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CHINNAWAT ZALEA: USING LEAN MANUFACTURING IN PRODUCTION
PROCESS OF SMALL GLASS. ADVISOR: ASST. PROF. DR. NOPPADOL
SRIPUTTHA AND CO ADVISOR: ASST. PROF. DR. BOONYADA NASOMBOON, 78
PP,

This research aims to improve the efficiency of the small glass bottle packing
process, which experienced a bottleneck and delays at the inspection and packing station
caused by in-feed conveyor jamming and non-standardized operator work. The researcher
solved these problems using a Fishbone Diagram and ECRS principles through two main
improvements: 1) establishing new Standardized Work utilizing a simultaneous motion
technique (picking 3+2 bottles) alongside shifting the bottle inspection method to visual
scanning, and 2) adjusting the conveyor speed differential to reduce accumulated back
pressure and automatically create spacing between bottles.

The results indicated that these improvements could reduce the average cycle time
from 2 minutes and 59 seconds to 2 minutes and 11 seconds, representing a 26.98 percent
increase in efficiency. Consequently, the production process achieved a continuous flow,
successfully cleared parts from the bottleneck, minimized work-in-process (WIP) ahead of the
production line, and significantly reduced operator fatigue.

This research is highly suitable for industrial plant executives, process control
engineers, and small and medium-sized enterprises (SMEs) with semi-automated production
lines or manual labor in the packing process. This Low-Cost Kaizen improvement model can
be applied to solve conveyor system problems without the need for investing in new
machinery. Furthermore, the Standard Operating Procedure (SOP) for the 3+2 picking
technique can be utilized as a foundational manual for training new employees to develop

proficiency and tangibly reduce work variation.
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2.4 WHIAALAENY BT TEVVUNBANF12515AMAN (Value Stream Mapping)
u 9

ANNNIIANEIRUIFE Value Stream Mapping: How to Visualize Work and Align

v

Leadership for Organizational Transformation 1ae Karen Martin uag Mike Osterling (2014) i
v a o o d ' . =
ﬁm:nvl,(ﬂ‘nlli’mLLuaﬂ@‘mn"uaamiml,l,wuﬁmﬂ‘ﬁﬁqmm (Value Stream Mapping: VSM) €3
= A A o @ o i o A
LﬂumsaaaJamﬂfylumﬁﬂmﬂ;aﬂs:mumsmmu Aath

2.4.1 ANVURANLVAIRILTIIAAN (Value Stream)

Martin uaz Osterling (2014) lal#d1l1adn "a18513QMe" (Value Stream)

ANBHd AeuTnaauaInInIINNInuansduluniseaniuy Naa LazEINAUNAAA UK

A a 1A v d' 2K a d' 1 v a 1 . a 4:{' 1

wiauInslugleandr Sevandefianssundeldifiayad (Value-adding) uazfianssuilaj
riai‘fﬂﬁ@yaﬂ'ﬁ (non-value-adding)

nsukuniasssamdn (vsM) 3aldlsiduifssudn1aiduuwidsn (Flowchart)

Ml wadunsasnsuuusnaasnw (Visual Representation) NuaasdlilAuisn1s nawadinn

2 SaudAyaudnn ldun
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%

M71l1aT899 NI TANAY (Work/Material Flow) LN 19Nnianmsiiafaudisin
NITUIUNIIAN 9
oA

M3 lnavastaya (Information Flow) dasnadtygimnliniugumarinuluudas

VUAD

2.4.2 ANWEAYUrIanUTERIAYBINTIRIUHKN Ta 5137 A

Martin W8z Osterling (2014) %IﬁLﬁudwi’mqﬂs:adﬁﬁé'ﬂmadmiv‘hLquQﬁawmi
ATAEN Aam3tolRoasnIENNITANBIAN "W (Macro view) 189n3eUIwIana e e
agnataLan unuinznasuonidugin 9 (Sios) 6?‘3:1ﬂ'ﬂﬁﬂﬁl,ﬁ@mmﬁﬂtymﬁ"l,sjmaq@msﬁw
WA AEE T30 TAFN °1hﬂiﬁ;&l’ﬂﬁﬂ'ﬁmunﬁlmamu:ﬁuﬁﬁwaam:mumi WRZEINIINIEY
q@ﬁtﬂuﬁtymmm@ (Bottlenecks) ﬁaﬁ;@ﬁl,ﬁ@mwgtyLﬂﬁh"l@i”asml,uju{h

2.4.3 290132 NAULAZUNS DN TVNLNUANEIITITA DA

AULIAAVDY Martin Uz Osterling (2014) Mavnurudamsamasoanidn

Ao o A ~ a % o |
2 CHENRALY AB ﬂ’]iL“llEJ%LLN%Y]ﬁﬂ’]uzﬁ’%‘]‘U% (Current State Map) NI INBNIILNE

(2
@ A o

inudayauaznaunuiInsihuiduagludgiu inarhanudilidyninsziaddiia
faty 1% e IwWNINEATIN (Lead Time) WazlaaNAAN1I191%339 (Process Time)

NMIBaNLULUKNUAFIULaWIAN (Future State Map) Lun13tununifagtiuun

a 6 ' (g ' A v =

Aeneduazaanuuunizwaumalndlasdanananugyaisanly ivalwnisinavasinud

oA a a a & v A A 2 o A o Ao @

Anudaitasuazdszininiwuiniu nsldiasasde veM ndwaasudundanlunis
a 6 . ! v =3 A v v '

iApuuadaddng (Transformation) inszdaslinnauinainidoinuuazidiladngas

ﬂ%’uﬂ;aqaimLﬁalﬁLﬁ@Naﬁ'wﬁﬁﬁﬁq@@iagﬂﬁﬂ

2.5 1A39318A N IE UG89 (Root Cause Analysis / Fishbone)
a 6 A o 1 1 < A R % a
lumstiansdTynineinldgnisuiluadnebetiu ddnsldmunuuuwifauas
naufiinedasnnunaitoyaniTimInday 2 s laud uwfamalienzinnmi
madﬁmv%’l (Root Cause Analysis) EHGEEERELE Ueadtnauazna (Cause and Effect
Diagram) A%

251 LHIAANTIAINTHINNLRINVDIUAMT (Root Cause Analysis: RCA)

PNMIANBNENENINUNIWITIHWNTINITBS Root Cause Analysis: Literature Review
las Maun (2014) lalddfisnuuaznanni1sued Root Cause Analysis (RCA) 13731 1du

nzuaunIfiiuszuy (Systematic Process) lun1sszyfaduiduduinguaidyninia
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gl ldWadszasd snndnsdasiuuilaneinisniouan Maun (2014) aSunadn

L= Qs 1 1 1 v 1 a &/

Tandizasdnanves RCA luldidusudnisduniin "iaezlsiu" (What happened) #3a
T _ o . e o X

"Aadulaangls" (How it happened) kadadtanzanadludsdronuin "vinludanadu" (Why

. A Iy A [ A o

it happened) tal#au1Inszyaanaisdsudysudlaluszuunianszuauniasinemu ns

Aunnunninvasdyrnuiassezadsliasdnssiansafmuaunasnistiesns (Preventive

. A 9 o PN A A 5 o 0o o a o
Actions) twa hilryrnuwiadrlaanlwewaa defiaidurialasamgasinsuinisaanis
ANULABAABULAA NN

