
1 2.1 1.7 1.1 1.4 2.6 26 3.0 2.6 21 24
2 2.0 1.5 1.9 1.5 2.3 23 2.8 2.7 22 23
3 2.0 1.7 0.9 0.9 25 2.8 34 3.2 24 2.8
4 21 1.6 0.8 0.9 27 29 3.8 3.4 25 29
5 2.0 1.3 0.78 1.0 26 3.3 3.7 34 2.7 3.0
6 2.1 1.6 0.7 1.0 3.0 3.7 4.0 3.5 2.7 29
7 2.0 1.4 0.6 1.0 25 3.7 4.0 3.5 2.6 27
8 1.9 1.3 1.1 1.3 24 3.4 3.6 3.2 2.7 2.8
9 2.0 1.8 0.8 1.0 26 3.4 3.8 34 2.7 29
10 2.1 1.2 0.5 0.9 3.0 3.7 4.1 34 2.7 3.0

LeLN YN IMNaaad 1aan3a IWYesIwIn 10 T AauaULATREIaL WU UUA

gad Wiy ludanuilasniladag1aie laTe U 19 LRAIDUIATDI INTINERanaL Las

wavay a9nudsagylddn nizuaumsauamuaueTEa (Annealing)  WwlidinatuaMIg

Qa9 IWre



33

! List Concern
- MIC Parameter

- Operator
Injection | {,| Component | | Vibration | | Annealing | Bulb
i assembly assembly assembly
Assembly process
OK Dimension Visual Leak
Store Checking check Lighting
NG NG TOK
Scrap

L Rework
Scrap

Eﬂﬁ 19 Process Flow U83N3=UIBNT LLazszqmsmumsﬁa:ﬂ%’uﬂ;d

Compare dimension data before annealing & after annealing

w
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—
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—
—
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—mm

—mm
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&
o
o2® "
11 Di
0 T T | | T T T
\Q’ °\>>/ ooq’ 0'1, Q’b »b% Qb‘ ob‘ -\;o Q(O Qb \3(0 -\;\ '\;\ QQJ '0% \SQ Qq NG
¥ &, B, R, RS RS R, RS D
& FFEFTEFTEFTEITESLESES & (@Q:e 0 ®

gﬂﬁ 20 VWAVDI IWYNBHanaL LazhAIaL

IINENTNN 13 waza1NIn 14 Lﬁaﬁﬁagamimw:ﬁ‘lugﬂLLuu"uaa Box Plot
{ ' o ~ 0 G- { Y . @
Lﬁauﬁﬂmﬁmmqmlagamﬁm'}mmﬂmammmﬁmmzm’mmuuﬂs WUINTDYAIIA

2aglWienanay Lazraday NANNLANEIIN



34

2. Jaszwilam

nndayadnsdunuin nezuIunsIanlsinay (Vibration Welding) Lunszuiu

A [y Y & AV P a
ﬂqiﬂaﬂwﬂlﬁ%u\‘nuvlwynﬂiﬂU%@l &l‘llu’m“nvlllﬂdﬂ LLa:&Iﬂ’J’]&ILLﬂiﬂi’J%l%ﬂﬁ:U’mﬂﬁ

Wandvenay aauuddbinuaIndtan (Fishbone Diagram) lunnsitamzi

incorrect

Operator set up lens

Man Machine

Con't control \
lens position . |
P \ Base of vibration

Poor training

enough

Operator skill not

ibration jig
Vacuum jig

weld jig didn't
No stopper on balance
B
Time to
annealing

\ Annealing

&

alway s sucking”
\ Lens not all time'
\ same position

bef ore welding Temperature Dimension
! of nnnealing r part more
variation

No define datum )
Len dimension ~R2int in Wi

NG from / Lamp was mov ed
injection during inspection
process

Housing dimension No control

;lr(gcgsgn injection Set up Iens_ torque
faiiodhaia Not fully
incorrect position tighten screw

Materials

Method

gﬂﬁ 21 LLN%QﬁﬁWGﬂﬂ’]

MILHUIA U TsdRlasNITzaNaNeY UATNARY TR URGNAATY LAz

! A o @ Y &t o P
WL a’]Lﬂ@lWﬂqlV\Tu’](ﬂTaﬂvLWﬂqﬂiﬂUHWNQQWNLLﬂiwuN’]ﬂ Luaﬂﬁnﬂﬁqlfﬁ@l

- Vacuum Jig @aiandidnny Jig aaaaanyin e winawldsunsaiinua

FURAUIVDI LAWRNDUIZVIINTL TN

Jig

- Jig 1% Stopper LiNaNazinuadiunilsvadlans naurinmsiay
- Jig 'lai Balance
- "L&iﬁmﬁ:q 90 Datum ATV LANHNINUEN9D9 FIRTUNTNITBIVILALE bib



3. Iuaawn13U5UUT9 (Improvement)

AN3197 10 ATMIUA b

a0 nsunly NawNI URIN
Vacuum Jig @aaudldn | Liia Foots Switch Livalsiwiinaiu
AU Jig #aaaayintd | 1n9aus U Jig tadnuniai Lens | | Automatic Lens
o . o - - installation | | Vacuum installation
witnau baignnsa andadriou udadasli Jig ga 5
o~ ¥
BAUAGILAUIVDI LAUE | LAUF Housing T —
, R A Installation Ignr:nen
AauazrinmIsay setting
Vibration -
Kick Foot
switch(Vacuum on)
Ass'y part
Housing
Installation
Vibration
Ass'y part

Ge



@397 10 ADMIuA b (da)

ANNA AN b nawni URIN

Jig 1% Stopper Liafiaz | 1Ay Stopper tialAwin

TRUARLAUIVDILAUT r‘imu@@’l%muwauauﬂﬁgﬂ

Aaurinnssay fasnaurinnsiTay
Jig 'lai Balance #1n13 Balance 314289 Jig gy
u Drawing

o¢
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4. Nan13Usulse

nasninLiulInznumslasyinmaiia Foots Switch tialwwiinnu
Nuaud uu Jig laduniengndasnan udaeesld Jig aalaud, i Stopper iali
winnuwihruadwribiaaaud lgndes deuriinades uazviin1s Balance 31u04

