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SUTHEP NOK-IN : AN APPLICATION OF LEAN MANUFACTURING : A CASE
STUDY OF TBKK (THAILAND) COMPANY LIMITED. ADVISOR : ASSISTANT
PROFESSOR CHARK TINGSABHAT, (DOCTOR OF MANAGEMENT, P.E.),
59 PP.

This thesis aims to increase production efficiency and reduce waste in the
production of the Model A that a case study in the automotive parts industry. Conducted
a study of current conditions and problems of model A production line by using value
stream map as a tool for analysis. Find the bottleneck of the process. OEE analysis tool
that is the problem. Continue to improve and reduce waste by reducing the theoretical
principles and adjust the machine (SMED) and evaluation indicators OEE improvement
by comparing before and after the update.

The results showed that the production model A feature machining process
consist of Lathe process, Machining center process, Honing process, Washing process
and Assembly process. A bottleneck of the process is Machining center process due to
the low overall OEE only 78.8% and classified by analyzing OEE we found loss of
Availability with low only 80.9% due to the loss of time by tool change that has taken to
improve, reducing the time of tool change with the flow chart changing tool and improve
reduce loss by concept of SMED.

After improved, tool change time reduced 111 minutes per day affect to
Availability up from 80.9% in September to 90.0% in November and the overall
equipment effectiveness (OEE) up from 78.8% to 87.3%.

In conclusion, result from improved Production of line increased from 1,309
pieces per day to 1,435 pieces per day up to 109.6% that effect to production capacity
more than customer demand therefore can eliminate overtime on Sunday from average

2 day per month to zero.

Graduate School Student’s Signature...............o.oiiiin.
Field of Study Industrial Management Advisor's Signature....................ooeial.

Academic Year 2017
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or Incorrect Processing) NN3eLARANIHAA s nUsEENTAIN LilasanniaTaslanas
a > =) a & v a A A Bl Y a 6
mIeanuuuNBanm biawa sulbunaldianannsunldnaldiiad szl wazluung
a A a v ) A a o ¢ A A : o /. RA &
nytinIndafuddansldndinianusindgmaingaiunitanudnduiiedu
GRREELIRERIS Yy
5. FuAaInadnuninly (Excess Inventory) laWATHIUIZTAI1YIN HIBIU
o = tdl a I v Aa o dl cg/ a v 1 a v =3 s
suagunanniiwll iunaliifananihdundu fudanin iiaduguluniaioinm
wazawaE U wenanidsieliifedymnudiad uanaliaugazaimnga
ToUNWIBIDU ﬁmusﬁauayj
6. Matadenbnilaslaisuiu (Unnecessary Movement) lauAnsiadanbnaf
linalwifadsz lomivasninauluszninemUjiann a2at19iTwnsnesn nIaaw
LNBWBLIL WIaMI3EITURIL uananinsawnnauanugyilaianatnadae
7. Taunnwsadva95ualIn (Defects) lannunaanmasin luiduldarudasinue

=3 d' £ ) > 1
TudsNuNaasinauuwn llnal
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WIIAALAZTUANNITIANTTAI1Y51IAMAT (Visual Stream Management : VSM)

WHUD L5176 TheiN \JweTasfiafidanusanlumssuduienzinszuaums
ﬁ'fia"l,ﬁ%'ummau%’umnu’%ﬁ'ﬂ%uﬁﬁ:ﬁuiaﬂ’hLi‘flumié'uLm’lzﬁ%%ﬂﬁﬂﬁﬁaﬁq@ (Best
Practice) LLaz"L@T%'Uﬂ'mJﬁﬂu&iwqalumsﬂ%’uﬂ;ammﬁm Lﬂugmmuﬁ'ﬁL‘E‘iwlums%’@ms
AAYRILAN Lmﬂ?ja; wazAmwe (Tapping; et al. 2550) I@mm’;ﬁ@mﬂmmﬁmmﬁ’] (Value
Stream Thinking) i lAannsa lanwsInaaInszuInng (Overall Process) 231N
yuNadvaIgnalasyaunIn1Iliulzinmslnazaiminensuazasawing anaanIle
qﬂmu%aﬁﬂﬁmmmixqﬁammﬁ%ﬁ’]Lﬂuﬁm%'umsﬁﬁ@mmquLﬂfoh Gt VSM 39
Lﬂ%LLWJ‘VﬂOﬁI“ﬁ‘ﬁ’]LLuﬂﬁ'ﬂﬂﬁNﬁaIﬁLﬁﬂHaﬁ’l (Value Added Activity) uazAanssuii Lyl
aliinagmean (Non-Value Added Activity)laasiifoyanaawianmaiianzianius
2914 (Current  State) ﬁgmmméﬁslLanmsmm*uﬁmmamuzluam@m (Future
State) #8991nM3UTUL39 lasdaduuniansaudu 3 Aanvw Gt

(| ﬁﬁmﬁuﬁ"l&ifialﬁﬁ@qm@h (Non-Value Added; NVA) @a anugaiilauas
Dufanssaf lisndudnnsasinga aa0d19 11w Lasanag MINYFUHRAA U 2RI
AN I@slvl,m%amian‘ﬁfaLﬁﬂ;jﬂizmumwiavlﬂuﬁuﬁ MIBRIaNINITULALING
59

2. ﬁﬁ]ﬂﬁ&l‘ﬁlfﬁﬂLﬂ%LLGﬂ&iﬁﬂlﬁLﬁﬂQmﬁ’I (Necessary But Non-Value Added;
NNVA) @ annagayiilan wianrindudessaulwifatulunszuiunmania dretnagu
mn@u‘lmwﬂnaLﬁaﬁﬁuﬁumuﬁ%a?@qau, mimﬁauﬁmqﬂmﬁlméaaﬁaizmnmi
HRA MISAMITULT Uil ﬁ‘hL‘flmTaoﬁmiLﬂ?iﬂuLLﬂaqﬂ’ﬁﬁN’luﬂ%ﬂmy L% N334
delssomlunszuanmandalnaids lisansaw douudaslaluing

3. fanmawfinalAifiagmen (Value Added; VA) fa Ranssuniiqmdnlunis

q

AL BUIN LNLINUMTUSULLRUWATZUIUNITHAG 69 LL@iﬁui‘mqauﬁa%udmmﬂums
NAa LIl T I I URIaLAT 099N N TNES
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5

3UN 6 FnaLINITIUEN BT UEN
7131 : Tapping; et al. (2550). &i9d “GW’ AIWNIIVIANIIAIYSIIAMAN

(Value Stream Management). Wi 387.

WNBDARIDTITUAIA A6l Lﬂuméaaﬁaéﬁﬁryﬁgaﬁﬂmqm@i’lﬁ%ammﬁaami
luyanasvasgne (Focus on Customer Needs) é’afuuwugﬁmmwnMath IUFA
5\‘1mwmumiv|,%a°umd’m@laa@ﬁ”’dﬂizmumi (Holistic Approach) %GLme\‘lﬁdﬂdnﬁlz
ﬁﬂﬁ’mmsm:qmamw}LLa:ﬁamiwﬁﬁ‘hLa‘fluz%m%furnsﬂﬁvuﬂ;\iﬁijmauauaamm
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uwdIAALazuann13lTuilye OEE

U833 vz I@ue (2560) OEE #ax131n Overall Equipment Effectiveness
wanefy Uszansualassiuaaa3adans %alﬁﬂuﬁa%ﬁ"@ﬁLLamﬁaqmmwT@mamlaa
LA3099n3 %GL@%N&&I’]%’]ﬂﬂ’]‘Sﬂ’]‘EG%ﬁH’] LATLEAIDINEANINYRILTINU

OEE 2:0niasue G%GﬁNaNﬁﬁlﬂﬂﬂﬁiﬂ’l’]&lﬁ’]&]’]iﬂluﬂ’ﬁﬂ’mﬂNﬂ’s']&lfﬂfyL%&I
lu 3 dunan Usznauee

- Availability (A) 031N ILAWLAIEIINT

- Performance (P) Usz&nSnnie3a99ns

- Quality (Q) 8ATIABNNW

Availability 8031L01LA3899NT

= ) @ = o s A A o o .
nanefs anunsanldinuniasans Sadwa1Nin3adansrines (Uptime) las
fWIRNINLAWLAIDI (Operating Time) I ILINITUNILVBILAIDY (Machine Loading

Time or Plan Production Time) @d1uianfiasnsnanda lasddduinuaad laasd

Operating Time Loading Time — Downtime Loss

Loading Time Loading Time

Operating Time #1889 LIALAKLATEITT
Loading Time #1889 LIA1TUANTELATBIRIDLNBLIALAKLATD
Downtime Loss #an8f4 aaeuis T91sznavliéns Loss nang 4 dszms fa
q @
(1) Machine Breakdown LA3843n3L&e
(2) Set Up or Adjustment 5% 3LURoUIH MILTLUAIQRAIN
3) Cutting Tool Replacement M3tUagn Tool
g p

(4) Start Up mM378 l4339150HA L TUIBY NN Joussan Wi an tudu

Performance U3s8NTNINLAKLAIDIANT

LLamﬁdammu:ﬁLﬂ§a35ﬂsaﬂu13mwﬁ@%uﬁﬂﬁmummgmnmﬁaq@ma
T,@ﬂﬁ"avl,ﬂLtﬁaazvl&immsnﬁwmuvl@ﬂ@ymaﬁnﬂna’uﬁul,ﬂ'%f'aaﬁgﬂ% (Net Operating Time)
Lﬁaomﬂlumsﬂﬁﬂ'ﬁmuﬁomuﬁ@m@lmstﬁméamqmﬁﬂ6] wawq ﬁ%’mi‘flumju Minor
Stoppage 817LT% L3899 Alarm ﬂ%amsgtytﬁaﬁwé'uﬁaammn Speed VAIRIEWIN

° o A o v 1A wa A et = ') @
§38957849 30 Speed VoIWENNWIUUANAN TanmgaLFuaaziAuTuinTays
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3 o & ada o =2 o o ' n‘y .
ldenn asmuitAadwiussinsaunaanasgwlunIineuaads (Standard  Cycle Time)
Wl lumsswniaNas gl InaaaIu1aIgIwIaT Lardsihnaduasas oy

o 1 I { lé et o Q ¥
fasanoonudusuITnusvaIanIad o4 LLﬁﬂx‘i(ﬂdiﬂ@]iﬂ’]‘iﬂ’]%’)m A9%