2.5.2 NVGLLE{@GL%GJLLQZN& (Cause and Effect Diagram)

wasninlandnnispes RCA uaa wdasiefinenldlunsssauauasinodunn
&1 mqﬁ?u ATNARNITD The Master Book for Lean Six Sigma Green Belt Certification lay
Nilakantasrinivasan J (2018) VI,@TLLu:ﬁ'lm%iaaﬁaﬁ%a’h N”al,mmm@luama (Cause and Effect
Diagram) %%aﬁjﬁ'ﬂﬁ'u&lu%a "WImaUan” (Fishbone Diagram)

Nilakantasrinivasan J (2018) a%uwniww”aﬁw”wm%ﬂm Dr. Kaoru Ishikawa L‘ﬁiasl‘f
LEAIANNFNNUTIZAINY "1 (Effect) ﬁa%iﬁﬁaﬂm U "8 LnQ" (Causes) 614 9 fiuan
wawiaanldaruisdan lasluaaawnssunisndainazlsnannis 6Ms lunnsianuiany

'
q U
v

aa v A

sung Walinsauaqunniia dad

Man (A%) §URQNHUATANYU 15U anunitasd meninee niaanudilafia

Machine (1A3899N17) FUPAINLATBIINT LU N3EIFA MAFBNFNITW KIaAIAN
ARNALARD W

Material (305)@y) 8111691389 1iu aosnw Ll ldunasgiu wiansfoudunans
a3

Method (15113) BUKAIINTUAUNITTIINU 1T LTN19I714N13719% (SOP)

P~ qul e v a

WIoauaausUTauL ARl

Measurement (N11330) 8LHANNNTIANS 124 LATasdada Lilfisdass nIadins
\Auayalanane

Environment (F9U208831) SILAGIINENWLIANDN LTH ANNTU MWD ua9sing
WNIDLFLITUNI

¥ o | el & A v &
nsldRaielammslifinnuaansnsasiunwnasassngiiduldlaninue
o A o A Y w A v a o v a

LAZRINIINAANTANNaA WK "TnndesTyn" Nuiassarunannis RCA laadnedl

YILRNTNIN
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{ o a a ¢ o o .
2.6 A NgINUIMaRan1IAzdRUY " la-vila” (Why-Why-Analysis)
IINNTANBINUIFD Toyota Production System: Beyond Large-Scale Production
lag Taiichi Ohno (1988) glifilaszuumIndauuulalod ldaSurotananniddnylu
nIdunanngaIdyniiuiass (Root Cause) lasldisn13nudn "inla" (why) 41 9
A 4 @ < A Aa !
fadant 5 a39 w3aNL38n31 "5 Whys"

2.6.1 LWIAANUINY

Ohno (1988) LUFIINNUF IRV BINARARUULINBFIEASIwIzUUNINEALUD A
v A ‘ ) A = A A a Y 2 =)
lodn AemilaisanivaungiinasiuioidAu uddasneounzinas luldtisduaaves
Tawn lasnsnnudrin "drlee $rldgian 5 a3 maviguiazgieldlu juGauaansa
LBNUBZIZAIN "EIAA" (Cause) 113 1 Al "1inndruasdaymn” (Root Cause) ldatnataiau
9 vaa X oA . A
winldlg35%h nauiludawiezduiaanisuineaints (Symptomatic treatment) @91 ayna
L\@NazNaLaNLAaGan

2.6.2 A19H19NNTIATIER (The 5 Whys Example)

v L 1 a A Qs ‘ﬂl o ﬂl v & =

Ohno (1988) latneiat1snaadnadLnIaIaNINNYATIIYN LNauaad lRIAE
anunanagsznimauidymiria ldnumsudtamieie Why-Why Analysis %
Uy 1ATa99NINYAYINL

o 4 A a

nlu (1) szidnaiiesannluaalin (Overload)

il (2) Inmzasugnilu (Bearing) Rauazfad

o = A

ly (3) wszmndeduniaaugniuliiioana

Ml (4) wszdusihdunaadurinawldidudssdnsan

o g =S A 1A . o

il (5) inszunwwanuesduEnnTe tilasannlidainsasanlans (Strainer) i
IWaadu

L 1 v v dQI v & 1 1 o qq',

N6R8E19796U Ohno TR Winngamuud "vila” a3susn naudladyn
A A ¢ A A (> % ° A v oA &
Aan1s "Wisuiag” SueJasdnveznauumgarinaudnlulidd wdilaninauasy 5 A3 az

| Aad A o a A a & o . A Y A

WU IBu lunuiasefants "AaasaanTas (Strainer)” Fadumsuidaminonis

2.6.3 ANNEIAUADIZULNITHAN

n13lginaiia Why-Why Analysis LI%31n3 1481920932 U Toyota Production
System (TPS) iliasnntialiasdnsaunsadiudysnszuiunisiaatnadaiiios (Kaizen) 13
v dl Y Aa o U o o [l dl a [l Y a
dunusungiuiaiazildgnsiimuamasiunisanulndinadesiulildifadyw

a o A = @ < ' () a . o
LA mﬁaLﬂum‘iﬁ‘mdm’mu%‘lLLﬂ‘ix‘ll‘Iﬁﬂ‘lﬁz‘U‘UﬂﬁNa@lam\‘i N} ﬁu
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2.7 ummam‘s@i'nﬁumuﬁ'mL’%Iaesnmimuquqmmw (QC Story)

mnmsﬁﬂmmﬂms@jﬁa Handbook for TQC and QCC Volume Il F9tuauwslag
Art of Lean QﬁﬂﬂﬂﬁﬁﬂﬁyLLmﬁmﬁmﬁ'u "L%ﬂdi’?’.lﬂ’]iﬂ’:!ﬂﬂ&lﬂmﬂ’lw" %38 QC Story 9
Lﬂuﬂ‘szmuﬂﬁuﬂ“lmﬁrymﬁLﬂummgmmnaslmwumsmuqu@;mmwﬁﬁvﬁaoﬁm (TQC)
Toadseazidoasait

2.7.1 @NVRVIULRZULUIAG

QC Story dia TuaawnIdLARAanITINNIUA Iy Tymiuazn Ul jsnunddey

v '
< £

Tunanialanuazidwngiduna (Logical Flow) 13sulaiiannita1l384312989013190
09; Y dl v v a wa o a v ] [ " YV
asudduanay ialigjidausnndiunisudladynildedraduzoy lddqw
Tuaau uazaanInFesIlidawdlanszuaumsfauazmnszildadstaian lasvial
QC Story 928aAAA8INU993 PDCA (Plan-Do-Check-Act)

2.7.2 VHOAUNIANRAUINUANLULRULU QC Story

arunann13fidsnglugile Handbook for TQC and QCC Volume It ldd1uun
mxu@aummgmmaams@‘hLﬁm’maaﬂLﬂumﬁumaus‘hﬂ”ﬁy et

1.73AaL8aN#IToTn (Theme Selection) Lﬂuqméwﬁmaami@‘mﬁmm lay
‘ﬁﬁ)’]‘jmﬁfﬂ’]ﬂﬁm%ﬁﬁtﬁ@“ﬁ%ﬂ%dluﬂﬁﬂ’]u ANLIIAIH ¥I0ANNFBINTVBIANAT

z.mqwaﬁtﬁaﬂﬁ'ﬁﬁa (Reasons for Selection) N1385U18ANNFIAYVBITYHRIIN
ludaslasumautly waefymindmansznudathnangvesasdniediols

3.msﬁﬂmamwﬁa@ﬁ'u (Understanding Current Situation) ﬂﬁiaaﬁuﬁiﬁﬂ"ﬁ’a;ﬂmﬁd
wazldiasasiiadng 9 (11w NN, Lmun“ﬁwnﬂm) Lﬁai:qi:ﬁummgmnwaaﬂtymme
fRuava U IATALIY