Jig Wauny Drawing

Process Capability Sixpack Report for Point 4 Process Capability Sixpack Report for Point 4
| Chart Capability Histogram | Chart Capability Histogram
UCL=2481 e . UCL=2188 Lt L1
2 1 1| | spectications || g 29 . :
= R | RS .
> / il u /
E 15| N Reld ; E L - I\ s ‘-’I‘n. f st :
E el 2 N
E " cLome I £, ‘j I
- - L0Ls086
i TR B ® 9 25 B 1015 20 30 i 4 7 w13 % ® 2 5 B
Moving Range Chart Weibull Prob Plot Moving Range Chart
1 =158 AD: 0437.P- 0318 . —  — veL=07ses
£ 1
- / %
g .f’v\* ! L e
£ ANV N AT A
20 - — |10
1 47 B % " 2 5 B
Last 25 Observations
soer 0370
. . & 1 %
é ggr: 2::‘&75 Wthin E:.r
= . EA
L S
L] 2 25 n
Observation N
nandsuig ARIANLNN Foots Switch, Add stopper

uaz Balance Jig lns

gﬂﬁ 22 uﬁﬂ‘uLﬁUm’;mmm'maanszmumsn’auﬂ%’uﬂgmamé’aﬂ%’uﬂga

AL TIURAINIUTIY 39T uuaz T Vibration Jig aaad lae

o ' { A £ ! d & { o
FINANNA pp NLANTU UAZAINGIUYEY Histogram NuAU NiwNaLulInszLInmMe
qznlg d{ Y o n' J =3 v o [ gﬁ dl > 1 d' o 1 v v
Ihauuuazinalidn ppk IANLUIIGDIFINANTUTUAIATBIINT AN INaVE AN X Bar 1ALdN

1n& 2.0 slﬁmﬂﬁq@



a797 11 61 Gap vaslWhesnoud dudaila (waIn3UTuL3935M3 uae Balance Jig)

Inspection No
Max Min X bar StDev N Pp Ppk
Point (Gap) | 1 2 3 4 5 6 7 8 9 10 | 11 | 12 | 13 | 14 | 15 | 16 | 17 | 18 [ 19 ( 20 | 21 | 22 | 23 | 24 | 25 | 26 | 27 | 28 | 29 | 30
Point 1 20| 21(23|20|21 (23|19 |20 |18 |24 |22 19|20 (18|17 |21 |20 |17 |18 (18|20 |16 |18 |19 |19 |17 |17 [19 |17 |22 24 1.6 1.9 0.20 30 1.81 1.42
Point 2 15|14 |19 |13 |14 |19 |17 |15 |15 13 [15 |16 |13 |16 |15 |13 |18 |16 |15 |17 |17 |12 [14 [17 [16 [16 [14 |17 |14 |18 1.9 12 15 0.19 30 2.05 1.42
Point 3 13 |16 |13 |17 |11 |14 |12 |12 [17 [12 |16 [17 [16 11|15 |14 |15 |18 |18 |13 |16 |14 [19 (15 [12 (11 |14 |14 |13 |14 1.9 11 14 0.22 30 1.45 0.80
Point 4 13| 11|15 |18 |14 |17 |15 |15 (19 [13 (14 (16 (17 (13|15 |16 |18 |17 |15 |11 |15 |13 [12 (16 14 (14 [13 |18 |15 | 16 1.9 11 15 0.21 30 1.61 0.87
Point 5 19 18 |18 [ 1920 |22 | 21| 21 23|17 |23 |20|22 (18|17 |17 21|20 |20 |17 |19 (|19 |16 |22 |22 |18 |20 |18 |20 |21 23 1.6 2.0 0.19 30 1.72 1.71
Point 6 25 (22|22 (23|25 |23 |25 |25 |26 |23 |24 |21|21|23 (22|24 |24 |20 (24|21 |20|23 |21 |26 |24|24 (26|22 |23 |27 2.7 20 24 0.19 30 1.79 1.15
Point 7 24 |26 (25|24 |25 |26 |27 |25 |25 |24 |25|20(24 |23 (2122|2122 |26 |23 |21 |24 |22 |27 |26 |26 |26 |25 |23 |25 2.7 20 24 0.19 30 1.52 1.46
Point 8 26 (23 (25|25 |24 24|21 |25|23|21|20|19 (21|22 (22|20 |19 |20 23|26 |21 |22 |23 |23 |22|24 |23 |22 (24|26 2.6 19 22 0.20 30 1.65 1.29
Point 9 22 (24 (2421252222 |20 |21 |19]|22|21 |19 |23 (2221|2119 22|24 |20|23|20|23|23|25|23 |22 |24|23 25 1.9 22 0.17 30 1.77 1.56
Point 10 14 | 15|16 |19 |16 |16 |20 |15 |14 |20 |17 (14 |16 (19|16 |18 |21 |17 |13 |19 |16 |13 [13 [17 [156 [17 |14 |18 |15 | 1.8 2.1 1.3 17 0.22 30 1.50 1.00
A ' v & v A 0/ o ad
@13 NN 12 a1 Gap % EIGVL‘W‘Y]’] HINYUG ATUVINND (‘Hﬂdﬂ’ﬁl]illl]?d’]ﬁﬂﬂi L Balance Jig)
Inspection No
Max Min X bar StDev N Pp Ppk
Point (Gap) | 1 2 3 4 5 6 7 8 9 10 | 11 | 12 | 13 | 14 | 15 | 16 | 17 | 18 [ 19 ( 20 | 21 | 22 | 23 | 24 | 25 | 26 | 27 | 28 | 29 | 30
Point 1 20 (21 (23 (20|21 (23|19 |20 |18 |24 |22|19 |20 |18 (17 21|20 |17 (18|18 |20 |16 |18 |19 |19 |17 [17 [19 [17 |22 24 16 1.9 0.20 30 1.81 1.42
Point 2 15|14 |19 |13 |14 |19 |17 |15 (1513 (15 (16 |13 (16 |15 |13 |18 |16 |15 |17 |17 |12 |14 [17 [16 [16 [14 |17 |14 |18 1.9 1.2 15 0.19 30 2.05 1.42
Point 3 13 |16 |13 |17 |11 |14 12|12 17 [12 (16 (17 [16 |11 |15 |14 |15 |18 |18 |13 |16 |14 [19 [15 12 (11|14 |14 |13 |14 k) 1.1 14 0.22 30 1.45 0.80
Point 4 13 | 11 15 (18|14 |17 15|15 [ 19 (13 |14 [16 |17 |13 [15 |16 | 1.8 [ 1.7 | 1.5 | 11 15113 (12|16 |14 |14 |13 [18 | 1.5 | 1.6 1.9 1.1 1.5 0.21 30 1.61 0.87
Point 5 19 |18 |18 19|20 |22 |21 |21 (23|17 |23 (20|22 |18 |17 |17 |21|20|20|17 [19 |19 |16 |22 |22 |18 |20 |18 |20 |21 23 16 2.0 0.19 30 1.72 1.71
Point 6 25|22 (2223|2523 |25|25 |26 |23 |24 |21|21 |23 (22|24 |24 (20|24 |21 |20|23 |21 |26 |24|24/|26 22|23 |27 2.7 20 24 0.19 30 1.79 1.15
Point 7 24 |26 (25|24 |25 |26 |27 |25 |25 |24 |25 |20 (24|23 (21|22 |21 (22|26 |23 |21 |24 |22 |27 |26 |26 |26 |25 (23 |25 2.7 20 24 0.19 30 1.52 1.46
Point 8 26 | 23|25 | 25|24 (24| 21|25 (23 |21|20 (19|21 |22 |22 |20 (|19 |20 |23 |26 |21 |22 |23 |23 |22 |24 |23 (22|24 |26 2.6 1.9 22 0.20 30 1.65 1.29
Point 9 22 (24 (2421|2522 |22 |20 |21 |19|22|21 |19 |23 |22 |21 |21 |19 22|24 |20|23|20|23|23|25|[23 |22 (24|23 25 1.9 22 0.17 30 1.77 1.56
Point 10 14 | 15|16 |19 |16 |16 |20 |15 (14 (20 (17 (14 |16 |19 |16 |18 |21 |17 |13 |19 [16 |13 [13 [17 [156 [17 |14 |18 |15 | 18 21 1.3 17 0.22 30 1.50 1.00