Net Operating Time Operating Time — Capacity Loss

Operating Time Operating Time

A . . A A ' e =)
Nfind2aN13A1 Net Operating Time Hlguarsaiiasannldmansndufiniom
gayFefilu Capacity Loss leiusingn asundsldaunsaldlunsdminldlanass donu
2zl FMIiwIaean Standard Cycle Time Qm@T’m Actual Output WII628 Operating Time

o &
N3

Standard Cycle Time x Actual Output Actual Operating Time

Operating Time Operating Time

Tan21332 79130901300 Performance  189LA3893NT AN baazdadlaiinosay
100 iwTzwIndnaanaiuliaiagaud Standard Cycle Time a91/uaT9MUAINAT
wia bal LLax’%ULLﬁ”l,ﬂﬁgﬂéTad

Quality rate d@I1AANN

= A a A a a v A a ' a Aa g J a A
uaasdaledaNINHAaFUANINAYaA1 U N g I udad eI LakeaIed
gNINNAYAAT (Value Added Operating Time) @alRALATEIENT UALTULALINY
Wasanagyiisannmaiadymiamnwiiuduinldon dsuunisfadinamain

a di =3 a L% o e n%’
LALARIAIBI3 laitoy Azl IdwI e At

Actual Output — Defects

Q =
Actual Output

Defects = vadi&ui liildaugmn1n (Rework/Repair/Scrap) UazazthuTIuui

gaataInauNun llraaae
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n13AuIh OEE

OEE = AxPxQ

aihwane OEE luiiaaﬂuq@amﬂssuﬁ"avlﬂ

Availability @238 NNIRIBYINNLS B8RS 90
Performance AI3NINNINRIBLYINALSBEAS 95
Quality Rate  AIs3IANIwIavinnusasas 99

OEE = 0.90 x 0.95 x 0.99 = 0.85 (Yauaz 85)

ANURALFENYU OEE

d o | v & ' =
AnugFEsNNanIzuAL OEE uialdiflu 7 dszinnlng g Susasanugmyias

1 v 1 1 a vV & 1 ¥ dq’
luusiazenu uazutanduanugadsldidu 3 ngy laded

—>|1. Brakedown
—>{2. Set up & adjustment 1
Loading time naw 1
[—>13. Cutting tool replacement
Downtime |—>|4. Start up
Operating time
loss
Performance 15. Minor stoppage
Net operating time ngw 2
loss —>{6. speed reduction J
Value added operating
Quality loss i
time |7. defectives/rework ‘ ‘nzg'u 3 |

311 8 naueANUFYLFENY OEE

u1 : 11837 waziaus. (2560). tana1sdsznaun1susIe1g3na Total
Productive Maintenance for Management IMA-715. 'lijisngiauniin.

nax 1 Availability Loss léiri Downtime loss anagmyiienviliiaiasinange

ngal 2 Performance Loss ldur anugmyiienvhldiasasdnudamidinmnga

(Capacity Loss)

a d o

N§y 3 Quality Loss lotur mmgmuLammlﬁm‘%aaNﬁmmlﬁmm:éﬁammu
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uwiIAaLaznann1slFul9anIalsuAILATIINT (SMED)
Single Minute Exchange of Dies (SMED) @a inafialunisaaianlwnnsdsuas
All o v 1 1 =) 1 Aa a A a d‘v £Z a v J’ a
wasanslieglunhsvasnd (ldifiu 10 wifl) Sanafielt ldondadutulay Fuinlaz
a A
Zulne (Shingeo Shingo. 1985) &
lalug (Taiichi Ohno. 1988)

U

adugimnudaszuunmindauuy Talaen squny ndd

BRANAIINUINIUUDI SMED

Tuaaunliuatiuiianunannaiy MailikediuansmnsUjuGnusiie
A o A o v A A & 0 o ' o A
P99103099N3N 1T udiadanzaznudn azdsznavlddas 2 saunang fo swnolu
(Internal Setup) UazdNun8uan (External Setup) lagauneluaznuneiisianssudna g
{ a J { { Qs qll Q’l Qq’ v =) 1
ﬁmmumm:ﬁLﬂ%aafﬂm%qmum:mmmmﬁ‘mmn"l,ﬂNamaaﬂm FAIRINWNIUWDNDL

PN TINANITN ANV ULATDIINIAN wammaag‘

WG a1ln13¥17 SMED

nouflunausuusnues Sunlez Sulnz (Shingeo Shingo. 1985) Huil 3 U
aaunan g 1w lunenas Tunenaiaazuanaanu NN Lﬁaiﬁ’gﬁﬂﬁ’nff’llﬁﬂﬁ
e wafazlindlunnwdninmsinugwnninlasd 3 Tuaau G

1. LN IBLAZINBANBHENDENINNYK (Separating Internal and External
Setup) lwiloadn ﬁauﬁa:ﬁmuﬁLﬂuﬁv’aammmmzmumauanﬂ:ﬂuﬁuag Thuanld
saninazlsfesumelu uazewnnenenade g anuuliihfenssaidunumananan
ﬁ’]ﬁauﬁLﬂ%aaﬁ'ﬂiaz%q@ N aznaenu Miununoluade g paivzanss
Youaz 30-50

2. wagnauwmelwlfilumunauen (Convert Internal to External Setup)
auaanfieziunnumeluding finesdasdasnaana idunouwmenenlile e
uganiienn LLa:ﬁﬂmmﬁq@ Tunrsfanssumsaaiatdiuas udluduaanusnisnes
§9130 aaLaadlesanas 30-50 udafiany wafdsdadnduianssn SMED 71T
Use®NIAINTN miﬂ%‘uﬂgﬂudmﬁmaﬁaﬂf wafianais@l lunmssnzaun Uil
I@mmluymmﬁﬁmh {@qﬂixmﬁﬁgm'jw lagmsliismseanuuumInaaed (DOE)
Waa TRIZ 1uet

8, Lﬂ?iwnﬂﬁﬁmﬁwlﬁdﬁﬂ@iamiﬂ%'ué'?a (Streamlining All Aspects of the Setup
Operation) WaINE U At 1 uaz 2 1 uda 1u§u@auﬁa:ﬁaoﬁmﬂﬁﬁmﬁu Thdne
wazmaT lasliaglugtuuy Visual Control 11w MR ouanmsTugs Bolt 1apwiln
Quick Clamp 8133208173 1831 wnswann1s SMED uﬂ"ﬁazmgﬂﬁadLLazﬁﬂizaw'ﬁmw



22

ua1 zRINNIAALAN lwnTUSuadlanssesas 90 Auldvasiiansin vaLiudnin g
UTudyala g 204mann1s SMED  ud29zdasia 8a3nIaaaianniiansiw i lals

. . ] a 2 & a da %
ﬂ6]ﬂ(’l"ﬂ’m&’J%I@ﬂ’)%%ﬁdﬂladﬂ’ﬂﬂ'ﬁ&l FudusanAanannis

ANUFIAVad SMED ¢iaszuu Pull

lunsvinszuy Pull ﬂtymmﬂﬁqma:maﬁ Ao MIaaLIan s Setup 893N
ANG RAN8Y  ARE1RATRINEIN T luardesdSuAsweissdnsadeiasidiy wany
auwoain Tifind1duas FuiTuseninenszuIums (Work in Process) Afdlpazay A
Qmﬂ’%f'aa%'ﬂsﬂ'dﬂamma%i vnluasdodsu Geduilnadned Alufasin fazlavin sz
Vsz"lﬁaﬁfumémzuuﬁa (Pull System) Qﬁmmtyﬁ'mmiﬂ%'uﬂga Re9YIN% A8 Keisuke Arai
Wa Kenichi Sekine lefionusnduunlnafie Zero Change I@ﬂnmlumimﬁwju zt
luwihzvas Junfl laand1adn “mInAauuuHaa I mylwauuufiazsw aliifluasoae
‘mnL’Jaﬂumsﬂ%'uLﬂ?}lﬂujum‘mﬁ@ﬂﬁa%ﬂwmwaﬁmﬁ

lumariszuu@s (Pull System) wasnmMIReNNUNIAAM (Product Family)
ﬁﬁ]xﬁﬁmﬂ%'uﬂgmﬁa WRIDINI FIZUNIAFEMINGA 1HFUWIILASEIINT LazWEnEna
vnl#iAe swlnasaniiazu (One Piece Flow) sotwaniiaozlimansndszaunagniale
g mn ldanansa sanslunsdiudaonedosinsliiasnin 10 widld wznis
USULR A9 N T FINAAD TUNUIZAINNTZUIHINT (Work in Process) 1agiasd

qIun ANEIATYVad SMED 9aaviil

Yaninaral&3sa bwn1341 SMED a4 laniadita

< o ¥ @ o ' 0 & e , )
Yamnitonasanls wanms SMED  uan lidszaunadiSanniingezin mulsu
(Adjust) LAzNUNARBINAS (Trial Run) td snxnsnanasldle Huldfsnmadfsuanan
mulueanunduauniouen wanzazdasiinisiuudsaTasdnsunsdan vinld

Y A '

HU3W3w09731 LHuaulEes uazna1iesasansasdems asunauwlngaevinlaudau

2

o '

a2mi (Preparing) Wi gunnznisazdisunumeludadunalnmawaaiia
(Mechanism) 4 gfivihdnduazdasininuasszuunalnmelu Sdwinviezls wazas
waswiwlaadnely lasfanssulusiud G9f1An Ao “Centering” uaz “Alignment” LR
‘é d' 1 1 1o o A v [l 1 o ] d' v =S . v d.l' v =3

wikfl daulngliviiude qonzildainilyi dunisndesia (Fix) 1o 13 ialisaass
lun1siUfew Dies i Anvad Setting Parameter VOINDAAUERUAIDNI? LWz UL
‘ ' a i A a & A oa | o« ' =t
sanalannisdazadii (Defective) Nazifialin Sedsiadndununsluag aundt Fuau
o v A T i

druuInazlanfnaanyn asnu fenazunlaluileshlafe n1seenUUY NNTNARDY

(Design of Experiment) T4 nMseanuuunIaasddh aztdunisridn Setting Parameter f
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A A A oA @ ° o ® ) a o A A = aa & A o
anganiaIedIns artarrstialty I@Umlmamawamq@ saduadadugs Nlanuiay
1N ’Lumﬂaq@ammsu A9 mﬁlzjﬁh 1396189150 Parameter 1iNduniala Aawazyin

v & a

. kg o . v L a J v
N3 Fix Lm"l’s LREAAITWIWNIT Trial Run ﬂdvlﬂvl,@ nwﬁaimuqmmwmaaaum NAYNAIY

wwdIAALazuann1IN13UIuj9at19aaLitas (Continuous Improvement)