4. n3aat g (Target Setting) miﬁmmﬂ'wLﬂmmuﬁi@‘faamimiq lasdas
TUMIATUATIZBZIA IR TALAN (SMART Goal)

5.N131LATIZRANNAG (Analysis) M3AwAIIINII2097 %1 (Root Cause) laals
L3a9daagnaiatnlan (Fishbone Diagram) kazA153LATIZALUUAN IN-Yi b0 (Why-Why
Analysis) Lﬁaﬁuﬁumm@ﬁuﬁﬁa

6.0 IR UANIAINIIUN 12 (Countermeasures) N13NIUNBUAAINBU[TAAY
A3t ludymdildszanauaan Lﬁamﬁ‘i’@mm@;ﬁu@a

7.N1IATIIRBUHAAWT (Verification of Effects) nsiuIouifivudays "fau" uaz

"mad" n13Uuds Manansnusaidmaneiadlilude 4 niala
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8.NMIMHUANIAI U (Standardization) tlanaawiiduninwela azdasinuaidn
¥1a3g 1M 3vulng (New Standard) ivatasnu lilwywdunauuiad
9.mia§‘ﬂLLQ:LLNumuFLuan@l (Conclusion and Future Plans) AMINLNIBFIN L6
= o A o o ' 5 o (% o
Soud Tynindsasdved waznaunudmiunalivlyseudald
nsduiinanuaintuaeu QC Story % Fialimsldnuiaiasiiagmninedns 9 (11w Pareto

%38 Fishbone) gnﬁﬂmlifaﬂwagnai”amzl,l,a:ﬁﬂszﬁw%mwg@q@lumiﬁﬂmomu

2.8 uwrAaN13UIUTIaE9RAaLbaY (Kaizen)

INNIANBIRUIFE Gemba Kaizen: A Commonsense Approach to a Continuous
Improvement Strategy a2l Masaaki Imai (1997) (ifin®1 ldmusaaumfananuain1snliuyys
] 1 dll A ~ . & [ g a o ni s - '
advdatiasnia "lawdun" (Kaizen) T91dwl 50111305 n1390030 b UNTHaNT LB LN

wwiranenalan lasdianszdanaid
2.8.1 ANURNIBUAZUTTIN YT

D

Masaaki Imai (1997) 8511891 "Kaizen" idudnlummnduniiiaannssianuaa

@9
=2 2

@191 "Kai" (M3iUfawudas) waz "Zen" (§9N1@) Lot unBasnunand "msidasuilad
dad " [~ e H . A " :
Tulunmandaw e n3isutlysagnidatibas” (Continuous Improvement)
Uszgnvasladuldldnansinsufouudasuvuiuusanianisldwianssumalulagsen
WW4 (Innovation) watdunsajaiiunnislsulsaan 9 dee g Aeduainauauszsaliias
lasarduanasuiiazesyaaininnaulueddng asudguinisszaugs lauiswtnauszay
A wa A Aa o @ o oo X Y
Ufuans laswedanasuidagludatudiaansnriliauwleiaue

2.8.2 ANUERIAVAI "LNIVZ" (Gemba)

yatanianluuurfinues Imai (1997) Aansliauddynud1il "Gemba" 4
= A a A A A jaea A Aa o ] A \
WU1809 "§01UNITI" (Real Place) niaWunl JudwaTandnisafrayadiia (Lou
sunIndalulsenu) leseueimalivdunuiasidesdadunnihom laldluiesdszgy
Imai 'le219ngnas (Golden Rules) #wsun1suivnssanisiinuz i s Uszns twalslunis
9 o &
wieynl a9i
1. 1miuass (Go to the gemba first) Wilaiiadymn dasaslgfianuniiame
NN
2.9329881V8I939 (Check the gembutsu) ATIAFBULATDIINT 17) NIDTUINUNL

ISP HIMEN
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3.1“}5”&1’1@13?1'1?}3;’3@13’1’3 (Take temporary countermeasures) LLﬁl"UﬂfngL%W’]t%ﬁ’]
ﬁ'uﬁl,ﬁamq@mmlﬁwm

4.mmm@;ﬁuﬁﬁﬁd (Find the root cause) 11a30980d19 9 (15w 5 Whys %38
Fishbone) Lﬁammm@;ﬁumuazuﬂm

581 UAN1933 1% (Standardize) Wautlaugs ﬁaoﬁmumﬂummg’ml%mﬁa
JosrwldldTywiduifiotus

n13iuwIAG Gemba Kaizen 3niszendld azdrnlwnisuddywnndulladis

[~ Y v c; = ¥ et s 1 =
9037 @3\1@'@ LLazl"munum ‘ﬁdﬁa(ﬂﬂaﬂ\‘]ﬂﬂﬁﬂﬂﬂ"liﬂ@]ﬂ')']&lfﬁtyLﬂﬂ71%§$UUﬂW§Nﬂ@]

2.9 uIAALAZRANNIIAAANNFYLUA (ECRS)

INNIANBINIIRE N nI13aans lag 315 Vl,mm%muqaﬂ”nﬁfamdu (2563) &
ﬁﬂmvlﬁﬁmawLLmﬁ@Lﬁmﬁ'umﬂﬁﬂmsﬂi”uﬂgam:mumiﬁwmmﬁiaLﬁuﬂizﬁw%mwua:
GRLRRHEGTBIEY Foudunanmisnaiisenit "ECRS" lagdinoazidunasit

2.9.1 ANNRNIBLAZEIRUIENaUad ECRS

93.773 lasasynasdind asudn Idaduiuin ECRS tlunsnnisiugiulunis
U3u13935n1371197% (Work Improvement) I@]mjaLﬁumsmnaawﬁumaumsﬁwmulu
ffﬁ]fgﬂ'mﬁam%wmalumsﬁﬂﬁﬁﬁu AW 4 gupadan leiun

1.M35813@ (E - Eliminate) tuwmsRansoninduaanmsriem siafanssuled
$udu uazaansnaanseanylenials I@mmww:mgu@]auﬁvlajﬁa‘LﬁLﬁwa@hLﬁ'u (Non-
Value Added) 1% N1358n88 N3uueRdTan nian1sasrageufiuiniinausiis
WInRIIIUETIN ilRanIzNUdag KL AaasunianTwaa ity

2711557074 (C - Combine) w1nliau1sarnsadwaenlafiale l¥Rarsamin
FUTRITUAD UM SFNIMALE NN " d e lewselal iNaaannsaedadn
anszpzmslunsiaaendiy wiernlinszuiunsiianudetiasunnis 1w mIsuduaan
msmnaauqmmwvlﬂw%awﬁ'wgu@aum‘smsg

3.mysad1aulna (R - Rearrange) 1uwnsfiansanysuilasn "draudunon’ m3
vr9ulngd WWdanumenzauuazanlvanindu (Flow) tNaaan13daunauaes91n
(Backtracking) w3aaaainuduanlun1Ufideu nsssudunanuisadisanataelw
Urendaiauazisinulannnning
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43l (S - simplify) Lluduaaugarine Aan13Uiud3eisnnsinnun
A 1 Yoy ;&’ " s&/ A L2 v o 3 6 1 .
wieadld "udu" azainiu wisldiaadasas enarhldlasnisaisgdninitisamn (Jig &
Fixture) N13USUENNULIARBNNITHNNIBANNRANNTLAEAS (Ergonomics) #38N15AAAINA
E9EINVDILANENT
2.9.2 Uszlgaivasnsdszandld ECRS

