msﬂ%’uﬂ‘gamﬂﬂUgsmﬁmmmﬁ@ﬁu LazLATaINagng Gnin:

AR o '
ﬂﬁm@’lﬂ‘]:ﬂiidd”l UHIBET

S1TRNUT
a4

v

96 @ mITman

LEWORDUNAINGIAE WRIINRBATBATUNT La LNaLD udIwnieasmsfinm
MURANFATLIYYIIMNITUNFATUILUAG §12ITINTIANINIAINTIN

NHBHNIAN 2553



msﬂ%’uﬂ;amﬂﬂUgsmﬁmmmﬁ@‘é‘u LazLATaINagng Gnin:

AR o '
ﬂﬁm@’lﬂ‘]ﬂ"ﬂidd”l UHIBET

S1IRNUT
a3

s

96 @l FITmIAn

LawadalRAINNAY WrIneaseIuaswNTS lsal tvaidusiunitirasnisinen
MURANFATLIYYIMNITUMNFATUL A §127ATIMNTIANINNIMINTIN
WOBN1AN 2553
suENs LI wIIun A NeNapeIBa3UN T lia



msﬂ%’uﬂ‘gamﬂﬂUgsmﬁmmmﬁ@ﬁu LazLATaINagng Gnin:

AR o '
ﬂﬁm@’lﬂ‘]:ﬂiidd”l UHIBET

Unaaga
Y9

s

96 @ TITEAN

LEWORDUMNAINGIAE WRIINRBATBATUNT Lal LNaLD udIwnieasmsfinm
MURANFATLIYYIMNITUMFATUTUAG §12ATINTIANMINIAINTIN

WHBHNIAN 2553



%

a 6 % (>3 a A d‘ A A 6 A 1
eI TITmIeN. (2553). mnlﬁnjnguf@z/yimvmmmﬂcomu uaziaIavlagnT ona:
ATAANIT99%6 7879, RITRWUT 9.8, (MIIANINMIIAINTIN). NINNY:
TARAINGINY URIINDINLATUATUNTI LI, 81371387NUSN1N:

AT8AEAT19138 AT NANA LNTARTYHA.

a v C= a? & a A dl' A a 6 A 1 dl' [
nwivsatubdumIysanmuuifedn uaziaasladng Fna Lwamiﬂiuﬂ;ﬂu
NIMANE 1339 UA28819 I@ﬂmsﬁﬂmmzy’aLﬁuﬁﬁmﬁuﬁvlajﬁﬂﬁﬁ@qmm waziuanugay
walwnszuawnng I@ﬁﬁnLLu’Jﬁ@ﬁummﬂumsﬂ%'uﬂga waziLeIaIlavaITng Snu1 AN
°ﬁ’szla@mmﬁw,mwaomzmunwmﬂnqnﬂ%ﬁuﬁ'u faduduwiwinmenganluwniaannna
HWLLT 8ALIAT AANUN LAZAAVAILRLINNNTZLIBNINAG
a = 1 ] { =Y ‘3’ =)
ANNIIANEINTZUIWAINRAA1DLNINUIN VBILRNAAUWIUNTZUIWAINEAAD 11T
Nadgwiasda (Spatter) AanuTwnu Sidaslimianadauazianzaan Mligmydanaiim
wazenvvzidafanana 9ldiumdanmsesnuanufianaia (Mistake  Proofing) %1
ﬂszqﬂ@ﬂ% LLa:GTadmiﬂ%‘uﬂgdmié'dNﬁ@mﬂufuu Pattern %38 Lot Size ¥IwMIIEIBNNT
USUTHUNTHAR L*ﬁaaﬂ%ummzmwmzmumwﬁ@1LLaza@ﬁuﬁms%’@Lﬁu%umuﬁﬂﬁﬁ]gﬂ
A % a a dl' A a 6 A 1 U s & o g 1 o v
Tapintltumwifafunaziavasdadndanitunlgsiun ﬂj\maamnmiﬂsuﬂ;awmﬂmlﬁ
T AsfanUTRIUITIWINNARIINLIEN 304,400 PPM LWRaLAEd 2,000 PPM Uaz3ay
AMIHIRRARIINN 83.1 IUNN/TU LRRBLNES 75.5 AW IN/TW WALRINIIARINITAANITIALAL
a o v o & o A ~ o A ° o v oA a £
FuA1AInRIENTIUIN 1.5 10 nFaLNes 1.0 T mmmmmlmmmmgtyLﬂa’mm@mﬂu