Kaizen Ldudwvimmditu ulad “nanfudys (improvement) 1fuuuwifai
anlglunsusmsnssamsmsagsldsedning Iﬂmg;al,ﬁuﬁmsﬁ RIUIINVDINTNG
nnau SAUNULR NN AL 9 LN aﬂ%’uﬂgﬁ%msﬁwmuuamn’]wLL'mﬁ aulumIvinnu

o X \ o 0 Ao A o ' oA A As .
IWdzuadiana valadayadndasiinisivdysadnsdeiiiaslaifinduga (Continuous

Improvement)

i lu@adrin Kaizen

o . v X 2 A 4 ' o A a
@UNANNIIVBY Kaizen 1196114 Kaizen 39T uludIAaNazsi83nwInasgnuii
A . A a svclAI &/ nﬂg a dq’ v
2l (Maintain) uazdTud3alw@aElu (Improvement) WINATIUWIAARU A1AIZIU
nilegidunazdas g aaad  anuddnlunizuIunIzad Kaizen Aa mildanwuianu
@ a o ) a & @ s v a o
suInveswinnuNAaLIulsnu lasldmaseudsudnies Seieliifamaiuly
Y { a & ' ' { % o a .
fazianfiasasfides 9 I uWUIuainsaLhad a399uNULWIAAYEY Innovation W38
Qo ‘ﬂl | dl ) dl v v s v v L v a
wianssu Sadumadaswwdassuwiulng Adesldinaluladdudauszaugs daoiiu
aanuImInAnIAIa aaun lddrazedluaniziassgfanuule imAsuisaldisng

Kaizen Lﬁaﬂ%'uﬂga"léf

ada dl' et
ADAALNDWINIU TV 59

o A o dll Aa 6 o ad A
FUUANY 5WIH ﬂamsmummmwa:;Lmﬁ:v\mm@;Naluﬂﬁsvl’laﬁumﬂuaﬁL@u
1 s Wdl;l £ o et d‘y

LLazm"ﬁaamoﬂiuﬂgﬂmmu UsznauaipaInINadi

What ? n’mLﬁaﬁﬂﬁ;@ﬂs:aoﬁmaoﬂﬁiﬁﬁa’lu viazls 2 vinludasria 2 vinesnsan
levvala 2

‘ﬂl o dl o dl 1 o v o

When ? D1uLNaR 81 NI wAtRanz sy vitialns 2 A ludasrinaan
Tib 2 INawdwlavIatd ?

Where ? DULNaRIRDIBATINBALANIZEY VNN 1k 2 A0 ludaerinfibe ? ¥
naulawnsaly 2

Who ? muLﬁamqmaﬁmmmuﬁm%’mm lasiflnaurii 2 vinludadiilnan
BN 2 andurinlevivala ?
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How ? DIuLNaWIAITNINMANIZRNAIAITLIG Yinagnsls 2 it ludasrinagng

b ? ¥ATAWlenTa bl ?

Why ? (Judronunonuaisn 2 maaﬁﬂmu*’ﬁ’mﬁmﬁammqwaiumsﬁwm

nanmidaylunduiiuianssndiudy dznausdan
1) éfam@;amwﬂaﬁ;ﬂ'uslumsﬁﬁmuﬁﬁalﬁﬁaﬂtym%%aﬂ'ﬁgmuﬁmﬁLﬂa"]ﬂizimﬁ
2) Saneitlymfifeduanisnseui s lomd
3) Ysuiasudtnsrinanlng lagnmsldwanns ECRS wnuU5uld tiveSudn
Uiudsanszuiuns lagisznause
E = Eliminate fia mysaaunaumsvienmilisniulunszuiuwnisean’ly
C = Combine fa MINNTHABWNNIHNINWINTIETH LRBLUTRTAnaIWS
wssnulumsrinnu
R = Rearrange Ao mydasaunulnailinunzau
S = Simplify fia U5ui3935mavinu %%@a%nqﬂmrﬁﬁuslﬁﬁwmuvl,ﬁdw%u

4) dfiugmudniadszlominazldiuannisinudanislng

LENETHATIWITENN D

fundes Asxiniant (2557) lavinnsads MU INITzLIUNIHAR Tag
UszyndlinsdanissusnTg o luqmmvmﬁu5'nquﬁLLa:m§aqﬂi:ﬁu BIGNANMT
"3mmzﬁ*ﬂ’agmﬁaﬁummm@;maaﬂzym wazdiunsdiudyenszuauniinia il
sanInsansihlunsnaaasldsea: 565 rpznsrzninsedandislunssiiumnge
Fuad 88 LUAT LazUS N mknuTEninenanastens: 71 denalvsanEmwanonianae
(Yield Ratio) LAndwan3asaz 51.08 da Batch Liuiasas 58.20 ¢a Batch Rndusasas
7.12

0N YANWIA (2558) ldvinn19idn madszandldunun Tuissnassnmenlu
msﬂ%’uﬂqamzmummam maaﬁqiﬁﬁ]wmaaﬂﬂﬁw NIMANINLSHN TPK Davinlik Processing
Time V8INTTLIUNIINAASN8IaIN 2.71 Talusaatwasnan Wu 2.54 dalusdaiuadnas
NARITINAT 6.27

W18 1123: uazdns avrAnd (2559) ladinmiiseuSennsdianmdady
USEnsusnsnaaesasldlniilunsiisen ﬁ’]mmﬁm%udmﬂ’mﬁamﬁnﬁa BNIZUIUNT
%ugﬂwﬁfﬂmumulmy'Lﬂuwﬁnmu%'umm (Subcontract) neawlnsuazasm@ U3En
ﬂszauﬂtymauﬁﬂﬁNamvl,@ﬂajmamuqmmwua:ﬁﬂuaaLﬁﬂﬁtﬁ@mnmzmummamL'ﬂu

FIWIBNIN ﬁ]’]ﬂﬂ’]ii’]‘u‘n3J°ITE]Hﬂﬂﬂiﬂﬁ@]%%ﬁ’]uﬁh%ﬁ@ﬁd’ﬁ’n Ll '@Zé% AILGLADUNNINAN
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DaAauiinuIn 2558 WU nzUIMMIHAaRMTanIT ik 2 uaz F3 anmunInge
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YUY Fantow (Jamal Hossen. 2016) 1avinns3dw Improvement of Overall
Equipment Efficiency (OEE) of Ring Frame Section of a Spinning Mill-A Case Study %d
"L@T@‘hLﬁuﬂﬁ%%'m;iol,ﬁumiﬂ%'uﬂga OEE maa%ud’smoLL%auluq@aW%ﬂiimﬁuﬁﬂ:1 s
V‘iﬂﬁﬁ]mswﬁumﬁtymmigzyL%ﬂmivsﬂq@mﬁ'nﬁﬂuﬂtymﬂﬁﬂﬁaﬂmﬁmiﬁ:ﬁ Pareto
AUNIFNAGIY Fishbone UATNITNATIZALTIATING (WWBLA) wazlfiaSasiio TPM
@mﬁumsﬂ%'uﬂ;almwia:ﬁm w"\faLﬁuﬂizaﬂ%mwiﬂmamaaqﬂmrﬁ Naﬁnﬂmsﬂ%'uﬂ;a
ﬁﬂﬁmi%qmz&"ﬂmaaqﬂﬂszﬁa@m 21.75 wNdens uaz OEE maaqﬂmnﬁﬁuﬁm'}ﬂ%ﬂaz
75.09 Juinuaz 86.20
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Myiinaudarinasinusluasad iunmAodnsdians laadiums

& @ o A o v . v A . A
\UTBYAALAY I@yﬁl,mmﬁmmawaga laun Tayauuulguni (Primary Data) S91iu
NI AUTaYaNMIFINNANIIBLAZALIA1INM T J UG uaTiasntinnunninn
wazTayauuLn@uni (Secondary Data) ¥inmInunudayadifdvadnszuIunuag
d‘ o v dl 9/3: o a R dl a J weR wan A o a

RTR LT a;&aw"lmmaaumummmm LAY YRINAaT ;dﬂﬂmvl,éflmwmimmmm
I@Uﬂ’lsﬁﬁagaﬁ"l,ﬁmlﬂﬁﬁé'ﬂmﬂaamﬁ@msmﬂmsqmm (Value Stream Mapping
VSM) mﬂs:qnm“lﬁﬁa%msw:ﬁua:ﬂ%’uﬂgas:uuLLa:m:mumiw'ﬁ@lﬁuﬁ’]

ﬂszmnmaznzﬁuéﬁaﬁw
o a =1 a g: n? U o a =
NNIENABAITAN B EIRN T LA TIN Taaiwnisdnenialulsssw TBKK
A o A X . = Y & & x> o A
W& 8 TI¥n1INEa Baering Housing mumwaﬂmaamaﬂummmasmlwﬂugﬂm o9
ﬂﬁiwamiuﬂaﬁ;ﬁuﬁwﬁmmﬁaau 24  Model LL@iLﬁaaﬁnnuﬁjmaammamzﬁmﬂ Ll
a > 1 1 > > a Q & v
NIUIBNITNRARANDL LU LANAIINWIN NIZUIRATHNRANANDIUIZNaUGIY Process
Auto, Process Manual, Process Honing, Process Washing L8 Process Assembly
milaunu avnwlunisiasinusluassiisazifandinnislu Model Ninuszdan
FIFAANUNANNNT Product Quantity (PQ Analysis) T9.Iluiunilnanmnugigaiais 6 aaw
OURRINHIWAN
a A A o a 6
LASDIN AN I 1NN E1TRNS
ndfiunsluasl gaadldimannzesmsdanissusgmen (Value
Stream Management) mﬂszqﬂ@"lx’ﬁmuﬂﬁa%”wLqumwa’mmiqmm (Value Stream
Mapping) L‘ﬁa”imswzﬁuazﬁumﬁ;@ﬁlﬂuﬂam@maamﬁmmﬁm G ABNIIILATIN Loss
luﬁagﬁumaomzmumsﬁlﬂuﬂam@ﬁ’;wé’nmsmaa OEE LLazﬂ%’uﬂ;dmﬂmwa@@Tw
\@3098a SMED LLazm%aaﬁaﬂ%’uﬂgaﬁawé'ﬂmi ECRS \Wainu I udnibuunsa Model
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1. @nmannidagiu : @nwisaamioluudaz Model faunas 6 (Hauadud
A 2 A A A o A AaA A A o
\weuunTay Daaulinuen 2560 LNariwualRan Model Niluaaunogingn uasiitoes
saguduaunuulunmasiine
2. ANBINTTUVIUNTINGAVEI Model Nflaaugaga laniian 1 Line luns
o A A w @ & o @ ed AA o v a
Fuiumaivalduduuuy nnvuiimszenaxa Waelataunianwuslnaife
3. ﬁ’ll,ﬁumiﬁEluLqun’lwa’lUﬁﬁiqmﬁﬁaﬂﬁu:ﬂ%ﬁgﬂu (Value Stream Mapping :
Current State) 8n1WiJa31iur89 Model Line Nalfdmiunsduwmdaym anlaiifuyad
vioeafiuaauiavainIzuIuNg
a 6 a > o 9
4. Aenzianugudengdu wezbnuadhwinelunsudly
Aenzimanguadlym