AIHINRANN1T ECRS m‘l,“ﬁ’lumiﬂ{uﬂ;amu 2528 1 W IANIFINITDAATUAD U
§9g N TUTon anvzoziaa1lun1slJUaAen (Cycle Time) uazaan21utnitagaivey

q
C%

a wea o & ' ' a a - 2 a
Nﬂgmmumvl,@ 515\‘]ﬁﬁNﬂI@ﬂ@iG@lﬂﬂﬁ?LWNNﬂNa(ﬂ (Productivity) LLazmia@@u“qumma@Iu

U

TSN

2.10 wIsafiiaatas

ATt FOUFNN WaAME (2568) lavhn1sAnEumImINMIILInsznIUunIHAa
Sugimuazlszneuiadassnsnaiiamsineas (Isan3wsanan) I@ﬂﬁi‘@qﬂs:mﬁlﬁaa@mm
qtyLﬂa"1LLa:Lﬁwﬁﬁé'ammﬁ@lﬁLﬁmwa@iammﬁaomﬂaagﬂﬁﬁ Al szandls wHuRs
fETITUMIATAAT (Value Stream Mapping: VSM) Lﬁﬂizqﬁ}@ﬁtﬂuﬂB?J’J@lsluaﬂﬂﬂﬂiﬂi:ﬂauﬁl
annuliaugs uazdienzdmaingesdywidis unwnwinadal (Fishbone Diagram)
FWAUNARAMINATIRAULY Why-Why Analysis HamIfinswudn monasnsdivdylas
miaammuqﬂmni*’ﬁamhzﬂm_lLLa:melwgu@aumﬁwmﬂuamﬁmuﬁLﬂuﬂtym 810190
amamammsﬁﬂmuaﬂéfeﬁndﬁ'&m:mwwéfaamwaqQmﬁ“ﬁ (Takt Time) &4WA L%
UszAnsnwmIndainduainiosas 70.42 1ufasas 100 wazaansaLRNiaINIHAARE
Fuan 5 1a3a9 1 7 1a3as wiadaduTana: 2857 wiaaniasanasgunfiiGau
Thdigaaindannusansnlunisudsduldivedng

AWNNRY EREIC L RIE R Wae3 (2566) vlﬁ‘ﬁ’]ﬂ’]ﬁﬁms}’m’]iﬂizQﬂ@ﬂ"ﬁizUUﬂ’]‘S
NAALLLAY I@ﬂﬁi’@lqﬂizmﬁlﬁaamw:nmlumzmumwﬁmLﬁumuuﬁu%ﬁ'ﬂ ARG
in3asdamaTiansy anuglan 7 d3zns (7 Wastes) m‘l’ﬁszqﬁtymmmgzyLﬁmﬁl,ﬁm‘fu
TagtanizTynidiunisseassauuaznisiadonlnifivniinarudndu ansiule
vﬁ’wLﬁummﬂwlﬂ@ﬂmiﬂi"uﬂﬁ;omimw‘hl,mmLﬂ'%"aofﬁ'ﬂ{lmi waziszyndld unund
AITLIUNT AR (Flow Process Chart) 787U wann1s ECRS lumsdaszidsunsrines wa
AN BINLIN msﬂs:qnmﬂﬂmﬁaé’mdnmmsmh9Lﬁuﬂsxﬁﬂ%mwmﬂmmaamu
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SIN IARINITNANITZYZLIANTIN LN TEUARNITHAARI LAANLAN 360.88 W11 LwAa 342.08
N wIaAaduaNanadsasas 5.21
TIwaW NIUNT (2566) VL@Tﬁwmiﬁﬂmﬁadmsﬂs:qﬂ@ﬂ%umﬁ@LLUUSuLﬁ'aL‘ﬁu
ﬂszﬁw%mwlumzmumw§@1@juﬁmﬁfﬂﬂmmLauﬁ 34 WH-6400 T@Uﬁf@lqﬂifzmﬁlﬁaa@
a =) v L= v L= H a l&’ va @ v AI
USUNTUAUAIAIAAI LR RN FNUREANDAIIVAILFLNLAAY U E’JEIEIVL@LiSJﬁl’mﬂ’]iﬁﬂH’I
NITLIUMIHAALALATN UWNWAIRIDTIIUAIAIAIFN1121]991% (Current State VSM) LiNe
szt veIt ﬁnﬂﬁfuﬁ’m’lﬁl,mw:ﬁmL%@;@Tw HILEAILAAUAZNA (Cause and Effect
Diagram) wazdiiinnisun lalagiissuy autd (Kanban) mﬂizqﬂﬁl"ﬁi”mﬁ'umiﬁ'@nﬁ
ARIAWAT NANITANRWITWNUINRINIINAAUT VI VAL RUIELANANIANUINNTALAS 2.62
A a o X o ° a F o A
LRRBLNENTDEAZ 1.16 BONINBIITILANIZLINUINIINGS (Lead Time) 31N 7 1% LXK 4
™ =) =) v Qs AQJ A‘y l& 1 v 1 U
% LAZAAUTUNHEUAIAIARIAIN 16,261 Tih LKA 360 T TIFINALARINIIDAAAT T8
N UIUNNINAARI LA DITa8Rs 97.79
o 6 6 @ ¢ U o =1 % a
AFINTT IINIANTT UazAtE (2566) ”L@mmmﬂmmiﬂs:qﬂ@ﬂmwumwa@1
LLuuﬁuLﬁ'aL‘ﬁuﬂizﬁ‘ﬂ%mwLLa:aﬂ@Tunumswﬁmwﬁ@ﬁ'wﬂﬂuﬁwﬁ@Lﬁmﬁ PaIUTEN 13997%
A A & o A o ¢ A o (% ! Aa wn o
LOR T A LNTUG 31NA I@ammqﬂsmmLwaﬂumLmeoﬂmﬂgamzmumsmmmia ARkl
laduiiunsfienzinszuaunnsndalasls nannislanzianagyia o dezms saunu
. 4 .
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r A
Cycle Time Fluctuation: Current Process (Before Improvement)
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—8— Cycle Time (Actual)

=== Average (2.77 min)
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3. WasLazAULUIUTIRVBILIaN (Range and Variation)
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Indifusnudnanwgigan 2.33 W ler

dl G v L d 1 d‘ﬁ a aAa
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Tunaum I FUANUTEILNUN QC Job WIS Insnua 11 Tuasu lasmaninfpaiusiau
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810U Tunan 1287
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Annealing Lehr & Coating 3 1 °1°fl’ﬂm 42 W7
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Transfer to Visual Check 6 32 2w
Visual Check 7 5.3 3N
Transfer to Manual Inspection 8 4 WM
Manual Inspection 9 0.5 AWN
Transfer to Inspect & Packing 10 58 AW
Inspect & Packing 11 0.93 3uN
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179 HUEaIANNLTEN 89T RINTBNAIAINNATIINAL 11 TuaaY TUNITIAA
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Design

High Wait Time |
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Instability
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» Motion, High
@ @ @ 1 @r\fo\ Process Variafion
Lead O
Time/\Waiting
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42 86 sec 31 sec 32 sec 5§ sec

PLT 1hr 45min
14 59 sec

FT 1hr 42min
[31.03 sec
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o o >

Bursts) Mvhlnszuaumsifiannugailduazanaanudaiiies 13 3 aamany aoil
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WAIAWNIgIVALRALIAIN (Process Instability) lugr93udavlnd vinlwwraudanle
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Map) a1
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270 5 7@ laun