8¢
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Process Capability Sixpack Report for Point 4 Process Capability Sixpack Report for Point 4
I Chart ‘Capability Histogram 1Chart Capability Histogram
Wezms 8 e e CEUCRS o
— owa ifica
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WRJAINLNA Foots Switch, Add Stopper waIINNUIVAY Jig Y

sz Balance Jig lnai

31 23 RBUNBLANUENNIOVDINTZLINNNT WAIANALAY Foots Switch, Add Stopper

uae Balance Jig nal uaznasannysuas Jig lnal

WM ITuas Jig lwal iiwalwt ¢ X Bar vasmnia Hdudnlng Nominal Data
{ 1 v a a é’ J’ > (%)
(20 mm.) mnﬁq@ FINR A NTELIWMINUT AN MNGD Y neNVLILIURaIMIIV
ada o s . . . s 1 ni A' J
ADNN37N9UIezLIUS Vibration Jig 889 I@ﬂmm@;mﬂm pp NLANTU LAZIINI I
. A & A a v L A v A X
U4 Histogram NLALAY ﬁrmumwaﬂsuﬂynsxmumﬂmwuauwa‘lvim ppk LNNT

F9da9rinIUSuasaIasInslratNautuan X Bar 1anlng 2.0 lﬁNWﬂﬁq@
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5. g3UNan13UsuLse

@13197 13 61 Gap vadWeTaEud audioilia (naensUTuad Jig lnd)

Inspection No
Max Min Average

Point (Gap) 1 2 3 4 5 6 7 8 9 10| 11 12 13| 14| 15| 16 | 17 | 18| 19 20 | 21 22| 23| 24| 25| 26| 27| 28| 29| 30
Point 1 18 [ 1.9 | 21 18 | 1.9 | 21 17 |18 |16 |22 |20 (17 |18 (16 |15 |19 (18 | 15|16 |16 | 18 |14 |16 [ 17 |17 [ 15| 15 | 17 | 1.5 | 20 22 1.4 1.7
Point 2 16 (15120 |14 (15|20 |18 |16 |16 | 14 16 |17 |14 (17 |16 |14 |19 |17 | 16 | 18 [ 18 | 1.3 | 15 | 1.8 | 1.7 | 1.7 1518 | 15 | 1.9 20 1.3 1.6
Point 3 1.7 |20 |17 (21|15 |18 |16 |16 |21 |16 |20 |21 |20 |15 |19 (18|19 |22 |22 |17 |20 |18 23|19 |16 15|18 | 18| 17 | 18 23 1.5 1.8
Point 4 19 |17 |21 (24|20 |23 | 21|21 (25|19 20|22 |23 (19|21 (22|24 |23 |21 |17 21|19 |18 |22 |20 |20 |19 |24]| 21|22 25 1.7 2.1
Point 5 21120 (20| 21|22 |24 |23 |23 |25|19 |25 |22 (24|20 (19|19 |23 |22|22[19|21 |21 |18 |24 24|20 |22 |20 22|23 25 1.8 22
Point 6 24 |21 (21| 22|24 |22 |24 |24 | 25|22 |23 |20 (20|22 (21|23 |23 (19|23 |20|19 |22 |20 |25 (23|23 |25 |21]|22]|26 26 1.9 22
Point 7 23 | 25|24 |23 |24 |25 |26 (24|24 |23 |24 |19 (23|22 (2021|2021 |25 |22|20 |23 |21 |26 |25 |25 |25 |24 |22 24 26 1.9 23
Point 8 25|22 (24| 24|23 |23 |20 (24 |22|20|19 |18 (20|21 (21|19 |18 19|22 |25]|20 |21 |22 |22 (21|23 |22|21]|23|25 25 1.8 22
Point 9 22 |24 (24|21 |25 |22 |22 (20|21 |19 |22 |21 (19|23 (22|21 |21 19|22 |24 |20 |23 |20 |23 |23 |25 |23 22|24 |23 25 1.9 22
Point 10 16 |17 |18 (21|18 |18 |22 |17 |16 |22 |19 |16 |18 21|18 (20|23 |19 |15|21 |18 |15 |15 |19 |17 (19|16 |20 | 17 | 20 23 1.5 1.8

P ] Y &€ v A [ o & ,
ANT19N 14 f1 Gap 284 INYNETREUG euanide (BRINILUTUAS Jig Lnd)
Inspection No
Max Min Average

Point (Gap) 1 2 3 4 5 6 7 8 9 10| 11 12| 13| 14| 15| 16 | 17| 18| 19| 20| 21 22 23| 24| 25| 26| 27 | 28| 29| 30
Point 1 19 | 20 18 (19|20 |20 | 20| 20 |20 | 18 | 2.1 17 | 19 | 18 | 22 | 25 | 23 | 21 22|24 | 21 18123 |23 (24|25 (19|20 | 18 | 17 25 1.7 2.0
Point 2 20 | 20 | 23 | 21 23|22 | 21 18 |15 |16 [ 19 | 16 | 16 | 1.7 | 1.8 | 1.6 | 2.1 19 (18|18 |16 |18 |22 |23 |18 19|19 |16 | 1.5 | 1.9 23 15 1.9
Point 3 15 [ 17 | 13 | 20 | 21 19|15 |17 (15|13 (16 |20 |18 |16 | 15|14 |18 (14 |16 |14 |13 |15 |15 |14 | 14|15 |14 |14 |13 |12 2.1 1.2 1.6
Point 4 20|21 (19|15 |13 |14 |20 (19|19 |17 |14 |20 |16 |18 |15 |16 |17 (14|15 |13 |14 |13 |12 |14 15|14 |13 15| 14 |16 2.1 1.2 1.6
Point 5 21|24 (21|18 |19 20|24 (19|24 |21 |21 |18 |24 |23 |22 |20|21 21|23 |21 |25|22 |18 |19 [20| 22|18 |23 ]|20]|19 25 1.8 2.1
Point 6 24 | 27 |24 | 26 | 24 | 26 |22 (23 |24 |21 |24 |18 |24 |26 |24 |25 |26 |24 |26 |24 |26 |22 22|23 (19|23 |22 |23 ]| 20|25 27 1.8 24
Point 7 24 | 25 (24 | 24 |24 |23 |18 (24|27 |26 |23 |19 (23|26 |26 |24 |25 |23 |24 |23 |25 |23 |22 |25 (21|25 |21 |25]| 21|24 27 1.8 24
Point 8 24 |21 (20|26 |23 |20 |22 |24 |24 |24 |23 |18 (21|22 |23 |22|19 22|21 |21 ]|22|23 22|22 (25|23 |19 23] 20|24 26 1.8 22
Point 9 28 | 21|23 | 25|27 |25 |22 |28 |25 |20|22 |21 |24 |26 (22|23 |20 (19|21 |21 |23 |24 |23 |24 (24|23 |21 |24 21|24 2.8 1.9 23
Point 10 19 | 17|23 (20|19 |23 |18 |20 (15|16 |18 |17 |19 |18 |20 (17|18 |18 |19 |16 19|18 22|21 |21 |16 |17 | 18| 24 | 22 24 1.5 1.9

oy
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139N 15 AUSoUABU@T pp,ppk tlald@n Tolerance N 0£1.0 mm vad WY asnaUd

v A 1 Qs Qs
AUBNUD (MonuazraIn1Llsuiyy)