<ﬂ°1Lﬁumiﬂ%'uﬂgom:mumiwam

N oo o

mnaauwa%é’amsﬂ%’uﬂ;uﬁwﬁmﬂmmU
8. @ﬁLﬁumSL%ﬂuLqumwmﬂmsqmmamuzamﬂ@ (Value Stream Mapping :
Future State)
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a U
‘u‘nagﬂ anudsgua LazvaldwaLlbe

= %)
nmsdnsanniagiin
HOAULLARE 6 LADW AILALABNNNIIAN ﬁuaauﬁqmw 2560 WU71 Model A

Lﬂuéuﬁﬁﬂam’mgaq@ 88 87,950 TUuADLADW LRAIAIAIINNN 3

AN3197 3 HAAVUILINNAIALLARE Model AILGALAARINIIAN 5\1Laauﬁqmﬂu 2560

UTHNNIIAN N
Jan Feb Mar Apr May Jun A o Ci i Accu. Ci ive|Accu. C ive

No Model

(Piece) (Piece) (Piece) (Piece) (Piece) (Piece) (Piece) (%) (Piece) (%)
1 A 81,144 84,029 96,768 96,838 87,360 81,564 87,950 24.7% 87,950 25%
2 B 56,064 64,008 61,588 60,984 64,512 61,992 61,524 17.3% 149,474 42%
3 [} 59,472 53,988 54,936 32,508 66,024 62,496 54,904 15.4% 204,378 57%
4 D 69,048 81,648 70,056 47,880 - 22,176 48,468 13.6% 252,846 1%
5 E 27,720 18,648 30,744 22,680 34,005 30,240 27,339 77% 280,185 79%
6 7 16,632 16,128 21,348 16,128 12,672 17,640 16,758 4.7% 296,943 83%
7 G 6,078 6,552 12,096 8,568 13,608 13,056 9,993 2.8% 306,936 86%
8 H 13,608 10,788 3,468 11,424 6,552 12,600 9,740 2.7% 316,676 89%
9 | 6,048 8,820 15,144 13,104 13,104 - 9,370 2.6% 326,046 92%
10 J 13,104 13,104 9,576 = 2,664 1,656 6,684 1.9% 332,730 93%
11 K 6,804 4,386 48 7,056 6,360 3,150 4,634 1.3% 337,364 95%
12 L 4,344 492 3,204 2,916 2,016 3,432 2,734 0.8% 340,098 96%
13 M 4,644 - 3,840 = 4,740 2,520 2,624 0.7% 342,722 96%
14 N 4,584 3,984 6,432 = = = 2,500 0.7% 345,222 97%
15 o - - 1,236 6,456 6,708 - 2,400 0.7% 347,622 98%
16 P 1,092 1,572 - 2,412 2,880 3,552 1,918 0.5% 349,540 98%
17 Q = - 1,692 4,032 1,992 1,286 0.4% 350,826 99%
18 R 2,400 2,388 768 684 960 1,200 0.3% 352,026 99%
19 ) 32 480 1,440 2,088 1,584 1,124 0.3% 353,150 99%
20 T 1,248 - 36 2,004 - 1,008 716 0.2% 353,866 99%
21 U 1,848 1,344 1,056 - - 708 0.2% 354,574 100%
22 Vv - 1,055 2,052 768 - 645 0.2% 355,219 100%
23 w & 1,176 2,088 - 2 544 0.2% 355,763 100%
24 X 245 245 0.1% 356,008 100%

371,666 372,875 397,923 340,702 330,273 320,279 356,008 100.0%

AU Takt Time Model A

PAAUNLLARY 6 @Al 87,950 TudaLfan
o o A o . oA
FWVINIWLRRE 24 Yudalaan

Takt Time t1NNY 3,665 TuAaIn
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A ® a
NIANBINIZUIBNIIHAR UAzNUDBYANINEAVDI Model A
a A A . a o & (4
NNIATIIROUNIZUIRNNINRAVDI Model A T3 Line nINaanannsviva 3 las
Usznaudela No. 1 ez No. 2 ANNTZUIBNINRG LALATOIINTLAIaWNY L Line

{ . { @ A o o '
No. 3 NUANVLANGIIVAILATAIINT TILFAIAIFUA LA

Line No. 1&2 | Process : Face, drill, tapping

Autoi wm/cH2 M/Ci1 M/CH2 M/CHL M/C#2
3 e 0oP2-1 0P1-2 0pP2-2 oP1-3 0p2-3 Honing Washing As'sy
(Iahte)
f i o/ NOZENGY

O/ O/ O/

=0 o

Process : Auto Process : Manual Process : Honing Process : Washing Process : As'sy
cr 2.01 min./machine ~ |CT. 1,52 min./machine  [CT. 0.50 min./machine ~|CT. 0.70 min./machine  |CT. 0.70 min./machine
Number of M/C 3 machine Number of M/C 2 machine Number of M/C 1 machine Number of M/C 1 machine Number of M/C 1 machine
Average CT.  [_0.67]min./pcs Average CT.  [__0.76]min./pcs Average CT.  [__0.50]min./pcs Average CT. [ 0.75|min./pcs Average CT.  [__0.75|min./pcs
Work time 1260 min./day Work time 1260 min./day Work time 1260 min./day Work time 1260 min./day Work time 1260 min./day
OEE. 81% OEE. 79% OEE. 95% OEE. 93% OEE. 93%

Capacity pes/day Capacity [1309]pes/day Capacity pes/day Capacity [2555] pes/day Capacity pes/day
Work day 24 day/month  |Work day. 24 day/month |Work day 24 day/month | Work day 24 day/month |Work day 24 day/month
Net Capacity [36552|pcs/month  [Net Capacity [31416]pcs/month  |Net Capacity [57264]pcs/month  |Net Capacity [37320]pcs/month | Net Capacity [ 37536] pes/month

Net capacity (Bottle neck) pcs./dav/\me

Line No. 3 [ Process : Lahte | |__Process : Face, drill, tapping

Auto line use only 1 operator

Honing Washing As'sy

No%

. N
) \o/  ——

Process : Auto Process : Manual Process : Honing Process : Washing Process : As'sy

cT. 2.16 min./machine  [CT. 1.35 min/machine  |CT. 0.50 min./machine  |CT. 0.70 min./machine  |CT 0.70 min./machine
Number of M/C 2 machine Number of M/C 1 machine Number of M/C 1 machine Number of M/C 1 machine Number of M/C 1 machine
Average CT. [ 1.08|min./pcs Average CT. [ L.35|min./pcs Average CT.  [_0.50] min./pcs Average CT.  [_0.75|min./pcs Average CT.  [__0.75|min./pcs
Work time 1260 min./day Work time 1260 min./day Work time 1260 min./day Work time 1260 min./day Work time 1260 min./day
OEE. 82% OEE. 81% OEE. 95% OEE. 93% OEE. 93%

Capacity [s59]pes/day Capacity Capacity 6] pcs/day Capacity [1555] pes/day capacity [1564] pes/day
Work day 24 day/month  [Work day Work day 4 day/month |Work day 24 day/month  [Work day 24 day/month
Net Capacity [ 23016]pcs/month Net Capacity [ 18144]pcs/month Net Capacity [ 57264]pcs/month Net Capacity [37320]pcs/month Net Capacity [ 37536]pcs/month

Net capacity (Bottle neck) 756 pes.day

{ a & ¥ J a o
U7 11 n3zUIUNIINAGTEI Model A 113 3 lauaztayaiug1u U3snnIdidnm

Capacity N1INaaUad Model A

Line Number 182 (L03893n3L1WT aniim)

AN TR UNNIHER 1,309 Tudaiudalail
$runlainaand 2 ladd
Capacity 72% 2618 Tugoin
Line Number 3

ANMNRINTDINNITHE® 756 Tudaiudolai
rwnladnaais 1 lask
Capacity 374 756 %ummu



32

Grand Total Capacity v 3 lasd 3,374 Fudoin
IWIWIUTY 24 Tusdalfan
a1l Capacity 52um9 3 lask 80,976 Zuciafian
AMAADINIIVBINAT (BDAVIE) 87,950 Budaldian
31 Capacity 13sunaunusanuiy 6,074 BuAalfion

Uywivasuiuniaginia Model A $98l8aa1105950LaR 87,950 Tudaiaa
I 24 Tudolfon LIV I Takt Time 92 1alvinny 3,665 Tusialw we
P ) © A o Aa o & a . @ Y
Luaoa’mmmﬁmmmammﬂwluﬂaguu 3 a1l aruswInlunIsNEa G wLYNNU
3,374 TwADI% ﬁﬂﬁmmﬁmmmmmim"lsjLﬁ'mwaﬁ'ummﬁaamwaagﬂﬁw AIBUNT

2 o 8 " h a5 = i % A €A & o A A
un ldymIseesinmilila Overime NS WIRANUlWInaAadRuIRIN INoNA®
0 A 0 oA A = =i o o a &
Tugrnn laiiNeawa I@mawwz’lumauummLLazLumwwm’mmaamig}ﬂmmeumn
(L@OURWIAN LYINND 96,768 Tt LazlAawlNENe®h LYINNL 96,838 Tu) Aadlla Overtime

o a

nniuanfiad Mldlszaudyminisdansmisiaunzdnand wuiudymenunien

fzaswinmu wazmafedywigunnwluiiainmie nianssufouninaud

"I,&i"léfa%iﬂi:ﬁ’hvlaﬁmwmmmﬁaaé’uﬁ‘mq@ﬁ'ﬂ ML)

MIDIBURBNNENE515AMAEAITD91I% (Value Stream Mapping Current State)
mw‘i’nﬁumu%smuwumwammmm&h 2217 Line No. 1 waz Line No. 2 Nl
NIZUIBNIINRA LAZINWIWLAI DI NINRR aunw T uawuuslwn1Idinnns e lTawTu
dunigafiduigni 1hen13Tn13050d3e wazileanan1sdudsslduaaningaisaz
o A @ oA ' = ' 'Y o
FuinnIIvenena g laiansda 4 TILNUNITWEHTITA DA amu:ﬂﬁ]ﬁ;uu LRAI LA

Eﬂiﬁaa’ﬂd



Supplier (RM)

1335 pes

Receive Store

Am neck

Model A (VSM current state) Line No.1 and No.2 same VSM

Monthly plan

Monthly plan

Model A

Monthly plan

Monthly production plan |

4

S

e

Customer

FG Store

o] [T
:

)
=0

1335pcs 120 = 1309
Daily pull PCS oo w pcs
24 Hour 2.1 Hour 2.1 Hour 24 Hour
Production Iead time
0.67 min 0.76 min 0.50 min 0.75 min 0.75 min 2.2 day
Process ead ttime
3.43 min.