ATEUIWATT be



QUALITY IMPROVEMENT USING INTEGRATION OF LEAN AND SIX SIGMA TOOLS:
A CASE STUDY

AN ABSTRACT
BY
JUTIWAT THAWATTHADA

Presented in Partial Fulfillment of the Requirements for the
Master of Engineering in Engineering Management
at Srinakharinwirot University

May 2010



Jutiwat Thawatthada. (2010). Quality Improvement Using Integration of Lean and Six Sigma
Tools: A Case Study. Master’s Project, M.Eng. (Engineering management).
Bangkok: Graduate School, Srinakharinwirot University. Project Advisor:

Asst. Prof. Dr.Tossapol Kiatcharoenpol.

The research involves the integration of Lean concepts and Six Sigma tools for
improving productivity in a case study plant. The study focuses on non-value added activities
and wastes in production processes. Lean concepts are used for eliminating wastes, while
Six Sigma tools are used for reducing variation. These are the significant methods to reduce
variation, cycle time, working area and wastes of production processes.

In the case study, it is found that the major loss is the spatter problem which is found
in the assembly line. This problem is needed to check and remove causing time spend and
may causing error in the product. The mistaking proofing technique is implemented to solve
these defects. Another problem of the process is over inventory. Smoothing production
scheduling concept is used to replace a lot size concept. After improvement, the number of
spatter problems is reduced from 304,400 PPM to 2,000 PPM, cycle time is reduced from
83.1 second/piece to 75.5 second/piece and the inventory of finished goods is reduced from
1.5 day to 1.0 day. Consequently, the essential wastes of a case study plant are eliminated

dramatically.
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2. yNN2IYDIAK (Lean Perspective)
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1. Lﬂ%ﬂdﬁﬂﬂ%ﬂﬂ?dﬂy@lﬁﬂ’]ﬂ%a (Flow) 'lewA Pull Production Scheduling 738

Kanban, One piece Flow, Production to Takt Time , 5s, Standard work, method sheet, Visual
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control, Total preventive maintenance, Reliability maintenance, Preventive maintenance,
Predictive maintenance

2. Lﬂ’%'aoﬁaﬁmﬂiﬁLﬁ@ﬂa’]uﬁ@%sqiuMmzmums (Flexibility)  'leiwn Set  up
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check Inspection, Line stop
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6. Pull Production Scheduling %38 A¥19 (Kanban) Lﬂummzﬁﬂu WU S
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audmiunaniauaziag iadliadgne iusrduuazinaFlow) maoi’mqaumaa@ﬁv’a
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1 { v 1 g: LYY AI o Q a t-‘-g/ U U
wihfinszuaumIzaanInuaadle wsnamaug Winhadamsniadu sunsadilald lu
nazuums uazihaladuringndamieailaliairaglusnuidjidnsadragulsnu

. v £ o [ . { = [
\@ilaw (Visual factory) na3i19luaIBN1IIAI19 (Display) UaznIAILANNENTOLAEWLGA

. < ' o A A (2 A A { X% '
(Visual control) Fvazzindniufiansmnldfivzdninwassawneanuuuan mslidayaio
nudgUnInliaiian (Visual tool) aztisduiiunuliinuiuuazlasadsiinnssanuuuuaz
i luldnuiaasiiamatazaannugionliuniiud judnuluiund jiGnu Shop floor)
ARDAIWIN 5 &. LAZNINTIUNMINAIWIA1UEL Y

8. mthysinwuiilasiu (Preventive Maintenance) tHunagninisganiings lasd
wndalunmsguainmnauiieIssinrandamis laumiguainmuazaaseuiaiasiiouns
T §IUAN o ILENaAINIANNTNNUA NawilaTadllalnTaddnTaziFarIe

9. m‘sﬂngo%’nmimmswmmfﬁ (Predictive Maintenance) Lﬂuﬂaqﬂfﬂﬁsﬁauﬂﬂga

v v 1 =) J v v 1
nnmaAutayamslnuuszanuiows amaseugitiaezlsiuie udraanisal i1az
=) J dl v o = 1 dl a
Wedwilaly udrduiiunms uiluneunazifadym

10. muhysTnmadiaiaiia (Reliability Centered Maintenance) Lilunagnsnis

) o A £ o . . 1 o e { {
Tau1i139 T96898n13%1 Failure Modes and Effects Analysis 8619az188@ §1%3ULAT033 N
anudndunmssudsznuinaez ldineanudons