WANIENU (Impact) 1)

AMULIAIU (Urgency) 2)

anudulylefazvignse (Possibility) 3)

ﬂ§W£l’1ﬂ‘i°7‘i1°f (Resources) 4)
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Toasnuanmsinmslwazunugas 1-5 azuwwanniasldann asuaasluanef 3.3



M3 3.3 AIINMIAALRANKITALTIR

43

Wata Impact Urgency Possibility | Resources Total Priority
Ty (RINR (GRREY (AW (NINBNT) | (AU (CRH
naeny) | sedaw) | owlylen whoane) | anudamn)
&)
Changeover Job 2 2 1 1 6 3rd
Change
adanalast 5 5 1 3 14 1st
Non-Standardized 2 2 5 1 10 2nd
Motion, High Process
Variation in Process
Packing
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3.4.2 N133ANURNDILAZINILWBNRILAG (Cause & Effect Analysis)

3.4.2.1 MITZANFNDILALTMUNE NG VDITYITALN 1

A o =< o A & P & A A '

Lwalﬁﬂsﬂunaﬁaammmﬂummqmaaﬁtymm’m@lwmvl,aumanmmwm
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Cause & Effect Fishbone Diagram

b Machine Method

Line Balancing: Tudmsidu
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ihendwonau

Inverter Setting: MsdoAIALIE
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*— Vibration: msduazii oW

Man Environment

3111 3.11 £l3f91an (Fishbone Diagram) uaada g uaItlywIdaun |

NIAANTAIRILAR (Cause Screening)
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1.19dwiandy (Material)
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3.4.2.2 MITZANFUBILAZIMUNE LR VBITYMIIGLN 2

MY TR 1Y w1ewil3z&nFA1wn131339 (Packing Process) lagld
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Man Machine Method
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NINANTDIRILAR (Cause Screening)
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2

I

wikn 1w A eI N INazianiinimihem (Method) Tuiagtiuds limanzay 1w
ANuFNAAINIIMINMITua ligndas wiaanumansailivinunaannie

[

Tuaaud Juanduanasgiu

AINNINITUNLALNT 5 G g”?ﬁ]”ﬂ"[@i”é’@ﬁulaLﬁaﬂ@ﬁLﬁummﬂ”lmﬁﬂﬁlﬁ'ﬂﬁm
ad A ea & o e A o Ao o A v
AN UA % (Method) D udnauusn Icﬂﬁwm@;waauuagl,uﬂmmyﬂammquﬂmaz
NANIENUADNTZUIBNITHAG Lﬁaaﬁnﬂﬂ’mﬁuﬂgﬁ'ﬁ‘msﬁwmmﬂumssﬁLﬁumsﬁl{f
Juszuwmen (Low Cost) Lm'a%“’mNaé'wﬁﬁﬁﬂszﬁm%mwga (High Impact) lagianizasing
A @ A wa Lo . A o o
f9lun1sannnuruil a9l fUden (Variation Reduction) Saiiuialagagvay

MIFTIANULENLIIRNU UL
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msﬁummm@;ﬁuﬁﬁa (Why-Why Analysis)

naannIenzitadudiedagiimalan fidsldidadoduitnig (Method) w1

D.

AaTzilanzAndioinaia Why-Why Analysis tNadun1ang nniminiuiaie aagd
3.14 %

vinlufe hfimsdmusanessu?
Mlunaashduoeena
fiu? Why1? Wiy2? Why3? .
— s — AuanIsLAly

vilufa il Lz
fu?

Wl_'ﬂ:'LNl_-l!lFfljl‘“lﬁ ABAEE :'l'a'n'n.anmmwﬁgmnﬁﬂaﬁado'm
“Ennljianangs anesguaElglE (SOP) Tyal Tanwhounaiiafa
(Best Praclice]" 13 U TemyAiia s (Best Practice) annwidinaud
iwilnawiaia v funazms Vi =] u'lm:masn?]umﬂigm
waaaulningadag (e

i azaull Al
Fudr limdiauiu ey
niutiaz 6 wa naRuniu 3
LI

daddmesan auimng

yes fazsiu wiwnniimatia
™ gadaawEnHATEIIE
widnnwldianlums o)
].I‘i'i‘nﬂi.l LTI WRELTIR
ATUHEN T""Eh llﬂﬁ“)‘ﬂlﬁ‘li:ﬁﬂﬂ ugd ne
mmmmmﬁ"namﬁomwm
wanmahouAdanana i

Zolaledamguan

no

Why-Why

no

Analysis
31fi 3.14 Why-Why Analysis Ba3iTaymaneuf 2

S a (rf{/ v & 1 v WV v LA o 1 Al
mwamiamﬁzwﬂﬂmu’n @%@aﬂadﬁmﬁﬂiuqﬂﬂﬂﬂﬂﬁqﬂﬂﬂ LL(?']?JQVI N30
N1933 N394 (Lack of Standardized Work) @TﬂﬁfuummdﬂﬁLLﬂwl,‘ﬁwTaaag:aLﬁuvLﬂ

AnmIafanasulnduazmsliudgssnmwninn

FaThw e limsuitywidulysgraduszuuuazauisavdannugyaly
nazuauwmildadnefidszininiw anz190391dnann13 ECRS (Eliminate, Combine,
Rearrange, Simplify) ¥1dszgndldidunsavuuifananluniseanuuouazdiuyys
N3ZUIWMINWIN Lﬁiaag'a;jmsﬁmu@mmg’mﬁﬁﬂi:ﬁﬂfmwgoq@ GamuaziBuad

znamdilunitada bl
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3.5.1 LWIAALAZAANNIT
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%

lunisivnaniasnisun lwdant d39sldsiamannis ECRS (Eliminate,

U

Combine, Rearrange, Simplify) a1dszgndldinaiidaanugnyidaiuazdivdys

m:mumﬂﬁﬁﬂs:ﬁﬂ%mwgaq@ I@ULLﬁGﬂ’liﬁ’]Lﬁ%ﬂ’ﬁﬂaﬂLﬂu 2 EIWATNAN WSV

T adih

3.5.2 NM3U5U5952UURLRE

WhnanaAanIaauIIAuaaN (Back Pressure) Waza@s19328sW1900 L1Na (Self-

Spacing) 494N IAAANNAVBINIAATAAINNNN 3.4 A9h

13791 3.4 ECRS 2a31/au%N 1

#anns (Principle)

LA ﬂﬂmiﬂ%'uﬂigd

(Action Plan)

HAANSNIINATA

(Technical Outcome)

E - Eliminate (fa®)

B0 "WIIAUREENNI LA
(Back Pressure)"

1 v o o ad
(wanama: lldmiaiinns
NNAVIAGUNTI LATNIALIIDG

A a = v
b E’J"IJ’J@]L@]WYH\‘]EJTENY]’NIQG)

8ANN3LNa Bottle Interlocking
@ e J [
(WNDIAVANU) DI UFINE

ARRNVDINTIAA

C - Combine (334)

TNU "HENNIIRTZHZAN" 1N
AU "La3093N7"

= dl v v
NnLaNNauaasnasued i
WinNved Inverter lun13asne

JLEIZA

18ewan Manual
Monitoring vIJu Semi-Auto

Flow Control

R - Rearrange (3@ b4)

I RTTRER R I
(Rearrange Speed Profile)
Wagwan "anuSisiaue”
v "Speed Differential"
(Waanasninaunis) 1o
wagugn w3 waann Push
(@uaubg) 1w Pull (GUAS
aan i)