Gap Gap

Before After

PP PPK PP PPK
Point 1 0.80 0.62 Point 1 1.72 1.48
Point 2 0.81 0.57 Point 2 1.40 1.39
Point 3 0.86 0.52 Point 3 1.57 1.57
Point 4 0.66 0.37 Point 4 1.40 1.35
Point 5 0.92 0.65 Point 5 1.65 1.36
Point 6 0.71 0.56 Point 6 1.56 1.46
Point 7 0.86 0.66 Point 7 1.48 1.40
Point 8 1.10 0.94 Point 8 1.79 1.41
Point 9 0.78 0.63 Point 9 1.94 1.44
Point 10 0.74 0.41 Point 10 1.46 1.39

A137190 16 AUSsuLABUeN pp,ppk tXaltan Tolerance M 0£1.0 mm Vad ¥NEITRLUR
£ v A 1 > (%
AUTBND (MaNUAAaINIILIVLFY)

Gap Gap

Before After

PP PPK PP PPK
Point 1 1.12 1.05 Point 1 1.81 1.68
Point 2 1.01 0.64 Point 2 2.05 1.69
Point 3 0.86 0.52 Point 3 1.47 1.46
Point 4 0.90 0.67 Point 4 1.61 1.46
Point 5 1.21 0.90 Point 5 1.71 1.44
Point 6 0.99 0.55 Point 6 1.79 1.38
Point 7 1.32 0.94 Point 7 1.52 1.39
Point 8 1.07 0.92 Point 8 1.65 1.38
Point 9 0.85 0.71 Point 9 1.96 1.57
Point 10 1.10 1.04 Point 10 1.49 1.48

NANTNN 15, 913190 16 UazILN 26 nawnIUTULTINTEUIRMITHG Twin

T enstnedowazanewa ppk TuiAu 1.33 1ae WoRAINNAUABNNIUTUUTINTzLIN
A o a ) A A ]

AMstTaNdsznauwar MlinssuiunadandsznauinnundsUsiuaaad waza ppk

11NN 1.33 NN3A wazdIda NI lNIZLINNT Variance Naaasdneay
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6. YRNDWNITAILAN (Control)
ﬁrmwamiﬂ%uﬂgom:mums WUINONNEINITOVDINITZUIWANTR ANV

1 U { v o 1 tg/ 1 U
ANRI LAZRINAMAAT ppk N laanmsdwIilinununazunnnin 1.33 auihwang
LL@iLﬁalﬁmmuﬂizmuslﬁﬁﬁmm@ial,ﬁm 3971 n3un luen’1s Check Sheer lagyin

ﬂ’]iL‘ngzlu@h Tolerance 1w Inspection Check Sheet 3710 0+1.5 mm \Jw 0+1.0 mm ey

gﬂﬁ' 25

Dimension Inspection report  _ = s s = L1 . y
. e & = .. Dimension Inspection report - e
— B b el vy -
. o - g 2 = e Sl (= S . pe o e B ]
> o - =SBl . - ==
, - | - %

navliuilga

Aaulsuilse
31/ 25 Inspection Check Sheet AauilTuilauasnaslivlys

A [ ] v o a & ' ¥ o A s . .
usztatlasnulailwwinnund adunu lasianadarinnua w3 aTwni Dimension

NG svmaaeuurily wi lasnisiwnuagafiiu Stopper 3 90 ud1331az Foot Switch
\Wal Vacuum Jig 9aTua1u i1y Training witnatu inaliwiinaudanudilaly

Apmahswiuulnauazdfiaans

IC WORK INSTRUCTION

UM 26 ADMIUUANURAINILIUL
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VDLEBDUE

1. MNMIANBIUITL ﬁﬁmﬁwmmaa%mmﬁvl,&igﬂﬁaaﬁ?u i linTia
PUAUDIT UL AN VRANANA G35 tRaaanNuLlsUTIRewTuNaNINTITITIA
°11mmlaa%umu%%aqﬂmnﬁ'@%mmﬁhimm:au foiuATRAsAnm MIeeRruy
11379 (MSA : Measurement System Analysis) Lﬁlmamﬁlaﬂ%ﬁﬂym:u‘mmﬂﬁﬁﬂﬂu
wsUTINanad

2. iel¥nszuiwmitiadssnw waztinse o Ll Aa T w WA AV IT W
Taiduanudarinua é’oifumiﬁa:ﬁnmmsmuqwm:muﬂfmﬁ?aaﬁa (SPC : Statistical
Process Control)

3. msazﬁ'm’ﬁmmqum:mumié?oLL@iﬂi:mumiﬁ@wmaﬁﬂ (Injection  Process)
1 2AAANILLITLTING IUATUNTZUIUNNT Ua U SNANTENUR DUWIAVBIT WINURAINTZL U
mydsznay
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UIFWINNIN