P ' % a o aR
Eﬂﬂ 12 LLN%J‘HW&WEJF]SQM@]’] amu:ﬁa)ﬁ;uu VIBNNITRAN N

NNNIATIIFAL VSM mao"laﬁmsw?z@]ﬂm;ﬂ'u Wil Process 7)1 Bottle Neck

nx Cycle Time fﬁﬁﬁj@] 1JunszuIwny Manual (Face, Drill, Tapping)

A & oo
ANYVNEINNITUINNIT

C/O (Change Over Time) anfiga asuunszuiunsidndugedymiesdandaludiugye

Aaudusauwsn

Narzdanugaiioifnin uazimuadhnanalunsunly

ﬁ]’lﬂﬂ’?ﬂﬁﬂ‘ﬂ/{ﬂﬂq\}ﬂ‘i’]&lﬂugﬂ@?}FN OEE lutaauﬁ’umﬂu 2560 aINITUIBNIT

Manual (Process Face, Drill, Tapping) LLa@\ﬁWﬂazLﬁﬂ@lvl@Tﬁogﬂ@T”mﬁho

2iayaidiau 9 / 2017
Plan Loss

Meeting

Non Plan loss
TOOL Change
Cleaning

Dimension Adjustmer
Break down

PE set up
Electricity, Air Probler
Check sheet

Waiting Material

Total (Min.)
Total(%)

[O.EE]

>

Availibility
P Performance
Q Quality

O.E.E.

240
240

5136
480
44
32
20
15

5727
19.1%

80.9%
97.9%
99.5%

78.8%

Mxxx Line OEE (Before improve)

17.1%
1.6%
0.1%
0.1%
0.1%
0.0%
0.1%
0.0%

90%

95%

99%

85%

Available Time

Loading Time

Operating Time

Line working Time
Available Time
Loading Time
Operating Time

Standard Cycle Time

CT. average

30,240 |
30,000
24,273 | 5,727
5,000 10,000 15,000 20,000 25,000 30,000
minute/month
Prodcution Q'ty (Sep '17)
Total
30,240  BEARING HOUSING 31263
30,000
24,273
Total 31263
0.76 min/Pc

OPlan

OUn plan

OK NG
31120 143
31120 143

gﬂﬁ 13 OEE 784032171017 Bottle Neck lit@awnuengis 2560 USHNNIMANSA
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Aa312% OEE. lul@aunwensis 2560

Available Time LIATIWNARS 30,240 wNdalaan
Loading Time LIa13UNN329% 30,000 WfidaLaan
Operating Time LI&TNIINES 24,273 WNdalfon
Availability §@31LRwLA304 24,273/30,000=80.9%

Performance U3s8NTNINLAKLATDY

Actual Output 31,263 Gudalaan
Standard Output = Operating Time/Standard Cycle Time
= 24,273/0.76
= 31,938 Tudiaifion
Performance = 31,263/31,938 x 100
= 97.9%

Quality Rate 93100 TN

Actual Output 31,263 Tudolaau
Scrap 143 Tudoldamn
Quality Rate = (31,263 - 143)/31,263 x 100

= 99.5%
OEE. = AxPxQ

= 80.9% x 97.9% x 99.5%
= 78.8%
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w31 OEE WHUNUANTNRNNY LEAILaaINTINAIHAN

100.0% 50.0% ~95.0%97.9% 99.0%99.5%
. (o]

o 85.0%
0-9% 78.8%
80.0% S - -

60.0% +---| |  |------- -]

20.0% +--- |  |------1|  f-------

20.0% -t -l -

0.0% - T T T
Availability Performance Quality OEE

OTarget @Actual

gﬂﬂ 14 nmwa3l OEE Wgunuainrang USENNSHAne

\aNa I OEE Wud Availability 1uaendfigavinnuiasas 80.9 1w
Warisunuthnane luamefiann Performance waz@n Quality WWinAUSasas 97.9 waz
Ja8az 99.5 ANEIAL

WNTIZ6N% Availability dhannilatisunuiiinany 3989IHalR OEE 520NAL
[ A = o { o o & ' i a o . . I {6 o
Jouaz 78.8 Dauszaufidnann danuanugyilarfiialudiu Availability 39.0uganls

o @ & o @ @ a & o o A &
anuddmduirauuinlunmudrlfiienzd arsseuaniwilagiu dunngadidudym

LLaz@hLﬁumsﬂ%’uﬂga



31A3129% Loss A lul@aunuansn 2560 lagaaisaadunmwniisla

6000 9% 100%  100%  100%  106%
5000 N
Loss 31nn15tUaaw Tool ¥NnN&a
< 4000 5 3
@ a ® v 7
e AaLwIagaz 90 INNIKNA
8 3000
e 5136
(o
® 2000 | e
1000 W |- Seoe ke
_480_| 44 32 20 0 15 0
O T _ =

TOOL Change Cleaning Dimension Break down PE set up Electricity,Air ~ Check sheet Waiting Material

Adjustment Problem

[JLoss A (minute/month)  ==O==Accumulate (%)
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100%

80%

60%

40%

20%

0%

P a o a A o AR
31]71 15 ﬂj’]WWqLilﬁ L‘SEIGM@UL’ngEyLaU PUIBNNITUFAN N

nnnnwsle Sessauanugydis wudifessz 90 vesnNuFUIRNINAA

A a v o § wa a a ° :
113NN IR tool °nLﬂumm@maﬂmlvﬁamﬁmmmaamm’nﬂmmsl

ﬂ’]iﬁLﬂi’]Zﬁ%’]ﬁ’]L%@]”Da\‘]ﬁm%’] Loss n13ti/agn Tool

ﬁ]’]ﬂﬂ’]i@]i’]ﬁ]ﬁaﬂﬁaiﬁlaﬂ’]ﬂﬂaU‘H Tool 1%33%’510"3’%“‘7] 1997 @la”lﬂ&l 2560 @4

1sznaudueazidsa Tool NIT, ¥1A331%018289 Tool, ANUAMIURaULatRgUNU
s q

VAR LLﬂzL’Jaﬂﬁlﬁuﬂ’ﬁLﬂaU% Tool #aATY NAMIATIIROLUFAIAIATIHNAUE Q9%
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Tool Life Prodution | Frequency Total Time
Tool Average Actual Tool Change Time
Process | Machine Number Tool Name Standard Plan Change Tool Change
Number
pcs. change | pes/day/Mach. | time/day/mach | n1 n2 | n3 | n4 | n5 [min./timemin./day/mach.

Manual | #1&#2 |1-1&2-1 1 Face Mill Rough @28 200 655 3.3 16.2|17.2(16.4 | 16.4|17.2 16.7 54.6
2 |Reamer @5 3500 | (dawedaq) 02 9 9.0 17

3 Face Mill Finish @28 300 2.2 24.8(24.9|24.5|25.1|23.7 24.6 53.7

4 TAP M6X1 13500 0.0 6.5 6.5 0.3

5 Reamer @12 3500 0.2 7 7.0 1.3

6 Reamer @2.2 5000 0.1 11 11.0 1.4

7 SPOT @18 20000 0.0 13 13.0 0.4

8 Reamer @4.86 2000 0.3 7 7.0 23

9 Endmill @5.2 5000 0.1 7 7.0 0.9

Total loss from tool change (min./day) 117

1-282-2 1 Cutter @9 10000 655 0.1 16 16.0 1.0
2 Endmill @2 1000 0.7 5 12 8.5 5.6

3 Drill @2 (angle 35) 1000 0.7 5 1 8.0 5.2

4 Drill @2 (angle 48) 1000 0.7 5 12 8.5 5.6

5 Spot Face @26 3500 0.2 8 8.0 1.5

6 TAP M10X1.5 27000 0.0 &) 5.0 0.1

7 Brush @8 1000 0.7 7 7.0 4.6

8 Flex hone @11 600 1.1 135|126 (12.6|13.2| 125 12.9 141

Total loss from tool change (min./day) 38
1-3&2-3 1 Face Mill Rough @28 200 655 33 16.2|17.2|16.4|16.4[17.2| 16.7 54.6
2 Reamer @10.5 3000 0.2 7 7.0 1.5

3 TAP M12X1.5 13500 0.0 6 6.0 0.3

4 Endmill @12 3000 0.2 8 8.0 1.7

5 Drill @10.5 8000 0.1 6 6.0 0.5

6 Reamer &10.8 8000 0.1 5 5.0 0.4

Total loss from tool change (min./day) 59

Grand Total loss from tool change (min./day) 214

mnmim’maam’manﬁmﬁLﬂ%aﬁm%ﬂqmﬁaamﬂn’mﬂﬁw Tool ANNTALLIAN

) o ! o A 2 o A ! L o A o a
(?IE];&E\HIUL’JN]RWJ’N’J%Y] 1 033N 7 @Ja’]ﬂu 2560) Wuqqlu%uﬂjuﬂqi‘ﬁq@Lﬂiﬂﬁﬁ]ﬂiLWE]

a a A o ) A A . e A
LWRew Tool %ZL@ULQQ’]"Wq@Lﬂiaﬁ%ﬂiiqwﬂuLﬂaﬂ 214 YINQDINGDLAIDI

91971373 Standard tool life & ¥inldaalasntasiiduiensnyiilving

A A | - ) -
Loss mﬂ“nq@ ‘ﬁ\‘l‘wumlu Machine No. 1-1 nU 2-1 LR% Machine No. 1-3 nu 2-3 4

¥19337%M3 1T Tool Face Mill Rough Dimension 28 mm. twlaunu 1w Tool NRNNAIZIH

Tool Life 200 Tudan1TtUaswnitsnsd ezt a N tiURuwluniaIiass 16.7 Wi L1ia

o ) A A o a A A a a
u’]L’Ja’]N’]i’JUﬂu'ﬂzuL’Jﬂﬁlcﬁﬂq@Lﬂia\T‘ﬂﬂii'ﬂN 109.2 ¥ N DILLALNEN Tool I1UNITLAYIANG

uwnanggasiasas 51.0 983a1M3LUa8% Tool NINAA
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;ﬁ'@ﬁﬂmiﬁwuﬂﬁmwaﬂa N AT LATITANIZTLINMT AITUII LAITNAATIN
A { . \ \ s W o
LLNus;]aJﬂimJ’mmSLﬂﬁslu Tool Face Mill Rough Dimension 28 mm. Falaneazdua