° o a A ' . .
1. MITIPINBWVUNMINAUVUNNABIFINIIA (Total Productive  Maintenance:
TPM)Aa sruun1Itngadnsnazinliiaiesdns gunsalifadsz@niniwgiga (Overall
. o A I v A Y A A o e & A .
Efficiency)laawiniunnaui 1dugdlfiaTasdns taTasla wisguninluugiidiuiinluns
quainliagluanwdnienldinuay tanadivauias isun1sanasauiaiasinaiuled
nniu Miguainsaagd amsldnuatiaiiaue wWasuazlna auay MIENu nilu
o A A ad a £ o & o A ¢ A A
A ULAzEINARINaUnaNaIunugUnIoh ihwaeggaes TPM Aagulnsoiaiasie
\wumoLuaud (Zero Break down) anwHawaaniiaaniasaslaidugud(Zero Defect)

wn A a @ A Y A A o« & .

guidngMiinannsldinuweaiasans iadasiiaidugut (Zero Accident)
a4Adsznay 8 Uszms was TPM
1) mIUSudyaamizizad (Individual Improvement) falwinonfininineadas

' A A o v A | A & v @ ! o A o [
lanass data3asiiodudTufiaren uazdodugidudaiuauuaivg lAvRansutingsinm
AHALDY I@zJLﬂun’nﬂ%’uﬂgaﬁqﬂmtﬁﬁmmuﬁau ﬁrmffmiawmsmsﬂ%’uﬂgﬂﬂﬂuﬂ%aa
kg

2) mMI§eInmEIBanad (Autonomous Maintenance) lasiluwiAainluiilas
) A A ' o o o A A al va A
andhlaeesiioldunninglies glinuzsinsndunaffaUndladaniiaudug
3) msﬁwga%’nmmmmu (Planed Maintenance) ﬁaﬂ’]sﬁﬂméﬁauﬁﬁgae‘mﬁu
Aansuanuszozinvesniling lagldreeadasiufansswnduiivag laludarnsnudng
4) naawnsenIluanuuazntieinm widdliieieslainiesing
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o A A A oAl A A A o ' o o A
gzt lanlasdiiesle wansasilaNeanuuuiamzuniansitandns g nwld gﬂmmaa
Fuudasiurinezmsdjidnuuszmstinsinmaednagnites v ldfsldundas
Vlﬂﬂuﬁ'ﬂ@mmma:maﬁau