‘V a ° a 6 A 1 { %
nuaNus naudaIn. (2554). mIUszanadng Snan ivedsulseamninnszuan
=) N R =) & 1 04 dl U o = a =
MIHAN NIHANBINTHABREIBTUN LT TUN5UsEnavaLwLAA
nowmas. MIinus UTA. (MITAMIGATWNTIN). UMWY : DoFieinenay
sontwnalulading-dju.
nuasaw eiddg. (2553). mIsaanugyalunszuiunkiamoiaidasmialan
a a ' a 4
1agUWINARTN BB, MNIEIFIANIINANEAS. 2(2) : 79-85.
nusTal audzsz. (2547). M3t Six Sigma andszandlilunisdudyegmnin
MIANE. 2135815U T NRAMNIN ARIINLIaBVARUAK. 5(1) : 20-34.
aa o £ A a a I3
AfANa WaanWIATATY. (2551). N1FILAIITHAMNAINIIAVDINIZTUIRNA.
ANNATIN 5. nyanwe : sananasssunalulad (Ine-duw).
A ¥ a 6 . . o o a
39INT auFus. (2552). N13szend Six Sigma AMIUNTEUMNIIHAADINDENY
ULUIN NIMANH AFIRNIIANINAADINELW. FIANUT UD.L.
(MITAMIATANTIXN). NTINWY : ToudiaIneas sandwmalulad ne-du.
o v & a a e =
238 NINALFEI. (2550N). NMITIAATTHIAANURINITOVEINITZLINNT AOWN 1.
213813 Quality Production 4%1ANgNag T BA)SIMFHNI. 5(14) : 56-59.
a 6 ci
---------- . (25507). MIAAMSATAANURINITOVBINIZLIBNNT Gaui 2. 219619
Quality Production 4%13IN188NBANEIMERWNN. 5(14) : 22-26.
INTNEWOE TULLA. (2552). msﬂ%‘uﬂ‘gaﬂ‘sz?m%mwmwﬁm‘lufsamuwﬁmLﬁaﬁ'ﬂ
0o ® a § (% v A
duSagdaramaitanis@nsmsiafonluninaziaan. miduadidase
aIlinut e, Aanisngasnne). @uslna : dadieadinmas
WAL L.
UNTIANTTT WIANONY; UazAlz. (2555). msdszyndldnann1sdng Snanluwium
6
9AanNIIN NG, MIAIATANEATIAFNNTIN. 11(3) : 4348,
waaannsal Aviundaan. (2549). mM3Uuledsz@nnnuasszunYnIRARN
=~ [] ¥ a d‘ a a [
wdasusitnnglaalfinaianis@nsinisiadanlninazian. Inginus
94, (AensweamnmI). Fedlnl : Taudfiaineas snineaudsslng.
Wpanal 8053394, (2549). lasenisnisvanisldalnuwanainnssanez
Alnfideawam laludszinalng. ssfinus us.a. (M33ans). nyanwe :

TAAINGINY VRIINLIRLATUATWNT L36.



46

IFUG WNHIFN; UAZEIINNT ITIWA. (2551). mMIaavadlfBInnnIzuiumIzulanisa
lagdszyndlditn1adng Snan nadidnsuisnlugamnnsmwrulandew,
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YPNINBa LTI R,

gN73I0 @39, (2553). Ml gsgumwlunsziaunsniauwnzInoud lasms
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Inspection Point
(Gap) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point9 | Point 10
1 1.4 1.4 1.2 1.4 1.7 1.9 2.0 2.0 1.6 1.3
2 1.7 1.4 1.3 1.6 2.2 2.6 2.5 2.2 1.2 1.6
3 1.6 1.0 1.0 1.8 2.6 2.9 2.6 2.1 1.9 1.3
4 1.9 2.1 24 25 2.7 2.0 1.8 1.7 1.1 26
5 1.8 1.5 15 1.2 2.0 2.3 2.4 23 2.4 1.9
6 1.8 1.5 1.5 1.3 1.9 25 2.6 24 25 1.8
7 1.8 1.1 14 25 2.4 2.8 26 2.3 23 1.6
8 2.9 2.5 24 2.0 1.9 2.0 1.8 11 1.7 2.4
9 1.8 1.5 1.6 0.8 1.5 1.9 21 2.0 2.0 2.0
10 1.8 1.1 1.0 1.7 2.0 23 22 1.8 1.7 14
11 1.6 1.2 1.1 1.6 1.9 24 25 22 23 1.3
12 1.7 1.0 1.0 1.7 2.3 1.8 24 2.4 23 14
5 13 1.8 1.6 1.3 1.4 1.9 23 2.3 21 2.0 1.5
2
g 14 15 141 1.3 1.8 2.4 2.2 2.0 22 22 1.5
: 15 1.8 1.5 1.5 1.5 2.0 25 25 2.4 2.7 1.7
% 16 1.9 1.4 1.4 1.4 1.9 23 2.4 2.4 23 1.6
E‘ 17 1.9 1.5 15 11 1.7 23 24 23 23 1.7
& 18 2.3 2.0 1.8 1.5 1.9 2.2 23 23 24 1.9
19 1.9 1.6 15 1.3 1.8 2.2 22 2.1 2.3 1.7
20 23 1.7 1.6 1.6 1.6 1.9 2.0 2.0 1.9 1.7
21 1.9 1.3 1.3 1.3 1.9 2.5 2.6 24 2.6 14
22 2.0 1.5 1.3 1.3 1.8 25 25 2.4 2.5 1.6
23 21 1.8 1.5 1.2 1.5 21 2.2 2.2 2.0 1.7
24 1.8 1.2 1.1 1.7 24 3.1 29 2.7 26 14
25 1.8 1.2 1.2 1.7 23 2.9 27 2.4 22 14
26 1.6 1.3 1.1 14 2.1 2.7 2.8 26 2.4 14
27 2.1 1.7 1.7 14 1.8 2.3 22 2.1 22 1.9
28 2.0 1.3 1.5 1.5 2.1 2.8 26 25 25 1.7
29 1.9 1.4 1.4 1.2 1.9 2.4 2.4 2.4 2.6 1.8
30 2.0 1.7 15 1.7 1.7 2.1 25 25 2.4 1.7
Max 2.9 25 24 25 2.7 3.1 29 2.7 2.7 2.6
Min 14 1.0 1.0 0.8 1.5 1.8 1.8 1.1 1.1 1.3
X bar 1.9 1.5 14 1.5 2.0 2.4 24 22 22 1.7
= StDev 0.28 0.33 0.34 0.36 0.31 0.33 0.27 0.31 0.40 0.30
E! N 30 30 30 30 30 30 30 30 30 30
E Pp 1.65 1.51 1.30 1.35 1.82 1.48 1.98 1.61 1.27 1.65
g Ppk 1.25 1.37 1.20 1.34 1.35 0.95 1.71 1.29 1.00 1.41
= P 0.04 0.52 0.09 0.15 0.24 0.61 0.37 0.23 0.21 0.12
Largest 3- 3- Smallest 3- Largest
Distribution Extreme | Lognormal | Loglogistic | Lognormal | Parameter | Lognormal | Parameter | Extreme | Parameter [ Extreme
Value Weibull Weibull Value Weibull Value
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13199 16 PIAVDITUN BN TV (llvhednegne) (da)