\iana ln "Self-Spacing” 138
o ' [ wa o
M wIzezr9a a6 ¥in
Wﬁawmmﬁgnmwm Len
£ = t-ﬂl v U v
araan3aaa e lagle

RILIA
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Wann1s (Principle)

TNyazdgansUTul§e
(Action Plan)

HAANSNIINAKA

(Technical Outcome)

S - Simplify (¥inl#41e)

USUAIAUNUINIESLAT 89N
(Parameter Optimization)
155Uy Hz ‘ﬁlgj" Inverter 713
agiuan UMD

1138 Robot 9q15819

1% Low Cost Automation 1
Vo & & A
VLQJ@IEJ\‘IEI\‘]V(]WﬁaqUﬂiELLLWSJ

o Y =
wazvin lenui

3.5.3 M3UsUU59nTzUIUNITLITR

WhwangfansssannaIgiwnsyineulng (Standardized Work) tiaaananu

NS &jaLﬁumiﬁ'@msﬁ'ummvlaiLLuuauLLa:Lﬂuﬂizﬁﬂﬁmw AIANINN 3.5 A5

®1357291 3.5 ECRS 2a3ifanin 2

WANNII (Principle)

SILALED ﬂﬂﬂ'ﬁﬂ%’ﬂﬂ@d

(Action Plan)

HAANENIINAKA

(Technical Outcome)

E - Eliminate (f19@)

190 "MIATIFOLTTaU"

Tuiumas Packing %13 wWinwEsIIaN
‘v\ﬁumm‘ﬁumﬁaag@‘imﬁl,mua:l,ﬁ'mﬁﬂ
(ﬂmi’u@@mﬂ‘ﬁProcess AaWAUINTI9
1016 Toivisud "uaspinne (Scan)" e
WALAINADITINTI AV "RiL-Fa4-

I lﬁLﬂﬁﬂ LA "W U-113"

AN LTI ATIVFAUWIU
wasE e

C - Combine (324)

NANEMNINTNINWad atisaasing
TAvinaunsauny (Simultaneous Motion)
laglginafiamsuenUssamauEaLUL
"3+2" ({atanienay 3 170 wazBngng
wiu 2 179) e lWldnaanisinda 5
malunsadsr dadunsnusimzms
1/1Sulﬁ'l@i”ﬂ%mmmumﬂﬁq@mU’L@Tmm
UaaaAuN Iz IFEas

AR UINIAUNITREU A
Taonsins wIne 206 8
ATndy 1a59 1wle
U3umgega (5 229) 618
wakanslsaaslansan

%

nh
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#anns (Principle)

TNyazdgansUul§e
(Action Plan)

HAANSNIINAKA

(Technical Outcome)

R - Rearrange

(A9 1ny)

v o, o ad 0 v

Aa819u3 N1 v wszuy
(Systematic Pattern) la & 1% @ L3t
M35 padninn walaz 15 279 lag
m_iaﬁ'am:ﬂmwLﬂumsiamf*g@a: 5
P19 @aLihainy 3 ATI AIUATULADD

= ,&’ 1 ad:‘i’.

w23 9uunn e AR TIsaaIa L
MO UUIA L UNEDS LTI

LRINONWAAAILALIN

AL lNTIASLITIA LU

nad

S - Simplify (¥in1#d1e)

l¥aEmsnnudeiudiens
8319 ANATPIUNIFNNY
(Standardized Work) fiTatan fie:
mafia: nHUATIRT 5 279 (1an 3/2)
JUMINNH: ﬂﬁﬂ'ﬁ%ﬁ 36 JaUA8
Naod (18 3au@ia°ﬁ3u)
NaNNN YN lAdefe wiknawia
AMuIINELEe (Muscle Memory)
vnlwaansnufianuldmaside

LRZUANNLN DUA DR

NAAMUNBNIBYDILIN
(S.D. 8AR3)
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3.5.4 3UUHNBNIIANHITH

A1319N 3.6 FTUUNBNITAL R

ryn/aL16 (Problem/Root #ann1s (ECRS) SYALLDYANIATNT
Cause) (Action Plan)
1. IAANVA/UITIAURE TN Rearrange / Simplify | - 43U Profile aa1at3atdu

UL Speed Differential
(WaanasInInawng)
- ®9nakn Self-Spacing

@28 Inverter

2. avvFaLITn Eliminate - é’@mgu@aumﬁaa@
(Staring) l¥indatNesnns
NINARIYA1 (Scanning)

- 1 Visual Control @28819

YAILRUTILAATIH D

3. dsBnsnwmInbudn Combine / Rearrange | - Mitnafia Simultaneous
Motion (3+2) #&U 5 12@
WIDNUNY

- amaunIndduga
(Systematic Pattern) Taae

5214

3.5.5 LNWHIENUTITA LAIR DI B OWIAG (Future State VSM)

mﬂmsﬂs:qﬂmﬂ%mmmsﬂ%’uﬂgmmﬁﬁ’ﬂmi ECRS NI &I %y ad32U
ﬁ'n,ﬁmua:mzmumimsq Q‘iﬁ‘i’ﬁ"lﬁﬁwgﬂLmumsﬁﬁmu‘lmimﬁ'@ﬁ%muw"hmﬁmsqm@h
RDU=2U1AA (Future State VSM) iia i duuuudnasatnnung (Blueprint) Aaniinly

Ufida3s ausaslugli 3.15
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KI F m

Gob Warehouse
Forming

High Wait Time
from Job Change

nstability

Coatil [Camera Inspection Visual Check
Forming Annealing & Coating p A [E—y
Packing

@ @ @ L OO
Lead
Time/Waiting
Time 55 Hrs.
CIT=157 sec CiT=142hr CiT=0.15ec CIT =53 sec GT=05sec
IO = 88 min CIO = WA CIO = 38 min IO = NIA GO =5 min
Uptime = 86.1% Uptime = 100% Uptime = 100% Uptime = 100% Uptime = 100%

42,85 sec 27 sec 32sec 50 sec

PLT 1hr 45min
10.45 sac

PT 1hr 42min
20.6 sec

15.7 sec 1hr 42 min R 5.3 sec 0.5 sec

;.ifl.l‘ﬁ 3.15 LLNuQﬁa’mﬁ’liﬂmﬁ’]amﬂ@] (Future State Value Stream Mapping)

A % ] v & & A

NFUN 3.15 UNUHNIENETIINUAIFDIUSOUIAG waadlALARIIN TR nLLR
A o A A o o o &
naanisiiloisunuan uzalagt (Current State) A

1.07705u R w1 la (Flow) lWREUINNNITAUTUINY (Push) fivinldiAa
WIIAUFEEN LUAITAITUIY (Pull) @28na AN nIzazi198alui@ (Self-Spacing)
AMNNIAIANNNULANG1IVBIANLT (Speed Differential)

2.1138a17813]9n7 (Cycle Time Reduction) 12a114N17U339dand898a8
a4 nn13lEinafia Simultaneous Motion (3+2) LAZNIIANTATUABWNNTATIAFAUN
LTyt