o & & o @ & & ”, .
5) MIAMWINLITINEIAILAVUADUNIIBBNUULY (Initial Phase Maintenance)
R DIAILG LT NNNALRIINAAN UM LRZNTZUINANT G981 TIDINT I ULATAIINTAY LD
I 1 a v a a J
L NTRILRIUNTE LW A NI RNTAIWINT 1
o > A . . A [ @
6) MILNIINBUNDAUNW (Quality Maintenance) NI Ta N HIAINUTUNWE
sEnIININTINLSEA R NN LLa:ﬁﬁmﬁwmsmuqum%aﬁaLiﬂﬁwﬁuimmsa@mw
ATAAN BT éﬁuqm,mwmaamuuazmﬂﬁﬂ%aoﬁamwfﬁau"lmﬁﬁmmvﬁ
=) o L 1 é 1 v { v
7) Aanssw TPM  lud@dnaw nisoudllaineiteaslasasslunszuiunsg
) 1 a 1 a W@ > 1 Q A I 1 = YV & U 1
aw dhouins dedssuasiamn dhodn® sedusuatvagunszuumaliidulyldang
A & A ° [ o = =
U5% 5 asadsznavluweu TPM - @a M pInmdIgakas MIAnsLasinausy N3
o o o a A o ° (> Yo 0o & {
AATIUUNTNOURNILINY BATANTINTINTZUUU T A WHE TIF9NAUATRTIAANNEILTND
%mummﬁuwﬁﬂLLa:Namiﬂﬁﬁamu
8) ITUUTI0UINY ANNNUNDANY WATRILIARON (Safety, Hygiene and
. £ & A ° A o A ) .
Environment) Sa.0ui3awla °naamimLuuﬂszmumﬂuﬁﬁ]’guu WWanINNUaaanue e
AufuRnuiinedaslaonse uazdaunandoagluguounu 9
12. MINNBUTUNHNUT WAL (Cross Trained Work Force) mMsHnausy
wiknauludiun ldlsisninamnzawliaansafazrinnmldnais gaens iinatiuanuia
wiulund Jidenu munnflazsesiumianadainmivasgnatldadnesiunaefl sansan
azggluiauludinangla
13. MINAAUULNANI (Mixed Model Production) AaMINAAUULRA8 9 Lautaali
RUNNINAALALING I@ﬂﬂ%'ué%'@ﬁhumiwam%uﬁﬂﬁmﬂﬁumwﬁaamwaagnﬁwﬁé’a Kb
NAaFaUUTULLRaunwlUasaagnon1INGe
14. MIUTUIFBUNTIINR® (Smoothed Production  Scheduling) #8 N133AA1IINNT
Ujidnulilddiinmasnadisuaauanudans wisaudianawesgnd lunsdluasnis
YINITALTWANTIAAIININTHARNNEY LLaZﬂ’]‘JﬂJ’]‘Uﬂd@ﬂﬁ’lﬂﬂ@Lﬁ@ﬁ’]&l’]iﬂﬁﬁ]ﬁ@d%ﬂﬁﬂﬁ’ﬂﬁ
NIRNA smvlﬂﬁaﬂﬁl,ﬁm]”ayal,l,a:l‘*ﬁmaa;&aluaﬁmlumiwmn‘mfﬂfamﬁaaﬂflsmaagﬂﬁ']
A A
WWaNzaan Nl sUTInlwATzUIwT
' _ . 9
15. MIAANAWBINTLUREUINY (Set up Reduction) TINRINBTINITIALAILNAINU
% d' A 6 a > ] d' %] A:ld' (%
wiauvadLnIadile gunsnf lwn1INEa2 1T L AITAALIAINITIALGILATAIANT LWNTING B
c.l' a a o 6 d! =l a > 6 d' L% v c.l'
LiJazlu,wa@mﬂwa@mmm%mvl,ﬂgaﬂwa@nwm%mlﬂmmuamq@
16. NMIATIIROUALAKLEI (Self Check Inspection) Aan1IATIIROLANNIIHUSBE
mad%mmﬁamé’awﬁfﬂmmaaﬁauﬁ%dd%umuvlﬂgjﬂ‘umuﬁ'@"lﬂ ?Tagaﬁ"lﬁﬁnﬂmsﬂuﬁﬂwmz
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o a 6 d' a s ' v A a = J =) =
ANANALATIZA LNBAILANNIELIUNNIHES Hasnw b lAtAan 1 INRauaILFaUWIEN VaILFY
?1'a°11aaLﬁﬁawmm%gmzmumivl,é’[@ﬂmwvl,&iéfﬂﬁmaawﬁfmm

17. MIATIAROLEIRBLIBY (Successive check Inspection) N1INTIVHDUTUI
I@mgﬁvlﬁ"lﬁa%ﬂumzmummﬁm AAUNAZITUNIZLIUNITINA WD A b uazyin1IRyaNIING
dl' A [ a o wa dl' Qs U a Al 3; a
LN b maﬂsuﬂ‘gaamwmmamhﬂa@ﬂum Lwavl,mwa;&amwN@Uﬂ@iwu@aumiwa@
NNIATIVFAUTH N DINHNINUINIZUIBNIINEA DA W G aINRUNNATIIROUT WY NauIZITA