Inspection Point
Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point 9 Point 10
(Gap)
€ StDev 0.28 0.33 0.34 0.36 0.31 0.33 0.27 0.31 0.40 0.30
£
=) N 30 30 30 30 30 30 30 30 30 30
3 Pp 1.10 1.01 0.86 0.90 1.21 0.99 1.32 1.07 0.85 1.10
c
E Ppk 0.87 0.64 0.52 0.67 0.91 0.55 0.93 0.92 0.71 1.04
°
L P 0.04 0.52 0.09 0.15 0.24 0.61 0.37 0.23 0.21 0.12
Largest 3- 3- Smallest 3- Largest
Distribution Extreme | Lognormal | Loglogistic | Lognormal | Parameter | Lognormal | Parameter | Extreme | Parameter | Extreme
Value Weibull Weibull Value Weibull Value
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Eﬂﬁ 28 mmmaa%mmﬁaumsﬂ%’uﬂ;a (lvadnedne) luEﬂLLUflJ‘Iladﬂi']Wﬁﬁﬁﬂﬂ’J’]&l
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Inspection Point
(Gap) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point9 | Point 10
1 1.9 2.0 21 1.9 2.0 21 2.2 21 1.8 3.3
2 2.6 2.0 2.2 2.5 2.0 2.2 2.0 1.5 1.8 2.4
3 15 1.6 2.0 1.5 1.6 1.7 1.8 14 1.5 22
4 2.0 1.6 1.8 2.1 25 2.8 2.6 1.9 2.1 2.0
5 2.2 2.4 2.0 1.8 1.6 25 2.4 2.1 25 1.9
6 2.2 22 2.7 2.0 24 2.1 2.0 1.6 1.6 2.9
7 2.3 1.7 2.0 14 1.7 2.1 1.9 1.5 1.9 1.9
8 2.6 2.8 2.9 1.1 1.6 1.6 1.6 1.5 1.8 3.0
9 2.0 2.2 2.2 1.8 1.8 25 2.3 1.9 2.5 2.2
10 14 2.0 2.2 1.3 1.7 1.7 1.7 1.3 14 2.1
11 24 1.8 2.0 2.0 2.1 24 2.1 1.5 1.8 2.0
12 24 25 2.2 2.0 2.1 2.6 25 2.0 22 2.0
5 13 2.0 1.6 1.7 1.6 24 25 24 1.9 2.1 1.9
2
g 14 21 24 21 1.2 1.7 2.0 21 22 2.3 22
: 15 1.5 2.2 2.2 1.2 1.4 1.7 1.7 1.6 2.1 24
% 16 1.8 1.8 2.4 2.5 2.0 24 2.3 2.2 2.5 25
E‘ 17 23 3.3 2.9 1.0 15 1.6 1.8 1.8 22 2.9
& 18 2.3 25 24 1.0 15 1.6 1.6 1.8 2.1 2.6
19 23 25 2.1 0.5 1.0 15 1.7 1.8 2.6 23
20 2.4 2.1 2.0 0.6 1.3 1.7 1.8 1.9 22 2.1
21 1.5 2.0 2.0 22 1.9 2.4 22 22 2.7 2.0
22 23 1.8 1.8 1.0 1.9 2.6 25 2.4 2.8 1.9
23 1.9 25 2.0 0.7 1.5 2.2 2.2 2.0 1.7 2.1
24 1.9 1.7 15 1.2 1.9 24 22 1.9 23 15
25 24 2.0 1.9 11 1.7 2.2 2.1 2.0 24 2.0
26 1.7 3.0 2.9 1.0 1.0 2.2 24 23 3.3 3.0
27 26 21 2.0 0.9 1.8 24 2.3 21 2.8 21
28 1.8 22 2.2 11 1.3 1.8 17 1.7 2.4 22
29 25 2.0 2.0 1.0 1.0 1.3 1.4 1.0 1.5 2.1
30 1.7 1.8 2.1 0.8 1.3 2.2 24 2.4 3.0 2.0
Max 2.6 3.3 29 25 25 2.8 2.6 24 3.3 3.3
Min 14 1.6 1.5 0.5 1.0 1.3 1.4 1.0 14 1.5
X bar 2.1 2.1 2.2 14 1.7 2.1 2.1 1.9 22 23
= StDev 0.4 0.4 0.3 0.6 0.4 0.4 0.3 0.3 0.5 0.4
IE! N 30.0 30.0 30.0 30.0 30.0 30.0 30.0 30.0 30.0 30.0
é Pp 1.2 1.2 1.1 1.0 1.3 1.1 1.3 1.5 1.1 1.1
g Ppk 0.9 0.9 0.8 0.9 1.0 0.8 1.0 1.3 0.9 0.7
= P 0.24 0.34 0.01 0.32 0.72 0.16 0.23 0.50 0.83 0.03
Smallest Largest 3- Smallest | Smallest Largest
Distribution Extreme |Lognormal | Extreme |Parameter| Normal Extreme | Extreme | Normal Normal Extreme
Value Value Weibull Value Value Value
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a13199 17 PIAVDITUN BN TV (lvhednsvan) (de)