LEAINS WNWNANITZLINMT AWE

UNUATIN5ZUIUNTS
daeu : Face Mill Rough @28 fAquua
Line, M/C : Model A Machine No. 1-1 & 2-1 nsUfiiRnng
WuAiie : AsLAdauting
AIATIAFAL
nsvuMsiaunsliuilye X nssamad
ATTIIUNMAINITFUSY AMsLfivinmn
SzUENININ (WRS5)
a5 (uii)
it . ; Uszianau P | sTEEve|  nan Hoydnwal
b ERRTTI mulu [mevan| (au) | (wes) | (wnv) (@) |:> D D v
1 |\in_tool viay tooling 1 0 0.00 | @
2 |vaeiadas 1 0 0.75 |
3 |Operate @un tool Maguldau 1 0 0.42 ®
4 |aam tool winaanann _pot 1 10 4.20 ®
5 |eam tool aanain holder 1 0 0.50 [
6 [vivmnwazaia Holder éna  Air blow 1 0 1.50 ®
7 |1d tool Minifu Hoder 1 0 0.33 [
8  |[amasaumsiuwiuasiian 1 0 0.33 e
9 anAFauANe _tool ée High gauge 1 10 3.50 )
10 [1& Holder ndwdin pot 1 6 2.00 [ o
11 [Off set mnuem tool MieBas 1 0 0.25 [
12 |aedan program (MO1) Start e3ag 1 0 0.25 o
13 |ffudinelu_tool life record 1 0 2.50 [
14 [Start running 1 0 0.17 [ J
aAqlwa 13 1 1 26 |16.7 | 11 0 2 0 1

3UN 16 unwninIzuIKNT MItAsn Face Mill Rough (Mawmsdiuilys) u3wm ndh
fnwn

ﬂ']ieJLﬂi’]ZﬁLLN%.ﬂﬁﬂiz‘U'}uﬂ’ﬁ WL

1. fnagydaainniiafeniiiiesnnadninilunisnea Tool uaza31370
AMNE1 Tool agf Inagduanu
2. nudiufind1lu Tool Life Record tilwnulu vlwiduianngainiasins

Lﬁugam

NIELARNIIUTUYTINIZUINNNT
1. laafiumadudyslasldnannisues ECRS lasnavhligdfuanuinng
v J v o & ed o & o s o [} .
ldi183u dramiasmuiadegUninindndudniuniinmainanue Tool 1iu High

Gauge, Iz mIUNMIaTIaianaue Tool, Uszuwannaftanindudadlilumandsn Tool
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A o A ' [ A o Ao a A oAl
WD AT N19NITLAK L1 U135RINIAITNTIAG LASLATaIININTN Urzuen19nin nga
° o { ' & o A @ {
P 1RRI01308081 I8N IR0 Tool danIiadla moLLa@awaawﬂugﬂﬁ 17

2. @AM LT RARNNITUWANAIREIN1ILUR8% Tool T Check Sheet 210

bl \unuuaniiaannnyaIaradaIadans

WNUANASELIUNNS
davu : Face Mill Rough @28 Aquwna
Line, M/C : Model A Machine No. 1-1 & 2-1 mMslfiiciang
PGNT) : maadaudng
AIATIANAL
nszIUANsAaunsUsuLse nssanat
FNUNNMAINTUFULF9 X Asiudnmn
52UEN95IU (aS5)
a5 (uii)
e, L > i svinnau U [ sTEzne| LA doydnwal
RTER g TR metu [ mevan| (au) | (wes) | (uid) (@) |:> D D v
1 \iin_tool viav_tooling 1 0 0.00 | 1@
2 |vaaetas 1 0 0.75 @
3 |Operate Ban tool Mazulasu 1 0 0.42 ®
4  |eam tool iin@anann pot 1 2 0.84 ®
5 |eaa tool aanan holder 1 0 0.50 [ d
6 vinanuazana  Holder ¢ Air blow 1 0 1.50 ®
7 1d_tool shlwmifu Hoder 1 0 0.33 e |
8 |eamasaunisiuwiuvasian 1 0 0.33 e
9 anagauANNel_tool s High gauge 1 2 0.70 @
10 |1& Holder ndudn pot 1 2 0.66 [
11 [Off set mnuen_tool Medag s 0 0.25 [)
12 |neuflan program (MO1) Start iedag 1 0 0.25 [d
13 |Start running 1 0 0.17 @ | |
14 |ffufinerlu_tool life record 1 0 0.00 L =S
aglwa 12 2 1 6 6.7 10 0 2 0 2

3UN 17 unnndnszuaunsidsn Face Mill Rough (naamaliuilys) ussmnsdieinmn

AN319N 5 a;ﬂNamiﬂ%'uﬂgdﬂszmumﬂﬂﬁml, Tool Face Mill Rough

nawliuily nasn13UIulye

mM3lfuanns

NILARANENE

N13IAIIINAL

ni3vanad

NILALITNEN

FINTUADY

ITYTNITIN (WAT) 26 6

1281328 (W) 16.7 6.7
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NRRWEN1TUTUYT

FNTORALIAINTSLUALW Tool 31N 16.7 WNFEATI L1RD 6.7 WINGaATI AARI
10.0 WINFDATI
VLﬁﬁﬁms‘*umuwamiﬂ%'uﬂgavl,ﬂﬂ'a Tool Face Mill Finish Waz Flex Hone
7183 Tool Life uliazlauaannlanuaeasnaonuny Tool Face Mill Rough was@tinns
o o = o A a 0 o o @
ﬂsuﬂ;ﬂuaﬂwm:mmnu smu,amﬁzla:l,aﬂ@maumsﬂmﬂgaLLa:ummiﬂmﬁJ;a LRG

@IWNLLN%QflﬂS?.:‘LI')%ﬂ'ﬁ A Ha19%

Tool Face Mill Finish Dimension 28 mm.

WHUANNSZARUNS
Haeu : Face Mill Finish @28
Line, M/C : Model A Machine No. 1-1&2-1 nslfiiinng
fuRiic T XXX AsLAdauding
ATRIAFAU
nsTAIuUNsAauMsUFuTe X n3sanan
ST UMIURINTUF UL AsALEAE
52195 (Wes)
a5 (Ui)
it 5 : Uszianou U | sEEEne | A Houdnual
SREH e owly | swuan | (au) [ (wes) | (uid) O D D v
1 [@in tool viay_tooling 1 0 0.00 | 1@
2 [nmowedag 1 0 0.17 *—
3 Operate Bun _tool Maglldau 1 0 0.25 ®
4  |eam tool i@anain  pot 1 0 0.25 @__ |
5 WWu'liaaa tool aanann _holder 1 10 4.20
6 |vinanuazaim Holder éne  Air blow 1 0 1.50 [
7 [ipundumniiiesacla tool hlwidu Hoder 1 0 0.33 [
8 |amamaunmsfiuwivasian 1 0 0.17 | ®
9 AnAFauANEN_ tool dae High gauge 1 10 4.20 o
10 |18 Holder ndwin pot 1 1 0.60 o
11 |Off set anuam_tool iedas 1 0 0.25 []
12 |nei#an program (MO1) Start iA3ag 1 0 0.08 [
13 [ihwaannenasauaamweiod 1 1 0 1.00 —®
14 | Off set Wsunauaw 1 0 0.17 |
15 [duwarulidsdy QC anasauqaw 1 32 3.50
16 |amasauaaaiwaioi 2 Tan QC 1 0 2.80
17  |wawiuain QC ndunavnIsanadauasa 1 32 3.50
18 |fuvindlu _tool life record 1 1 1.50 [
19 [Start running 1 0 0.08 []
Aqlwa 1 1 86 |24.6| 11 3 4 0 1

UM 18 unundnszuIumsiasn Face Mill Finish (lawnaliuilys) uiemnastiénmn

mﬁLm’]zﬁl,mm]ﬁm:mums WU

1. szpemgsannmstanll 1 szrinensiaen tool F528en19393 86 LuAT TN
IFsaann saRalwinaass Tool laamuldinanmvue 24.6 wiidonss

2. s:nzmaﬁlﬁuvlﬂaﬁq@ Hwiuaawnsdssniidon Tool uda Tumun Qc
FnsaTame e MUISIUAY faufiezsiins Start Running wasnaiaen Tool 1859
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3. suiiunnenls Tool Life Record tilitanislis V‘iﬂﬁlﬁynmﬁqmﬂ%ﬁm Yl

L‘ﬁll;&ﬂ@i’]

M i TUsulsInszuInms

1. lddufiunsdiudylesldnannisves ECRS  lasmailwguuanu
v ldinedu @T’Jzlmsamu%'@%aqﬂmtﬁﬁ’iwLﬂué'm%'uﬂ’ﬁmni'@m’msm Tool LT
High Gauge, lfizé15UMIATIIAANNEN Tool, ﬂsmanﬂmﬁ@ﬁa‘hLﬂuﬁaﬂﬂuﬂ’mﬂﬁ'Uu,
Tool ialwszemanisianly 11 32Wi19mMIaT930 Lasla3e9anInT Svze: mMenlng
ﬁq@ nlmunsnaanaumaass Tool daassasle G'f%almmwaé'wﬂugﬂﬁ 19

2. FHIUABUNIATIVFALANNSHLAIHGIUSIRAIN T ALY Tool (I4aam
7 15 9 17) ansmluldidusunan lasyinguuuasnagauwiaununis Running %ad
m3asn Tool Ml ﬁﬂﬁa@nmqumamaam’%aﬁm (rawmstasudinsle
ﬁmauﬁayammﬁﬂuﬁwaaﬂ']smﬁsm, Tool maudldauiiman fadanimau 2560
wuhldeafadym) uazaudiiiuniads ladifiunalszgaiwiunuuamn QC fi
muqm‘%aaqmmw LLaz"l@Tm;ﬂiwﬁ'uﬁa:maaa@‘hLﬁumﬁ%lmi 1A nuaAIzaZIaN
diinnisnanas 1 §davi Suiui 15-19 qanax 2560 Gefidarinnalunisnsagay
Qmmwﬁmm‘%ao Roughness (ANUL38URAD) davldddamn Out of Spec. WAZIINNNT
neaadlinuilymizasgmnn Ssldimuaduinasgis Tasmsudly work Instruction
WaztonsnsawiLipITasuas Training TWAUWINNW