3.1138091%3IZRINNN (WIP Reduction) U3unmspnafazausadinihunis (WIP)

o o

USnmeudnanniiusiaaadatwilindnny
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3.6 nsetiwnsun luidam

o

WAINAABANIATAT LA 3.5 raae la °'1Lﬁuﬂ'mi'1m@'sﬂﬁaq@jﬂﬁ

U

Uuae3e lasdouaowmsduiinniiasi

3.6.1 ﬂ’]‘iL@]%lEJlJﬂ’J']NW%QNLLSZ%LL%GI@]?GTYW

msﬁmwﬁfmmhsjmsa%mﬂi'mqﬂi:aaﬁLLazﬁﬁmsﬁﬂmﬂﬁﬂﬁwﬁfmm
U d‘ 2 o a 6 o a d' 6
miqlmh WWaaausIduLazyinmaassgUnInt daieIouanuiuazgnIaltiosawiny

(SOP 314, WIWNIALLIAN)

3.6.2 AN WNTUIUUIITZUUS LR

1. M3UTuA9AT Buaasiaai(inverter) dtiiun13iuguaud (Frequency
Tuning) VBINBLABIENUWIBEURLING 2 T2 INBFTIANULANANIVBIANNLST (Speed
Differential)

2. MINAFAUNIILABLATEY (Test Run) NaAaILA%LAIoILlNaFILNANGANIINATT

Vl,mmaam@Lm:mﬂiﬁwﬁfmmﬁ'umwuﬁhmwmqm:ﬁ'n

3.6.3 AWAAUNIUTULTINTZUIUNITUTII
ad o
1. MIANAUTVITNIIINN

sawnaian1Indunuy 3+2 (Simultaneous Motion) TRWinuinUfufasan
annudnguazsaniimenauuiiuge fiaz 5 270 uazlildwinnuldioag
(QC)w LAl

2. MINAaa9UJUaNUI (Pilot Run)

Tiwinonudud juGnuauanasgulul lasiinsinuguastnelndfa 1ie

wA lavinnien El'ovl&ignﬁ DINUN

3.6.4 N1IANSINLAZUIZLUUNR

2 (7
o %

matfudayaliuuifisy ¥11n139u1a1n13v191% (Time Study) $18NATINAT

M3UTuU3e $1mau 30 drate NItk Cycle Time lnal

e ® e <K A a o P !
ﬂ’]iuuﬂﬂﬂtym UURNNAINNDNVDINIIAAVA LLﬂzﬂ'ﬁyﬁ'}q‘lJﬁiiﬂV]WUiZﬂ']'NﬂTﬁ

maauﬁaﬁwmﬂ%’uﬂgauﬂwlm
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NANIIAILBHITWIDY

4.1 mimfmaauwaé’wﬁauuawé’aﬂ%’uﬂ;a

4.1.1 MIWATRITZULSLEE

Avlddiunmasasiaudlatymeasiauinasialar lagsjssiuinng
U3Uaugan1uL3) (Line Balancing) 3eRINRIEWIBAITULAZAE I@ﬂﬁi’@]qﬂizaaﬁLﬁa
AALTIAUET AN AL AN ENE s Inanasn s LIun1sE a9

A5y
MN1UIUaAANNTIRIBW Y Dauidn (Feed) 310 16 Hz 1w 14.5 Hz Waz
LRNANSITENIL §anled (Curve) a7 25 Hz 1w 27.5 Hz lagaamyoidnastaoiiy

Qs g { U = g
AAIINIIIZLILVINDANIINNINA DU LAIIALSIT

NANIINA R

syUnamaIpuifisuiwinaiinuiadawalad szninegisren(Feed 16

Hz, Curve 25 Hz) uaznad(Feed 14.5 Hz, Curve 27.5 Hz) ﬁmﬂauﬁmoﬁ’agﬂﬁ 4.1%

Frequency of Bottles Getting Stuck: Before vs After

—8— Before
After
——- Adjustment Point

40 4

30

20

0 20 a0 60 80 100
Time Points (Sequential)

31 4.1 wamsm%uuLﬁuuﬁama:%ﬁ'ﬂﬂ{uﬂ@a

A A ' \ ] o o < A
INMINIIINFUN 4.1 WU Slumoﬂauﬂim.l;a (Before) 3NWIUATINUIA
Aadaiiniinszatuaiaglugag 20-60 A39/T2 14 luameNT199a9In3UTUU9 (After)
° & Aa o o A o X o £ ' ' & <
Fuuanfidatanauduwalingsiu lasadusuldaglugo so-s0 asydilug wazwy
Angagaily 92 AT
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4.1.2 MILATQUWINIZTUIBNIILIT

A e

W39 szL@T@‘hLﬁumsﬂ%'uﬂ@ammgmmsﬂﬁﬁﬁmu’[um:mumsmsg (Standard Work
Improvement) I@lUﬁf@lqﬂszmﬁtﬁaa@mwgmLﬂﬁh (Waste) UsztAnn1sinfon bna

(Motion) LaznNTI8A8Y (Waiting) AwulunszuInmsLa

ad
N3

ALARNIIILAIIEANITUINNNIRI BT U033 WIne (New
Standard) 91N%#YIINNILAYTIVIINTBYALIAINIATZ U (Cycle Time) d28T5n13g
M08 ULTUAL (Stratified Sampling) MNWINNUIIUIL 3 A% lugr9aNuandsns

A a a o A
LNBLUIUNBUNENTIFIL KIS
NANIINO N

a;ﬂwamﬂﬂ?mmﬁwn 81773N3N1371197% (Cycle Time) 3e1319nan

1U311/39 (Current Process) Uaz#asliuisd (New Standard) isazidoaasii

(1) Naﬁauﬂ’ﬁﬂ%’uﬂgd (Before Improvement)
MMNTBYINTINNLIN NITUIUNMILANTANNAUNIUDIININIRTUES
. Lo A A A A ' A o v & &K
(High Variation) lasiidnaduagf 2.77 wifiindas Seazriauldiduiinismamasgiuly
AN3¥N97% (Lack of Standardization) &dualitianlumvinnwlistnave laadgiaian
14 (Range) 3udl 2.33 019 3.48 w1l Gouaas3Lf 4.2 Ask

r ~

2d Cycle Time Fluctuation: Current Process (Before Improvement)

—8— Cycle Time (Actual)
==~ Average (2.77 min)

w
o
|

ace 3.48

w w
B & & X
; h .

Cycle Time (Minutes)

P
o

244

Min: 2.33
224

20— T T T T T -
o] 5 10 1 20 25 30
Sample Number (n=30)

N 4.2 waawsnawnaliudlyedymn 2

-1V]
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2) Na%éﬁm‘iﬂ%’uﬂ?d (After Improvement)

wasnnihanawmvhauladindszgndldlasnidnausninviauunas
nanedlUauass wudnszuawnnafianuafssuinduetiaduldta (Process
Stability) I@zJLamLaﬁﬂiuﬂﬁsmtsga@mmﬁa 2.08 WIN/NEDY LATANUHBHIBYDITEYA
anas lagsdulnaimenguagindifissiuaaisdouanizui 4.3 ik

Cycle Time Stability: New Standard (After Improvement)

—8— Cycle Time (New Standard)
=== Ayerage (2.08 min)

354

w
[=]

Mece; 2,37

Cycle Time (Minutes)
~
o

0 5 0 5 20 25 30
Sample Number (n=30)

31N 4.3 waaWInaINMTITUYFatlnymai 2

A a A o A
13799 4.1 LWUIPULNBUNEINIIG N BUIH

s1ansUssidin nawlsuilye nail3uilqe (After) nan1stagwndlag
(Before) (Change)
I8LaAY (Average Cycle 2.99 W7 2.18 Wl 8A8Y 0.81 W17
Time)
A UunTg I 0.303 w17 0.137 w1l 8089 0.166 w1l
(S.D.)
Ag9ga (Max) 3.80 w17l 2.53 w17l aA8d 1.27 W11l
ﬂ"\@“ﬁﬁg@ (Min) 2.55 Wl 1.95 Wl 8089 0.60 W11l
wedidudnvdiuly &4u 26.98 %
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ungsl
unsyy