Inspection Point
Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point9 | Point 10
(Gap)
€ StDev 0.36 0.42 0.34 0.56 0.40 0.39 0.32 0.34 0.47 0.41
£
o N 30 30 30 30 30 30 30 30 30 30
3 Pp 0.80 0.81 0.86 0.66 0.84 0.71 0.86 0.99 0.71 0.74
c
g Ppk 0.62 0.57 0.52 0.37 0.60 0.56 0.66 0.84 0.57 0.41
)
= P 0.24 0.34 0.01 0.32 0.72 0.16 0.23 0.50 0.83 0.03
Smallest Largest 3- Smallest | Smallest
Distribution Extreme |Lognormal [ Extreme |Parameter| Normal Extreme | Extreme Normal Normal
Value Value Weibull Value Value
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Inspection Point
(Gap) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point9 | Point10
1 2.0 1.5 1.3 1.3 1.9 2.5 2.4 2.6 2.2 1.4
2 21 1.4 1.6 1.1 1.8 2.2 2.6 2.3 2.4 1.5
3 23 1.9 1.3 15 1.8 22 25 25 24 1.6
4 2.0 1.3 1.7 1.8 1.9 23 24 25 2.1 1.9
5 21 14 1.1 14 2.0 25 25 24 25 1.6
6 2.3 1.9 1.4 1.7 22 2.3 2.6 24 22 1.6
7 1.9 1.7 1.2 1.5 21 25 2.7 21 22 2.0
8 2.0 1.5 1.2 1.5 2.1 25 2.5 2.5 2.0 1.5
9 1.8 1.5 1.7 1.9 23 2.6 2.5 2.3 21 1.4
10 24 1.3 1.2 1.3 1.7 2.3 24 21 1.9 2.0
11 22 1.5 1.6 14 23 24 25 2.0 22 1.7
12 1.9 1.6 1.7 1.6 2.0 2.1 2.0 1.9 21 14
5 13 2.0 1.3 1.6 1.7 22 21 24 21 1.9 1.6
-1
g 14 1.8 1.6 1.1 1.3 1.8 2.3 2.3 22 2.3 1.9
: 15 k7 1.5 1.5 1.5 1.7 2.2 2.1 2.2 2.2 1.6
% 16 2.1 1.3 1.4 1.6 1.7 2.4 2.2 2.0 21 1.8
E‘ 17 2.0 1.8 15 1.8 21 24 21 1.9 21 21
& 18 1.7 1.6 1.8 1.7 2.0 2.0 22 2.0 1.9 1.7
19 1.8 1.5 1.8 15 2.0 24 26 23 22 1.3
20 1.8 1.7 1.3 1.1 1.7 21 2.3 2.6 24 1.9
21 2.0 1.7 1.6 1.5 1.9 2.0 21 21 2.0 1.6
22 1.6 1.2 1.4 1.3 1.9 2.3 24 2.2 23 1.3
23 1.8 1.4 1.9 1.2 1.6 2.1 2.2 2.3 2.0 1.3
24 1.9 1.7 1.5 1.6 22 2.6 2.7 2.3 23 1.7
25 1.9 1.6 1.2 14 22 24 26 22 23 15
26 1.7 1.6 1.1 14 1.8 24 26 24 25 1.7
27 1.7 14 14 1.3 2.0 2.6 2.6 2.3 2.3 14
28 1.9 1.7 14 1.8 1.8 22 25 22 22 1.8
29 1.7 1.4 1.3 1.5 2.0 2.3 2.3 2.4 2.4 1.5
30 22 1.8 14 1.6 21 2.7 25 2.6 23 1.8
Max 2.4 1.9 1.9 1.9 23 2.7 27 2.6 25 21
Min 1.6 1.2 1.1 1.1 1.6 2.0 2.0 1.9 1.9 1.3
X bar 1.9 1.5 1.4 15 2.0 2.4 24 22 22 1.7
= StDev 0.20 0.19 0.22 0.21 0.19 0.19 0.19 0.20 0.17 0.22
5 N 30 30 30 30 30 30 30 30 30 30
é Pp 1.81 2.05 1.45 1.61 1.72 1.79 1.52 1.65 1.77 1.50
g Ppk 1.42 1.42 0.80 0.87 1.71 1.15 1.46 1.29 1.56 1.00
= P 0.37 0.29 0.35 0.39 0.21 0.31 0.15 0.38 0.17 0.41
3- 3- Smallest
Distribution Parameter | Parameter | Lognormal | Normal Normal Normal Extreme Normal Weibull Normal
Weibull Weibull Value
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Inspection Point
(Gap) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point9 | Point10
1 2.0 1.5 1.3 1.3 1.9 2.5 2.4 2.6 2.2 1.4
2 21 1.4 1.6 1.1 1.8 2.2 2.6 2.3 2.4 1.5
3 23 1.9 1.3 15 1.8 22 25 25 24 1.6
4 2.0 1.3 1.7 1.8 1.9 23 24 25 2.1 1.9
5 21 14 1.1 14 2.0 25 25 24 25 1.6
6 2.3 1.9 1.4 1.7 22 2.3 2.6 24 22 1.6
7 1.9 1.7 1.2 1.5 21 25 2.7 21 22 2.0
8 2.0 1.5 1.2 1.5 2.1 25 2.5 2.5 2.0 1.5
9 1.8 1.5 1.7 1.9 23 2.6 2.5 2.3 21 1.4
10 24 1.3 1.2 1.3 1.7 2.3 24 21 1.9 2.0
11 22 1.5 1.6 14 23 24 25 2.0 22 1.7
12 1.9 1.6 1.7 1.6 2.0 2.1 2.0 1.9 21 14
5 13 2.0 1.3 1.6 1.7 22 21 24 21 1.9 1.6
-1
g 14 1.8 1.6 1.1 1.3 1.8 2.3 2.3 22 2.3 1.9
: 15 k7 1.5 1.5 1.5 1.7 2.2 2.1 2.2 2.2 1.6
% 16 2.1 1.3 1.4 1.6 1.7 2.4 2.2 2.0 21 1.8
E‘ 17 2.0 1.8 15 1.8 21 24 21 1.9 21 21
& 18 1.7 1.6 1.8 1.7 2.0 2.0 22 2.0 1.9 1.7
19 1.8 1.5 1.8 15 2.0 24 26 23 22 1.3
20 1.8 1.7 1.3 1.1 1.7 21 2.3 2.6 24 1.9
21 2.0 1.7 1.6 1.5 1.9 2.0 21 21 2.0 1.6
22 1.6 1.2 1.4 1.3 1.9 2.3 24 2.2 23 1.3
23 1.8 1.4 1.9 1.2 1.6 2.1 2.2 2.3 2.0 1.3
24 1.9 1.7 1.5 1.6 22 2.6 2.7 2.3 23 1.7
25 1.9 1.6 1.2 14 22 24 26 22 23 15
26 1.7 1.6 1.1 14 1.8 24 26 24 25 1.7
27 1.7 14 14 1.3 2.0 2.6 2.6 2.3 2.3 14
28 1.9 1.7 14 1.8 1.8 22 25 22 22 1.8
29 1.7 1.4 1.3 1.5 2.0 2.3 2.3 2.4 2.4 1.5
30 22 1.8 14 1.6 21 2.7 25 2.6 23 1.8
Max 2.4 1.9 1.9 1.9 23 2.7 27 2.6 25 21
Min 1.6 1.2 1.1 1.1 1.6 2.0 2.0 1.9 1.9 1.3
X bar 1.9 1.5 1.4 15 2.0 2.4 24 22 22 1.7
= StDev 0.20 0.19 0.22 0.21 0.19 0.19 0.19 0.20 0.17 0.22
5 N 30 30 30 30 30 30 30 30 30 30
é Pp 1.81 2.05 1.45 1.61 1.72 1.79 1.52 1.65 1.77 1.50
g Ppk 1.42 1.42 0.80 0.87 1.71 1.15 1.46 1.29 1.56 1.00
= P 0.37 0.29 0.35 0.39 0.21 0.31 0.15 0.38 0.17 0.41
3- 3- Smallest
Distribution Parameter | Parameter | Lognormal | Normal Normal Normal Extreme Normal Weibull Normal
Weibull Weibull Value
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Inspection Point
(Gap) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point 9 Point 10
1 1.8 1.6 1.7 1.9 2.1 2.4 2.3 2.5 2.2 1.6
2 1.9 1.5 2.0 1.7 2.0 21 2.5 2.2 2.4 1.7
3 2.1 2.0 1.7 2.1 2.0 2.1 2.4 2.4 2.4 1.8
4 1.8 14 2.1 24 2.1 22 2.3 2.4 2.1 2.1
5 1.9 15 1.5 2.0 22 2.4 2.4 2.3 25 1.8
6 2.1 2.0 1.8 2.3 2.4 22 25 2.3 2.2 1.8
7 1.7 1.8 1.6 2.1 23 2.4 2.6 2.0 2.2 22
8 1.8 1.6 1.6 21 23 2.4 2.4 2.4 2.0 1.7
9 1.6 1.6 2.1 2.5 25 25 2.4 2.2 21 1.6
10 22 1.4 1.6 1.9 1.9 22 23 2.0 1.9 22
11 2.0 1.6 2.0 2.0 25 23 2.4 1.9 2.2 1.9
12 1.7 1.7 2.1 22 2.2 2.0 1.9 1.8 2.1 1.6
5 13 1.8 14 2.0 2.3 2.4 2.0 23 2.0 1.9 1.8
e
g 14 1.6 1.7 1.5 1.9 2.0 22 2.2 2.1 2.3 2.1
= 15 1.5 1.6 1.9 2.1 1.9 2.1 2.0 2.1 22 1.8
% 16 1.9 1.4 1.8 2.2 1.9 23 21 1.9 21 2.0
E‘ 17 1.8 1.9 1.9 2.4 2.3 23 2.0 1.8 2.1 23
& 18 1.5 1.7 2.2 2.3 22 1.9 2.1 1.9 1.9 1.9
19 1.6 1.6 2.2 2.1 22 23 25 2.2 2.2 1.5
20 1.6 1.8 1.7 1.7 1.9 2.0 2.2 25 24 2.1
21 1.8 1.8 2.0 2.1 2.1 1.9 2.0 2.0 2.0 1.8
22 1.4 1.3 1.8 1.9 2.1 2.2 23 21 28 1.5
23 1.6 1.5 2.3 1.8 1.8 2.0 21 2.2 2.0 1.5
24 1.7 1.8 1.9 22 24 25 2.6 2.2 23 1.9
25 1.7 1.7 1.6 2.0 2.4 23 25 2.1 2.3 1.7
26 1.5 1.7 1.5 2.0 2.0 23 25 23 25 1.9
27 1.5 1.5 1.8 1.9 22 25 25 2.2 2.3 1.6
28 1.7 1.8 1.8 24 2.0 2.1 24 2.1 2.2 2.0
29 1.5 1.5 1.7 21 2.2 2.2 2.2 23 2.4 1.7
30 2.0 1.9 1.8 2.2 2.3 26 2.4 25 2.3 2.0
Max 22 2.0 23 25 25 26 26 25 25 23
Min 14 1.3 1.5 1.7 1.8 1.9 1.9 1.8 1.9 1.5
X bar 1.7 1.6 1.8 2.1 22 22 23 2.2 2.2 1.8
= StDev 0.20 0.19 0.22 0.21 0.19 0.19 0.19 0.20 0.17 0.22
g_ N 30 30 30 30 30 30 30 30 30 30
é Pp 1.81 2.05 1.47 1.61 1.72 1.79 1.52 1.65 1.96 1.49
g Ppk 1.68 1.69 1.46 1.46 1.44 1.38 1.39 1.38 1.57 1.48
= P 0.37 0.29 0.35 0.39 0.21 0.31 0.156 0.38 0.19 0.40
3- 3- Smallest
Distribution Parameter | Parameter | Lognormal | Normal Normal Normal Extreme | Normal Normal | Lognormal
Weibull Weibull Value
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Inspection Point