3. dufiumsinoduaawmiuiindnasnsiasw Tool 1 Check Sheet 310

mu‘LusLﬁLﬂumuuamﬁaa@nm%qmaﬂnauﬂ%aa%’m
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UNUAHNSZLIUNNS
daeu : Face Mill Finish @28
Line, M/C : Model A Machine No. 1-1&2-1 AsUfiicinns
ARG : XXX nsiadauding
IR
nsvinuMsnaunsdiuile nssanan
asvuMIUAIMssulge | X AstAusnm 2
52UEN1957U (Was)
nasu (uii)
L . . UszLanau U [azne|  van Hydnwal
ndud Hunaunudan uly | uuan | (au) (wes) | (uid) O D D v
1 wfin tool viaw tooling 1 0 0.00 | @
2 [naaiedase 1 0 0.17 o |
3 |Operate #an tool Wazuldeu 1 0 0.25 ®
4 aam tool tAitaanain  pot 1 0 0.25 e |
5 wwu'linaa tool aanann holder 1 2 0.84
6 viranuaraia  Holder éae Air blow 1 0 1.50 Q/
7 |wdundusnviwdasla tool shiusidu Hoder 1 0 0.33 o__|
8 ATARauAsTuLiuBaian 1 0 0.17
9 aadauANuel tool sae High gauge 1 2 0.70 e
10 [1d Holder nduiin pot 1 1 0.60 [
11 |Off set mmem_tool Aiedag 1 0 0.25 [)
12 |nadan program (MO1) Start wa3ag 1 0 0.08 @e__|
13 [iusansnenasavaaawesod 1 1 0 1.00 e
14 | Off set Wsuaanw 1 0_——017 [ —— |
wwuanullas QC anadauauaw 1 /0 0.00 N\ Bl-SFddoels 284 |-CSYAQC AKACC ||
anAsaugmMWATi 2 Tas QC 1 (o 0.00 |) T30St SYAGEZRSI-SH Gt &t 18 | |
uanuain  QC ndundumsanadautada 1 \Q 0.00// Running L
15 |Start running 1 0 .08 |
16 [ifuvinelu_tool life record 1 1 1.50 | ®
aqlua | 14| 2 1 5 | 6.4 | 10 1 3 0 2

UM 19 unundnIzuIunIdsn Face Mill Finish (n8am3diuilys) vidnnadidnmn

AN 6 agﬂNamsﬂ%'uﬂgaﬂizmumimﬁUu Face Mill Finish Tool

nawl3uils nasn1sUiul3e

3l fuanns

NIILARANENE

NI1IAIIIRDY

nl3lanad

AILALINEN

FINVUADY

FTUINIIIN (LNAT) 86 5

181328 (W) 24.6 6.4

HAAWEN 71159

FUNTRALAIMSIABY Tool 31N 24.6 Wfidan) MaD 6.4 WRdeAss AnaY
18.2 wfidionss GsnaanEnanldunannmsioduneumiaageunnuEsuid lagunun
ac nnewluliiflueunen waznaunansaulng 1Wwiienufifning Support mMskaea
dwilsuRasay V‘iﬂﬁmmmacﬂnm%ﬂqmamaal,ﬂ'%f'aa%'mvlﬁmn
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Tool Flex Hone

UNUANNSEUIUNNS
davu : Flex hone GRAE
Line, M/C : Model A Machine No. 1-2 & 2-2 nsUficinig
PALNE) : mstadauting
MIATIAFAY
ns¥IIUANIAauNTSISe X nssamad
REATRITR B DR RR S T N AsLALSnEN
LU (WaS)
nasw (i) 12.9
e . ) Uszianau UM | TEENN| A Heydnwal
Ao AunANIERE malu | mauan| (au) | (wes) | (wid) (@) |:> D D v
1 |iuin tool viaw tooling 1 0 0.00 | @
2 |vaouedas 1 0 0.75 |
3 |Operate Gun tool Mazuldau 1 0 0.42 []
4  |eam tool iAnaanain pot 1 0 0.50 [ d
5 |eaa tool aanan holder 1 0 0.50 [ d
6 |vivanuazaia Holder éa Air blow 1 0 1.50 [
7 |1& tool silwifu Hoder 1 0 0.33 |
8 |emasaunisiuwivuasiian 1 0 0.33 e
9 anadaumue tool de High gauge 1 10 3.50 @
10 |18 Holder adwdin pot 1 0 2.00 |
11 |Off set amnuam_tool iedas 1 0 0.25 @
12 |Start wag 1 0 0.25 [ .
13 |iwnuaaninanadauqmn 1 0 0.50 e
14 |iffufindlu tool life record 1 0 2.00 @
15 |[Start running 1 0 008 | ®
aqdna 14 1 1 10 |12.9] 11 0 3 0 1

U7 20 uwuninIzUINNTIALY Flex Hone (aun13liuily)

MIIAATIERLNUATNITZUIUNIT WU

1. MIATIIFAUGE High Gauge MHIAININ LHBINNIZHENNITZAIN9LATBIINT
LLa:qﬂmtﬁmni’ﬂ (High Gauge) a%ivlﬂa
o X ' . g ° v a A o '
2. utuiindlu Tool Life Record 1Duwanulu mlmaynm%qmmaaam i
NIRRT

M3 sUsulsanszuanms

1. ldduiiumadivdylagldnanniives ECRS  lasmailwguucu
o o &£ o o A ed o & o @ ') '
nuldietn Momsssmuiadegninindndudwiuniasaiaainuenn Tool igu
High Gauge, ldzdnniumInsiniaanuend Tool, Uszuannsfiandududesldlumadaon
Tool talwszaenIInmatdnlyd 11 321319310 WAZLAIBIININTI HIzuenNIng
g Mldmmnnaanmmunaie tool daaisasle

2. GUBWMIENLIWNaWNITUWNNAIRAINILUFEY Tool T Check Sheet 910
nululiiduwnusenifesanmngasasadniasans
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UNUANNSELIUNNS
#avu : Flex hone
Line, M/C : Model A Machine No. 1-2 & 2-2 msUftianng
wuAtia : msiadauding
LRECEPEREH]
ns¥IIUANIAaunsslTe nssanal
asvnumMmdensliulye| X AsLAvEAEN
STaEN199IU (WaS5)
nasu (1)
. . ‘ Uszianau U | TETN| A Heydnwal
aoun Hunaunmtan melu [ aeuan| (eu) | (wes) | (i) O D D V
1 |\@n tool viav tooling 1 0 0.00 — ]
2 |vaeweas 1 0 0.75 @
3 |Operate 3an tool Magildsu 1 0 0.42 ®
4 aan_tool tMaanan pot 1 0 0.50 ®
5 |eaa tool aanan holder 1 0 0.50 [J
6 vinanuazaia  Holder éaa Air blow 1 0 1.50
7 |1d tool slwsidu Hoder 1 0 0.33
8 sagaumsiuwivasian 1 0 0.33
9 ATIadauANeN_tool éae High gauge 1 2 0.67 @
10 |1d8 Holder nauiiin pot 1 0 2.00 [ S
11 |Off set anuam_tool Miedas 1 0 0.25 ®
12 [Start w¥as 1 0 0.25 @ |
13 [dihvuaaninanagauqman 1 0 0.50 [ ®—]
14 |ifuiinAlu _tool life record 1 0 0.00 I
15 |Start running 1 0 0.08 [
#qlua 13 2 1 2 8.1 10 0 3 0 2

U7 21 ununiinszuaunaifsm Flex Hone (Wa9n131iunly9)

AN 7 a‘gﬂNamsﬂ%'uﬂgam:mumstﬂﬁsm, Tool Flex Hone

nawiliuily nasn13Uiulye

n3dju@anns

NNILARENENE

N13IAINIINAY

ni3janad

MILALSNIN

TINTUADU

ITYULNIIMN (WNAT) 10 2

AT (W) 12.9 8.1
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NRRWEN1TUTUYT

FNITORALIAINTILUALW Tool 31N 12.9 WNFAEATI L1RE 8.1 WINGEaAII AR
1 g: ‘é = Q v QI Q Qq’ v 1 v
4.8 WNGHAII mwaawfmﬂ"l,@mmﬂﬂ'ﬁammwuqﬂﬂsm"lumsmamwnmml%agﬂﬂa
QI a wa dl
nuUJuaunge

a3Uuan1sUsulse

nLSouLA ﬂuwaé'wfmiﬁnﬁumiﬂ%'uﬂy aaaIN3LU[BW Tool

30
25
20
15

10

Face mill rough Face mill finish Flex hone

W doudiudss W wasliudss

gﬂﬁ 22 ﬂi’W\ILﬂ?ﬂmﬁﬂuagﬂnmmsl,ﬂﬁﬂu Tool @aATI ﬁaumsﬂ%’uﬂ;o LATHAINIT
ﬂ%’uﬂ‘ga
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Tool Life Prodution | Frequency Total Time
Tool Average Actual Tool Change Time
Process | Machine Number Tool Name Standard Plan Change Tool Change
Number
pes. change | pcs/day/Mach. | time/day/mach | n1 n2 | n3 | n4 | n5 |min./timemin./day/mach.
Manual | #1&#2 |1-1&2-1 1 Face Mill Rough @28 200 655 3.3 6.0 6.7 |69 |70 6.8 6.7 21.9
2 |Reamer @5 3500 (dainaa) 0.2 9 9.0 1.7
3 Face Mill Finish @28 300 2.2 63|65 |66 |64 |64 6.4 14.1
4 TAP M6X1 13500 0.0 6.5 6.5 0.3
5 Reamer @12 3500 0.2 7 7.0 1.3
6 Reamer @2.2 5000 0.1 11 11.0 1.4
Z SPOT @18 20000 0.0 13 13.0 0.4
8 Reamer @4.86 2000 0.3 7 7.0 23
9 Endmill @5.2 5000 0.1 7 7.0 0.9
Total loss from tool change (min./day) 44
1-282-2 1 Cutter @9 10000 655 0.1 16 16.0 1.0
2 Endmill @2 1000 0.7 5 12 8.5 5.6
3 Drill @2 (angle 35) 1000 0.7 ) 11 8.0 5.2
4 Drill @2 (angle 48) 1000 0.7 5 12 8.5 5.6
5 Spot Face @26 3500 0.2 8 8.0 1.5
6 TAP M10X1.5 27000 0.0 5 5.0 0.1
7 Brush @8 1000 0.7 7 7.0 46
8 Flex hone @11 600 1.1 82 |82|80)|82]81 8.1 8.9
Total loss from tool change (min./day) 33
1-382-3 1 Face Mill Rough @28 200 655 83 6.0 | 6.7 | 69 | 7.0 6.8 6.7 21.9
2 Reamer @10.5 3000 0.2 7 7.0 1.5
3 TAP M12X1.5 13500 0.0 6 6.0 0.3
4 Endmill @12 3000 0.2 8 8.0 1.7
5 Drill @10.5 8000 0.1 6 6.0 0.5
6 Reamer @10.8 8000 0.1 5 5.0 0.4
Total loss from tool change (min./day) 26
Grand Total loss from tool change (min./day) 103