NIRRT uaawea 1
18. Line Stop A wﬁfmmmmmﬁamqmmamiwamvl@'ﬁﬁammwudﬁﬁ%oﬁ@ﬂna
a J Qs
AAUWAUNTZLIRANT
19. m‘smuquﬁuaﬂ@aﬁmiuﬁa (Autonomation) WX18HINTRAAING INWTBAITL
™ n:l. d' 0/ dl U Aw n:l. a A v 1 A a a 1 A 1 U
wIWNLAIa99INT Lwamfmaaugfswmmwwammaunwsaomamﬂﬂ@agma% ik
LAIIANTATIINY Lﬂ%@d%’ﬂiﬁ]t%ﬂq@ﬁﬁowulﬂﬂﬁuﬁ ﬁ;@ﬁﬂﬁmﬁamiﬂg‘jﬁamwuaam%adﬁ'ﬂs
v A e A o0 a A A ' ' ol = ' @
@aaamﬂmaamummﬂmqu JaUszaidd A vadaIadiie e laidaaglwivasgurwia
ﬁvlﬂf,jm:mumivlﬁ
20. Point of Used Material N330L@ T8N LA LIAIIABA LA RINITDN AN LT Lo e
A P o o P = v & & Ad
820N AANNTANUNNIDTUL8IEY wanInhiinansTaunindaiiugdnsol TuiNwnn
RLAINGANITITINUGE
21. 1esastlaanuanuianana (Mistaking Proofing) %38 Poka Yoke tduia3adile
o 42 4 - L.
at4d8UaETIANYN FITUFIRNLFUWIINNATHRALAE N TFINIWIE 011N TZ AT Poka
Yoke $3a&913a1laun1itnaaanuianana te3adianaliuad Poka Yoke \Tunyainiad
PUIAAN LAIDILADUUALLATAINIIIMITINALNG limit switch LaTadsiUaz checklists
22. N§UMINAA (Flow Cells) nTUNTUIUMINAARD NMI3A InazaITaquazieaL
224MINA0lA saaAdaInU Cycle Timelawazliau 1a3833n7 uazguniol lunguuasdiies
Son dunfiewad (Cell)  lavluwdazimadaziinuaansmuenisiinuldauga (Line
Balancing) NU Cycle Time lWA3zUIUATIAUIANT AN IFILFUNIMTLAUTBIINAILAE
faunsiuyinmildsuganuidmihnfnliuinnsuazwednu Cycle Time
] [ . {a £
23. ngun1Iunilyn (Team Based Problem Solving) Aan1surludlyminifiatulu
a a A A A o A o= °
ﬂszmumﬂ@yumsﬂs:ﬁgmmmmﬂmmaoLwammameLmﬁfymnmumaLﬂuﬂszmmwms
anad laslinnaudaiuiwlumaudladywiduidry
24. m3Uiudseatnsadnsialiiad(Continuous Improvement)via  Kaizeniilunimn

wudadimIdiudys saduumidani Il lwn1suSrnIIanslaatsidszsansninlag

A
al
v
39 Lﬁuﬁmiﬁa’am’wmaawﬁfﬂmunﬂﬂuiauﬁuumamLLMVINIWJ G]Lﬁaﬂ%'uﬂ;ﬁ%miﬁﬁmu

@ o vad 1 o o o ' a v
LLazE‘Tﬂ’]WLL’J@aauﬂqjﬂqdquiﬂaﬂlua%“aua “']slﬁ]a’]ﬂfyﬁﬂﬂ’]S(ﬂ’]jﬂaQmaﬂadﬁaﬂguaauﬂzﬂqi
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ﬂ'@umammaLﬁaa"l:dﬁﬁ'guq@m']uﬁwﬁqlum:mumwaa Kaizen Aamsltaiung
ANNFAInTaINInUuINAa Ul lasmsldiisansaanuianias Fevnldifans
Uiuilysnasies eag S]Lﬁuwuuaam@imﬁao ARTRLUWIRAWIANTIY (Innovation) Fatdun1s
Wasuutasumulng deslfinaluladdudautugs dedusmuumma deiuliinezaglu
amziasegiauuy s AlE Kaizen ey suysld

25. MI8ANKULNINAREY (Design of Experiment: DOE) (Humilfiaiasfion1aadia
lumseanuuunsnasaaiamifaiofinansznulunisrienm

26. MIIATIEHIINALAG (Root Cause Analysis) LﬂumﬂﬁﬂlummﬁﬂfymLﬁaaﬁu
ﬁamsﬁauné’u*’ﬂxuvl,ﬂmﬁamm@;maaﬂtym laswpnzuanzinisaunguasdyny 1Tu 5
Whys

27. ﬂ’]‘imuquﬂiw’mm‘m’maﬁa (Statistical Process Control) L'fluﬂ’l‘imllq&l
nazaumilasnamanaissainsdiudslunszuiums MARAAIVAULVATINALUUAZEN