(Gap) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Point 9 Point 10
p
1 1.9 2.0 1.5 2.0 2.1 2.4 2.4 2.4 2.2 1.9
2 2.0 2.0 1.7 2.1 24 2.7 2.5 21 21 1.7
3 1.8 2.3 1.3 1.9 2.1 2.4 2.4 2.0 23 23
4 1.9 2.1 2.0 1.5 1.8 26 2.4 26 25 2.0
5 2.0 2.3 2.1 1.3 1.9 2.4 2.4 2.3 22 1.9
6 2.0 22 1.9 14 2.0 2.6 23 2.0 25 2.3
7 2.0 2.1 1.5 2.0 2.4 2.2 1.8 22 22 1.8
8 2.0 1.8 1.7 1.9 1.9 23 2.4 2.4 2.3 2.0
9 2.0 1.5 1.5 1.9 24 24 2.7 2.4 2.5 1.5
10 1.8 1.6 1.3 1.7 2.1 2.1 26 24 2.0 1.6
11 2.1 1.9 1.6 14 2.1 24 2.3 23 22 1.8
12 1.7 1.6 2.0 2.0 1.8 1.8 1.9 1.8 2.1 1.7
5 13 1.9 1.6 1.8 1.6 24 24 2.3 21 24 1.9
2
g 14 1.8 1.7 1.6 1.8 288 2.6 26 22 2.6 1.8
: 15 2.2 1.8 1.5 1.5 2.2 24 2.6 2.3 2.2 2.0
% 16 2.1 1.6 1.4 1.6 2.0 25 2.4 2.2 23 1.7
E‘ 17 2.3 2.0 1.8 1.7 2.1 2.6 25 1.9 2.0 1.8
& 18 2.1 1.9 1.4 14 2.1 24 23 2.2 1.9 1.8
19 22 1.8 1.6 15 23 2.6 24 2.1 2.1 1.9
20 24 1.8 14 1.3 21 24 2.3 21 21 1.6
21 21 1.6 1.3 14 25 2.6 25 22 2.3 1.9
22 2.0 1.8 1.5 1.3 2.2 2.2 2.3 2.3 2.4 1.8
23 2.3 2.2 1.5 1.2 1.8 2.2 2.2 2.2 2.3 2.2
24 23 23 1.4 14 1.9 23 25 22 2.4 2.1
25 24 2.0 14 15 2.0 1.9 2.1 25 2.4 2.1
26 2.1 1.9 1.5 14 22 2.3 25 23 23 1.6
27 1.9 1.9 1.4 1.3 1.8 2.2 2.1 1.9 2.1 1.7
28 2.0 1.6 14 1.5 2.3 2.3 25 2.3 24 1.8
29 1.8 1.5 1.3 1.4 2.0 2.0 21 2.0 21 2.4
30 1.7 1.9 1.2 1.6 1.9 25 24 24 24 22
Max 2.4 2.3 2.1 2.1 25 2.7 27 2.6 26 24
Min 1.7 il5 1.2 1.2 1.8 1.8 1.8 1.8 1.9 1.5
X bar 2.0 1.9 1.6 1.6 2.1 2.4 24 2.2 23 1.9
= StDev 0.19 0.24 0.23 0.26 0.21 0.22 0.20 0.19 0.17 0.23
5 N 30 30 30 30 30 30 30 30 30 30
é Pp 1.72 1.40 1.57 1.40 1.65 1.56 1.48 1.76 1.94 1.46
E Ppk 1.48 1.39 1.57 1.35 1.36 1.46 1.40 1.39 1.44 1.39
= P 0.22 0.16 0.17 0.13 0.16 0.09 0.18 0.25 0.18 0.27
3- 3- Smallest
Distribution ! Gamma | Parameter | Parameter | Gamma Weibull Extreme Normal Normal | Lognormal
AL Weibull Weibull Valu
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	001 ปกสารนิพนธ์ภาษาไทย
	002 ปกสารนิพนธ์ภาษาอังกฤษ
	003 ใบหน้าอนุมัติสารนิพนธ์
	004 บทคัดย่อสารนิพนธ์ภาษาไทย
	005 บทคัดย่อสารนิพนธ์ภาษาอังกฤษ
	006 กิตติกรรมประกาศ
	007 สารบัญ
	008 สารบัญตาราง
	009 สารบัญรูป
	010 บทที่  1
	010 บทที่  2
	010 บทที่  3
	010 บทที่  4
	011 บรรณานุกรม
	012 ภาคผนวก
	013 ประวัติผู้เขียนสารนิพนธ์