1Na1397 4.1 aydlddnisdariianasgiunisinnussldwinu
sanInufidanuldetaduzuy aaanudusuuazanugyalunszoiuns sanald
Usz@nTnawnisndalassiutWadn (Cycle Time aaad) uaz n3zuIunIsinufiy

- & $ | [% ' Yo &
(Stability) INUH S’fiamULmﬂzymﬂamsﬂumumaamimsfg”l,@mm

4.2 MIATIZHANA

4.2.1 3Lﬂ§’]$ﬁﬂ4§lﬂ’liﬂ@aﬂ\1ﬁﬂ\‘iﬁﬂmﬁiﬁ_lllé%aﬂﬂ

mnmsm‘%‘ﬂuLﬁmyﬂ”agaL%oaﬁaizmnmaﬁauuawé‘amiﬂ%“uﬁ;a WU
o & A o e @ A X 0 { & s <&
FIWIUATINVINAATAVSLI A LATE LAUAU INEANRAY 47.23 A3I/TH. LT 67.37 AT/
a & @ A & = = v X o v @ a & o A &
7H. (ALTUaAIIMIIANIUDY 42.6%) TINARNTRTALIINURNNAZIRAIGUNAIONITOIN
n3UUaNgan31u37 (Line Balancing) 92 110aAAaLIa Le
A v & ' o f o ~ A 6 v & A
NANIINARDIT AR WD E1ITALAWIT NITUTULLRUUWITITLADTAUAINNLSALN LI
] = g ] ci a &/ > U d'l a C™ a nql/
st g ldmusauluTymniiedululaiuld ilesnndymnisdedauiinmi
JauTUToukazlsznaualL ﬂﬁ]'ﬁ’ﬂimtﬁaﬂauazﬂ’mmwﬁaQuaﬂmﬁamsmuquﬁ’ssl

AU LW IBLNEIaLNILG ) taun

1 UTIORRERNIZN 910 MItAnaUS It annswlds (Curve) n
I AL ORI BILAZLIINTIUNNTERINIVIATANND fonalAvIaFuaNgauAZTAN LAY
Snedunida

2 FUUTEANTUSIFIANUVBITIING FATWARAINGDBIFBITNINHENT
anuflafilizsaaasosiuanusifiandn vinlvwelisunsoaladiiugasldslaany
SImzfimrue

3. a0 lisduauevasnistonie wizaaanusiaswiulondn (Feed)
89 WANINEINIZNITNT89270 Laladniawe azvihlAiiasasiteniansaaunwdnsi g
%adwa@iaLaﬁﬂsnﬁwluﬂwsvlﬁaL?Tﬂgjmﬂﬁa

4. 8DYININVBIFINVIA MILUR LU AIAIINSINS WA NITNINIT0 L6 0

guwu anavhiiarendgwliGsusiinifanslonaaeuuasauanasias
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4.2.2 3Lmﬁzﬁwamiw@aaw 29U MINTZUIBNIILII

NNILYITB LN UNANITENARITUN LI NITUINIAITINNIUJ UG w

. ¥ @ A A A a £ ' o o @
(Standardized Work) mﬂizqn@% fINalLEAnS N anRadnd wegeiivodnny Lo
VAR lUNINUANRI 26.98% WaTAIAINNEWLUT (S.D.) aaadniN 50% TIRIN1TA

a 6 @ ' o 3 v X
1 LﬂfﬂZ%ﬂ%]"ﬂULL%G@’J’]&I&’]L‘E%VL@@\?%L

1.MI80ANNRULLIAIBNIAIFINNIU

N138aaITaIE WD EIUANA331% (S.D.) 910 0.303 tWAa 0.137 Wil Tl
71 "3 N9w" 1T T URA NN AINAUAAINNFN TNV INANES I AR ANININWLARE A
= o A ' o X Y o ' L A A
frtuuumsriuiuand 19 (Random Method) Juagnuanudimgainyans ualiiad
MIENAUAS LU TV UNTALI v‘iﬂﬁwﬁfﬂmunnﬂuﬂﬁﬂ'ﬁmu"lﬂluﬁﬂmaLa N A9

o A A o ' o ° =] a - £

MIneanlanninNw wazssnaliaTaumMvinuinnuis (Stability) GRTIT

2.MIIAANVFALIEMIN I

NAINAARY 0.81 WINGanaas Lﬁ@mﬂmi@?’@wauﬂquzyl,ﬂm (Muda) Uszinn
mItadanlind (Motion) Laz M33anas (Waiting) 7 LLNaagiuﬂszuauﬂﬂiLﬁu P IANN I
mmmLﬂﬁﬂumsmﬁau"lmﬁgryLﬂdﬂﬁﬂmmﬂmﬁamu (Value-Added Work) laasnadiu
YIZ/NTNINW

v o @ A A a ada &
3WpEADILIENTMINNIINEANILA D1
o A ~ R A 0 A A A A ~
NG URWINUNAAIARILADd 0.81 wWiNsianaad wiadaain 1szansnIng
o ak a ~ A A A & o ade 0o & A
UsU1590%% 26.98% (MNLAN 2.99 171 nida 2.18 win) Daruasliiiannudiiansaian
aauLioy 27% Razviauliiiuiiviasgrunisiinuluddisasisdaninuginnsn
. v [ Aa v A? 1 a =
(Capacity) °11acmizmumimiglmadsuﬁsmmmu"l,@mnmumﬂmum 1 Tw 4 molu
o ' Aa A a a . v a a

F2HZIANKIWL AN TTUNIINURNANE® (Productivity) Imﬂmaoammwumwmm

A A [ o
qﬂﬂamamiawmmamﬂ@
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a'gﬂwamﬁﬁ'ﬂ nsanUsgna wazUaLERa Lk

lunsAnenia EJL%Qdﬂ’ﬁﬂiz&lqﬂ@ﬂ‘fﬁzﬂﬂﬂ’ﬁw5@1LLUUS%(Lean Manufacturing) 14
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Wiaun (Simultaneous Motion) wuindszauanudniadunad19d nsliudyaainan
§ANI0AA ANAFALLUET (7 Wastes W38 Muda) 3nm3tadanlng (Motion) uazniisenat
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#1330 (KPls) amweilgiin HaANDUAILITU
NANINININILIT (Cycle 2.99 W7 2.18 WA
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IWIUNTENIB (Manpower) 3 Au 3 A (WinLaN wavinawle
X
NNUW)
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UIeANTAMNANIHNAG - LN 26.98%
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A | o A X
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1. ﬂi:ﬁ‘ﬂ%mwmaamiﬂsuﬁuamumwﬂaﬁgﬁuéﬁﬂLquﬁommmiLLﬁmm@h
(VSM)
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4.1 JAdWMIVIAIAUNUUAZTINRINIHA® (Cost & Capacity Management)

NINALINTIYINTAI [A30was 26.98 Lun1sUaasantaINIINEALRY (Hidden



64

o & . v X o ¥
Capacity) ¥inl#l3301uaa130 201 8T UIURIUIaA 0220 L ndu lavlddaainude
A o oA A o o A a A ) i ' =
iasInslnanIaiudwunineu Aaidunsniniiesdunu (Cost Avoidance) atnau

RILRREV
4.2 UAMWNNINNUNBNIINGG (Production Planning)
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