AVFALA LLﬂiLLﬂ%\’JUQN mzmumﬂﬁa %ﬂ%‘ﬂ a2l Lwﬁmuqu

A & . .
3. Uszaaanatiluwnivas Six Sigma
[ a ad . . A' &’ dl' a ' a 04 s
aiflarediT Six  Sigma  GuAulile vTEnlulalidn dnmsdawuazliulys
amnn Fudn neldniiives wisliing 1o usd lud 1987 viumlulalia 14350501y
amnn lagaanuudsUnuiazanvedforasduditindfizedn “six Sigma” dean LTEm
General Electric 1t Mr. Jack Welch ({U3m1332augd283u38n GE ) lehmildazuy Six
Sigma wazladszauanud e uazliuSundugniiseuy Six  Sigma  ldlduasidszau
AMUFILTATUNY LT Sony , Allied , 3M , Dupont LLa:"L@TLﬂuﬁié‘ﬂﬁuluﬂy;u%ﬁ'ﬂ@m6]
@191 Six  Sigma w38 @aanwInan WuteIasnananliunu dudsiuunnasgu
(Standard Deviation) iWalfiaanuudsUnuminzansvesdays)iidssunlinn duade
A 1+ a aa ' A o va A Ad
N0331%  Bddnindigansasidenaulsunusesnzuaunsiisgs  MildlAunfey
A A A o A o L A A a A A A o o
waninilafunlunmivauionislusdaionas dufefivenioneguennitovavnanvaniyle
wouad
fNTUANNANIEVEY  Six  Sigma MW 9anianunetd nITUIRANTINEAAAINY
=) { =) J 1 1 v v A = v {
Aawaa (Defect) Mifindnlunszuaumseni glassjsiuliifaanuianaatesngaussd
s 1 a ] v ] A a a [ 1 a v A
anugndsldlii 34 wiholudunihe wiaGendnadid anugyiiolamandliinie
WEauA 3.4 wiBnKLad (Defect per Million Opportunities, OPMO) Tafawanalunit fa Fila
<3 t:ll 1 & a a A 1 v v A =3 [
Ao Nldduldamdmansresmindauazmasinsdagaiulfiinanuinalivasgnd
& o . . 9 A da X ' V& ) ad d @
wiuwanszuy Six Sigma Wiltdsiieduinlnd udidunnsunauanungujnined
2INUMILIMIIUAINGN 9 1T drnRulasdegald wLazIad s8I DL LTI

Usuiasunaldifanaluszoziananauiazinisidfawulasatnsdaudas
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six  Sigma (Hunwdalunmadsziuganiw Afidlmanslunssednlfiouszanny

guLie wazdudljigmnw iNanauauasnudainiszasgnduaziadunuluniug siu
g a v A Al A a = [ 1 o =X v 1
neduEud1 Wiaaianania lasfimidiudjadaseaia lasdrilaludugmnin lai
UM INILANANUAKLLTIBINTTLIUM TUAT M INIUUINNITTAANUUUTHL ( Variation

)BANIINMIFNINIAIAA baInNIaNNLD Bl IwUINI3 % ( Standard devition )

mMwilsznay 4 1§wldenizangdiaudng

f1an: 3301 Budan. (2549). Six Sigma MIIAIVAUAMUNINAAVIBIANT.

A = +/- 7AUVITNANNVBULDAG
4 & v o A o o v A

B = iasiruanieldludarwuaiaiaununiinszanuaiuuudng

C = 28488 (PPM) annmsnszansuuudn@

D = wasimudnuldludariinuailaimataniwinnuaanty 1.5 nu1 39N
NIzAUUUUNG

E = 28§80 (PPM) 31nnInszanauuuund Waiimsifeuuwinnuaanly 1.5 nsin
INNINTZNUVUNG
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M3 1 UM ILUIBUNEUTERINNEATIa4LFE(PPM) NIzaua N WEninen g

A B C D E

1.0 68.2689480 317310.520 30.232785 697672.15
2.0 95.4499876 45500.124 69.122979 308770.21
3.0 99.7300066 2699.934 93.318937 66810.63
3.9 99.9903769 96.321 99.180244 8197.56
4.0 99.9936628 63.372 99.379030 6209.70
5.0 99.9999426 0.570 99.976733 232.67
6.0 99.9999998 0.002 99.999660 3.40