N ; ; ¥ 4
Namﬂmsﬂiuﬂgoa@nmmﬂﬂﬁmu Tool N3578MT Tool Life &% T91lsznay

@28 Face Mill Rough, Face Mill Finish L8z Flex Hone ﬁ’llﬁL’qumuLﬁm’ma@ad NN

maudpiinagyiEenudsnnm 214 wndaiu (819890157199 4 uaasdayans

{ ] a d [ [ ° @
\Wasn Tool raun13lsudye) Sewdsmsdiudysildmannaanagyidoainie 103
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o o
Mxxx Line OEE (after improve)
dayadiau 11/ 2017
Plan Loss ‘
. Available Time 30,240 |
Meeting 240
240 ‘ ‘
Non Plan loss Loading Time 30,000 ”
TOOL Change 2472 8.2% OPlan
C\eanlng ) 480 1.6% ‘ ‘ OUn plan
Dimension Adjustmer 47 0.2% . .
Break down 12 0.0% Operating Time | 26,989 | 3,011‘
PE set up 0 0.0%
Electricity, Air Probler 0 0.0%
Check sheet 0 0.0% 5,000 10,000 15,000 20,000 25,000 30,000
Waiting Material 0 0.0% minute/month
Total (Min.) 3011
Total(%) 10.0%
Line working Time Prodcution Q'ty (Nov. '17)
Total OK NG
Available Time 30,240  BEARNG HOUSING 34560 34474 86
Loading Time 30,000
Operating Time 26,989
[O.EE] Standard Cycle Time Total 34560 34474 86
A Availibility 90.0% 90% CT.average 0.76 min/Pc
P Performance 97.3%  95% yueivg : Downtime 3 57275 Usznavsie Brakedown, PE set up
uas check sheet uﬁmﬁiwqmzﬁau/fuﬂ]ﬂu aAav 55 w7
Q Quality 99.8%  99% 117’g.:::7nx1‘/un77uv‘uz7aym7n actual Wodusiiraslaizin1a/lu Loss A
(9 55 I liiviAmdaudueeu azinasgna Availability anay 0.2%
O.EE. 87.3%  85% wei performance agisiugiu 0.2% 121y OEE imnudu
‘dl v A a s a
317 23 7aya OEE t@auwnaIn1ow 2560 wayn13tlauiy
= = g [ [ .
W3suLey OEE. Aauuaznadlsul3svad Model Line
0
100% - 97.9%97.3% 99.5%99.8% .. ____.
90.0%
87.3%
0,
LA 78.8%
80% +=mm=r——T" -1 | |1 | |
60% +--- -- - --
40% - s D EEEEE ---
20% - - -- - ---
0% T )
Availability Performance Quality OEE

O newdiutlys (Fuanau 2560)
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v =) 1 1 Q v &
Toya Actual luldaungadmen 2560 Wui1 OEE saulvinnusesay 87.3 &9
AI J { Q % { 1 Iq—’ QI ; v
wagwmﬁmﬁwﬂuLaauﬂumﬂu 2560 NNA1 OEE T13N3asa: 78.8 LANUWSaLas 8.5
A = o P o v A A ~ £ o
Fadunsinannmadivdpaanainisias Tool inlddaniduaisaiugiiuaniaoa:
80.9 ludaunusnswdusosaz 90.0 lutdaungaianiou

a = = 1 > %]
NANRALUI U UNaBLazRaINIIUTUL 59

35,000 N U 87.3% 100%
& oo | o ad
a-§ 20000 - 0 C bl 7 B 60% ’
© 15000 +------ L R A )
«% 10,000 —------ " /. -
€ 5000 - . N

0 - 0%
URIBIETHEN waslug

CIWAKA® (Tudalaan) =C=OEE.

gﬂﬁ 25 NawamLﬂ%ﬂuLﬁﬂuﬁammmﬁamsﬂ%'uﬂga

- HANAALANAY 3,044 Tudaidoudalarl waIn19Iuse

- f89971 Line wangia 1 uaz Line wangiaw 2 iulsifdnssunuwmaniionin
FauuIanmMIuenenarud G9asvinlaansaiiunanaelaiiln 6,088 udalian

- § W5V Line wanolan 3 udlASa9snsasuanananm uassmstasn Tool 1wd

AMVUANGNI FITUIIVINITV U NALTWLALIN La8ISNAILGLAaUTWINAN 2560

duwatiluaiasgiw uazvenaualilds Line Tnaldas

Ienuaiiunasgiu 35nndaou Tool uszznonaludalafduaudidon
Funan 2560 Baldnadnirinlimanafunandaldifinie SusasamnmwiSinmns
NRA289 Model A LNBUAY Takt Time GNU&14
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Model line YNOHALANA 2 VHUNA NN 3 Y
C O wanaafiouliuyss CWanAadwitNana il
® UNANAG 01N BINNTVAIGNEN (Takt time)

31]"?1' 26 ANNFINIIDNINEAGA L 689 WYUNY Takt Time

'V v o L) a ] a £ 1 [
#aanTUIuL 3 MlranusnuIInnIINEada latinuT® 8INalRANNEINITD
1umm§mwLﬁumwéfmmigﬂﬁw vinlwn13ita Over Time lufuawﬁmﬁﬁ?ﬁuﬂufu%q@

laig Tl

ajdnams@nsn uastalanauke

NANNIANE

M3LE VSM (Value Stream Mapping) tumsdniiiumsvinansiinus vinliaansa
NAIABNINTINTBININTINNINA LLazﬂiﬂﬁJﬁdﬁlﬂﬁILﬂ%ﬂﬂ“ﬂ’)@“ﬂﬁ]dﬂ‘i:ﬂ’suﬂ’ﬁ %‘%a'g@ﬁ'
\duilymavinldussansannuesanonsudad %aﬁaumsﬂ%’uﬂgag@ﬁ@uﬂammaa
ASUIMNTNAN OEE duifies 78.8% &9nalwiaantiinnsnaa (Production Lead Time) 8n3i%
WYiNNL 2.20 % msmé’aﬂ%’uﬂ;amzmumiﬁﬂﬁnmﬁ’]mma@la@mmﬁa 2.02 3% fia9
nnuaRAadatuae sl Andwan 1,309 Tudetudalal 1w 1,435 Tudaiudaladie
ﬁwq@ﬁLﬂuﬂrgmmﬁ%ﬁumﬁLmﬂ:ﬁmmm@;ﬁwmwﬁLmzﬂé'nmwaa OEE  (Overall
Equipment Effectiveness) ﬁﬂﬁmmmua\‘iLﬁuﬁ;@‘ﬁ'Lﬂuﬂrgvaﬂ@Umﬂmﬁmmxﬁwudﬁ
riaun133udl3een Availability fenfeRes 80.9% %amnmﬁLﬂi’]:ﬁwu’hmmgtyl,ﬂm

Sa8az 90 ananMILasw Tool mwmqﬁl%nm@iaﬂ%'amu Tasane Tool ﬁﬁmqé’u LA
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I%Luml,ﬂﬁﬂu@iaﬂ%mm:ﬁﬂﬁg@L%ﬂL’JmImmamiaﬂ'umﬂ é’oﬁ?umwﬁ%ﬁumsﬂ%’uﬂga
%oLﬁaﬂé‘hﬁumwﬁ’]ﬁ'@ﬂ%’uﬂgoLﬂua"'}ﬁmwﬂﬁ Tool ﬁﬁmqg’u S3sznaudan Face Mil
Rough (Tool Life 200 %u), Face Mill Finish (Tool Life 300 %u) ez Flex Hone (Tool Life
600 Tw) G913 3 Tool nangyaufaluiasaz 51 maanmgzyl,%ﬂmﬂﬂm,ﬂﬁw Tool
YARUA

mﬂ%%é’nmsﬂ%’uﬂgaLﬁaa@mmqtyl,ﬂdﬂ@sl SMED (Single Minute Exchange
of Die) @9ldnansiasmn Tool TG HNIATIN DTN TT IR Suunduaauton
nniuennuls Nuwen @iﬁLﬁumiﬂ%'uﬂgaﬁmmu&luelﬁ winuuan mﬁvﬁumsﬂ%’uﬂgo
a@namq@m‘%aoia QC SafanuEsuRIMAINILaE% Tool dausn tuwmsvinwwnly
AUMILAWEI8Y Im"l&iﬁamqmﬂ%aﬁa Sagnfiumslasldaiadounasundudfonson
ISR LLazﬂstﬁLﬁ@ﬂtymwamﬁmsﬁﬁgnwamlu"ﬁ'sanmﬁanﬁhﬂﬁi@wﬁﬁ’%miﬁmmm
aausnaan’te loglddlamangasealufisgnd wisnausudysnululdausarldie
§=AINT 1 mﬁLﬁuLﬁmqﬂﬂszﬁmimni’@mmm’s Tool theaaraanTstad aniidudn vinlw
mansnsannugyaasld lasamsndiou Tool dansianas lAangiiona
aaad lapnaunsliudgsnagyiionuyiiny 214 wifidedn wasnsiudania 103
WG % NAFYLRAARI 111 wiidaiu viesaasAalduiauss 51.8

Nawﬁm@'avl,mfﬁaumsﬂ%'uﬂgowhﬁ'u 1300 Tudatn #aIN 7Y 3avinL
1,435 Fudoiudmsulasmanaey 1 waz 2 dwlaiwaneiay 3 HaREaIN LAY 756 %
dotu iRndwdn 812 Tudoin 31 3 1asl 1ANARAN 3,374 Tudo AN 1iln
3,682 Tuda i WNTUTIN 308 Tudain viiadalwAuiuianas 9.1

i onarRas 8 TR HAIHA LT ANNEIINTIMSHRATINTINL 88,368 FuaLa o
%aﬁﬂﬁlﬁummﬁaamwaagnﬁﬁ‘ﬁ'Lo‘,?i'ﬂ 87,950 Sugiatdon vl liduiudosdla Overtime
’Lui'umﬁmﬁLﬁaLﬁﬂuﬁ’uﬁaumiﬂ%'uﬂ'g@

M3aanaTwTsinenfindadldainauazdeda Overtime Suonfindiade
2 TudaLAen a@aatﬂug{uﬁ ﬁﬂﬁmmina@ﬁunumLLsamum"L@T I@mﬂ%mmﬁﬂuﬁunu
Ausafiaansle eadl

Line 71 1 $1WInWNII% 14 ABADIH AILTIaE 600 UNNAaARADIH AN
8,400 U

Line A1 2 $1IUWHNIH 14 ARATH A1UIILARE 600 LINFaARADTY LA
8,400 U

Line i 3 $1U2UWIENI% 10 andadh A1U39lade 600 UIMAaALAsIH WAL
6,000 U
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