MIAILANAMNNIUIZAY Six Sigma Aa wasmslunmsiagmainlunsdifiunu
lasumdaniminiuguamwnuiszaumanudsiuuinasguigavinls Baaaninandd
a A' v, 1 v é 1 v o ~a AI = a
anuudsdulunszuiwnsnaadlwliddas SegsnalinisduiinaudelidszanTainen
iy
B9% %
N3¥UIRNTVBINANVIBNT Tnain
luilagtin asdnIgsfiauazgaswnyanlddszaunadiialunisiiends six sigma w1
IFlumydiudpgmninsasmssinsuazniadusiatsdaiitos NafiAwTzinis Six sigma
& ndd‘d a 6 nané a 2 (% g: = (> AadA o dl
duisniinngruwnaninmmseiwszaiddemansnigadld wiaansiinannmuazdizying
, o & . ) 2 & add W v v o & & & aad o
uiuau a3un Six  sigma J0TuITNlldTanenuiEn dmulnduitninnzandmiy
{ v o Qs a 1 A | { Q
psdnsnlinnuddy uazazvaatunsanizludiuzes DMAIC  Taduizasvasmadiudy
a dld 1 v a a J a d! £ g: [ dq‘
naziumInuginanilaglwiidsdninwanniuludegiu Sasznaudis 5 Tuaau aad
o . o Y [l g d' o =
fnuailwi (Define):  Mamuunaduninaziihwungagvtalawiazinms@ns,
a o oA o o A o A ] ! Ao, & o [
lasdimiszyuazAaiianiaidaienisduiiunis rezls daulnu Adududaslivdyuazas
ﬂ%’uﬂgaamﬂi nuﬁamqﬂmwiawaaﬂ‘s:mum‘sﬁﬁmu
[ s I3 QI o I3 dl o v v o
M8 (Measure): M7 WHussdindunaerilddnlaaninvasnszuinmaviraule
v A a <& \ @ A A o [ A A = Y
T990iu SaziFuaudnmirunsdayafinsitasnuanudsws uszamandulyld laga:
T aYARIIUNNTAININTIITZEZIN LHUATIRAMEURRANTIUTTTY LazdaTuadud
AUARANNIRDA (Pareto  Analysis) tWaaziiudszlosdanis Jiamzi wnasann lemnua
deziautlgm L iadstalamn
MYUATIEA (Analyze): iunsierfayamidiazuazanguasdym fldan

s a ¢ A PN o Y Aa A A
N33 NIILAINEH Lwam'mm@ﬂumswml%m@m’mﬂ’mmaau uazmasunudasiuy
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wanwane (Variability) lunszuaums anvimsitensidymn izqﬂa%'yéﬂﬁ'tyLLaz@Tu@aﬁﬁ’]
lAifaanuRanana
M 3U3u1l39 (Improve): Lﬁ'aﬁ'@umﬁamiﬂ%‘uﬂ;dammuumzﬂsz?m%mwmaa
NILUIBNNT I@ﬂmmﬁ"l,mﬂrymLLazﬂ%'uﬂ‘gaﬂizmumiﬁﬁmuﬁf ANIIR IR UAUNBAT
ﬂ%’uﬂgaLLazmiLLﬂ”L"uﬁﬁLi”hv\mﬂfmﬁlmﬁaﬁ):ﬁﬂﬂﬁ@uuﬁ% fzhanadauazaniym
n13AuAN (Control): Ltﬂumswmmwﬁa:mu@aﬁmwuaaﬂizmumiﬁ"l,@ﬁums
UsudyudluGousasudn Tasdmsfamunszuiumsimaninasnsdaiiion ufisnsais

i:uumquﬁaaﬁum’mﬁ@wm@

o A 6 1

unumnluwnsvingnd dnain

1. duimsszauganieusaton  uuInsszduenlanaduayudiaiald
anuiAydansihzuudng Sndudranlfinesingudmisgsia lasidudidilaadng
windaludiguaziatasliovesding Gnin vinaidenlasims Mnuafienadinagns
fnuadaguizasdnaaniniald Jaassninens daaisameiianu nmadhdaaiunis
Ujien1s SuAaveudenauszanudnivedlasiny iuyaainsnanlunisaaduls 23a
gUaTIaNddanId ik WazIar TN W WAL ARHLITATEIEATBIBIANT

2. iy wiewsaafuudnant \wizermadnd Snairninudunm
JuRareuineiugnsaasng Gnan nIneusn mahdaau darzuuanunInzay

o 6 DJ&! oA v 2 [l v A 0/ o A A A € A [l a

uazHaaws yYaaagindugnldTunstineusuadaduneanunisliiaiesladng Snan inaila
37 wezmIsvanut g adunafianianin lagaziinwluanwus ladthuesdnig
A o = o a o \ = ' &al v & a
LwawwmLLathﬂamuﬂmzmmuﬂmmmmvl,ﬂgmq:uuJasJuLLﬂad ua Al I duaundnuas
anzhnulasimsdng $nain wihinanAemadudinavusuaneinuusssisuidym

& 1

3. ;ﬁ'@mﬂmamsﬁaLLuﬁmuaﬁ Lﬂugﬁvlﬁﬁlmsﬂﬂmﬂuﬁwmtymi%ﬂsﬁ Fnsinlal
Wounin 160 521w Ludvinaswduiia ﬁmmji:é‘ugu?imﬁuLﬂ'%'aaﬁaua:mﬂﬁﬂ%%
DMAIC gunsafazsuninfiduianin (leader) amevingrn wiarvneulastanine'le
SufnTouiiesiitanaiinauilasenssnd Snandasns LLﬂaﬂi:LﬁuL%amﬂﬁmjmmﬁ
Qu%mﬁzéfugdmmimiﬂﬂﬁ mﬁ]ﬁmﬁ’]ﬁ‘lumsﬁ@Lﬁaﬂqﬂaﬂ’mﬁuﬂuam%ﬂmad
Atz iNNIRNa Uy wazinameieud JUAN19Raeua1319vin9n PRINLETIEY
lassms ﬁazﬁaoiauﬁuﬁ%’mmsﬁhﬂﬂﬁﬁ'@mmazﬁ’maanszmumﬂumnﬂ’]@@mmwaﬁ"lﬁ%'u

o v A 4 & Y X oo A A &
V]'Tﬂu”lqﬂlaﬂu'ﬂﬂiﬂﬂq (mentor) LLﬂzW@Nu']N"ﬁ'JUwﬂ@ﬂqiiﬂiﬂﬂ']ﬁﬁiaﬂiuLuaﬂ (Green Belts)

u U
vo Ao a
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) @ A = |4 a Y 1A va AN o 2 ¥
4. gogaamilasimmmianiuiuan sndngujidnuildiunsiinausunsls
A A a ada a wva a € a 1 o v A ) L s
wasilauazinafiaislunsd jideulasindng dnait dmihidudogdanslasing
awva o A [ P a & o = o
lagd judninnluansucnldiduins ianzddeyauazuaasnnuiinlunisdivly
g: t:? 9/1:{‘ o [~ A a A a wa v dl Qs Y 1 a
nazuInmI Ned gndszaunaduuasiivedninwlunsd juGdnindnezldsunmssasiy
Twdugaanslasamsludaudann
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ﬁ'mu@]ﬁty‘m (Define) - Affinity Diagram/Interrelation Diagram
- Quality Function Deployment
- SIPOC Process Map
- Project Charter
1376 (Measure) - Data Collection Plan
- Check/Data Sheet
- Pareto Chart
- Gage R&R
- Histogram
- Process Capability
MINAN=A (Analyze) - Case and Effect Diagram
- Scatter Diagram
ﬂﬁll%'uﬂ?d (Improve) - Deployment Flow chart
- Tree Diagram
- FMEA
n1IAILAN (Control) - Process Control Plan
- Control/Precontrol Chart
- Poka-Yoke
- Pareto Chart (ongoing)
- Process Capability (ongoing)

ﬁ.m: Salman Taghizadegan. (2006). Essentials of Lean Six Sigma: Butterworth-

Heinemann Publications.
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ﬁ’]ﬂu@ﬂmuﬂﬁ (Define) - Affinity Diagram/Interrelation Diagram
- Quality Function Deployment
- SIPOC Process Map
- Project Charter
1376 (Measure) - Data Collection Plan
- Check/Data Sheet
- Pareto Chart
- Gage R&R
- Histogram
- Process Capability
MTIATIEH (Analyze) - Case and Effect Diagram
- Scatter Diagram
- Multi-vari Chart
ﬂ’liﬂ%’llllgd (Improve) - Deployment Flow chart
- Tree Diagram
- FMEA
- Design of Experiment
n3IAIUAY (Control) - Process Control Plan
- Control/Precontrol Chart
- Poka-Yoke
- Pareto Chart (ongoing)
- Process Capability (ongoing)

ﬁ.m: Salman Taghizadegan. (2006). Essentials of Lean Six Sigma: Butterworth-

Heinemann Publications.
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LUIAa fMaaanugLlan (Waste) NAANUNBLLT (Variation)
WWIN 1. szyd1vadFuA (Value) 1. 5z1)ifeywn (Define)
2. uFAININIAN (Value Stream) 2. Jailayn (Measure)
3. ilkamuenluna (Flow) 3. AaTzRTan (Analyse)
4. Tgnddug@aqmen (Pul) 4. uilod3uays (Improve)
5. faaanugylauazifuguen | 5. mugwlﬁm"ﬁ“ (Control)
atngdalitas (Perfection)
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