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Abstract

This research aims to study, analyze, and reduce waste in the process of pumping
components for automotive air conditioner clutch assemblies. A case study at a factory and
data analysis found that a significant amount of waste was generated from non-standardized
pumping processes for automotive air conditioner clutch components. Therefore, the
researchers sought to find solutions by applying industrial engineering tools. The prioritization
of the problem was done using a Pareto chart. causes were analyzed using the 4M principle,
which includes Man, Machine, Material, and Method. A Cause and Effect Diagram was used
to visually represent the causes and effects. Brainstorming was conducted to analyze the
causes of the problem and compare the research findings. It was discovered that the main
cause of the problem was scratches caused by the presence of iron powder or dirt adhering
to the mold surface of the metal pumping machine. This resulted in scratches when pumping
the clutch assembly components. The improvement method involved having employees
clean each product before pumping and conducting cleaning at the mold surface of the
metal pumping machine every hour using compressed air and a clean cloth. As a result,
before the improvement, the amount of waste was 3,844 pieces with a Py value of 0.5754.
After the improvement, the amount of was reduced to 23 pieces with a Py value of 1.1508,

resulting in a reduction of 99.40%.

Keywords : Waste Reduction, Scratches, Pumping Process, Automotive Air Conditioner Clutch

Assembly, Process Capability Analysis

- 08 -


mailto:yossawat.ch@bsru.ac.th

The Journal of Industrial Technology : Suan Sunandha Rajabhat University

umin

gnamnssueusuddugnainnssuidl
ANUEIAYFBTEUULATYENIVBIUTEINA WAzl
unuinnisasiesglaliiuussnulneuas
veneiituedwaiies ﬁgﬂuahwumqmawmsu
Fudusapud lUaufsgaamnisudszney
S08UF FBVAURATAAT R UELEuEE
Fanelviinnisudeduvesgusznaunisiu
PAANNTIUAINAIDY 19N Fensudeduilitu
Pasedfaiviliudazudeniinsiaunludiu
AMAINNITNEAYBIAUAT LAy aiuaduia
welavosgnéndundn dsdunisnantudaule
Fudrunilwessnsud mandnlagliliiAnves
devteiintosiian lesnveudednadedils
vpUTEMUazauanelavesgnen [1] 39
Fnduegedafimaguandedininudifyly
navvIuNHAR iiarldkBntunusonund
ANATNATIFOAINABINTTYBIGNAN

Tssnunsddnwidulssnuiiduiugsia
Aenfumstutuduesindsoeud Sudmuiedos
Fnfn Sudausala Sudrugunsalneludne
WAz 9 mﬂﬂﬁﬁﬂm%’a;&aﬁmé{u WU 159974
nsdiAnuiiinisdududrugandiadnd
AeunsatwesuassaoudiJudiulng uane
gﬂﬁ 1

3UN 1 ganthadndneumsaaiiessnaus

uazisnnuveadsiiinannszuiunsia
yanthadndilailiunsgiu Wy sesTadiu
soedndn sliasu wazdasunuveuidusiuau
WNUARIFINITIT 1

Volume 11 / Number 2 / July - December 2023

A15199 1 USUNeudeiiinannnssuIunis
Julutiadou u.a. - 3., 2565

U3ueu .
U e .
- A7 wWasidun
au v ENGE]
#99n15 P YaudeY
2 (Tu)
(Bw)
EAPNIGH] 30,000 1,520 28.24 %
NUAMUS | 30,000 1,710 31.80 %
Junay 30,000 2,152 40 %

91nR15099 1 Ui Sruauveadsiilals
wnsgnluisaziieuiiiaiuannszuauns
Hutudruganihadndeeumsaigosuososus
fuuldnAntulutiinadgeiu Insvonds
FanamivinldAndunulunssuiunisiuuag
dwmaliiununan omigay [2) uansiagudl 2

Pareto Chart of iflou

Fuuvaads (Hu)
&
Percent

1000 Y

i fms TR s
dmmmady G 2152 1710 1520
Parcenl 0.0 318 282

Cum % w0 718 100

JUN 2 Suveadeludiusiou
u.A. - il.a. 2565

Mndymiinanundredudideimnuu
ynamsasesdtudumviinedvdnemmsaise’
wassneud lssnunsalfing lnefinwinseuiums
Sutudrupnihadndeeumsaigosuososus
TagUszgndldunugiinszuiun1sndn (Flow
Process Chart) LiloAnu1tuneunisudnyn
wiedndneuimsalvesuassnous wiouvs
AnsgidymiiiAndulasUssgndldunui
An9Uan (Cause & Effect Diagram) L‘ﬁlammm@;
veslgynisesdindiu uazdssyndldnannis
AIVANANAINAINAITIATIERANEAITOVRN

-29-



nsmTIvmaveluladgaanssi : unIIMeIaeTIv AIFUUN

7 11 avuii 2 (@ounsngiau - SuaiA 2566

N35¥UUNTT (Process Capability Analysis) ¢28
Fauad P bilaR 198 UIINTZUIUNITE
auarursanielyl eiinuszansanly
nszUIUNsUdudIuLazansuILYo LA BT
Antulunszuiunisnan

WUIAANGUUALITIUNTIN
aAteillfussgndldiedostionsimngu
QRANNNTT LAlA

1. wHugfin1esle (Pareto Diagram) 18
wrugifuanslfifiudeninuduiussening
avnveInNUANIBsTUUTINMA g EYT
it usupfvslaldnamiwidums ioudioy
anuAudAyvestoya nieuiuszyvuia
viiouinavesmwddyvesdeyaiithiaue vh
Tiielunsdndula uazwiunmsulddaau [3]

2. uNuisanamaLavHa (Cause and Effect
Diagram) (JUUWHUTILEAIAINUFURUSTEUING
{]gwm'%amaﬁummw%ﬂﬁaﬁy’wmﬁﬂﬂﬂ
IgflenanelmAndymidy unufuananguay
wasfngnihunldiinsgimanvniuiadwes
Javranuamani lauiainnisseauniny
AnituvasanBnludiy Jymazgndludnume
A miidaiay tileliamnsaiiaseimanieg
Furiassvetamld (3]

3. wann1s aM 1 Wunguiade (Factors)
iipazthlugnisuenuezanivaping 4 3 am 1€
11970 Man Ausu wiewtneu wieyaaing
Machine 1a3848n3130gUnsaldrulrsaw
a£pn Material Jngiivvidessinagunsaidy 7
1¥lunsguiunis Method nszulunisiieu
wag Environment 8101¢ @0 udl AIME79
WAzUSIEINANNTYINaY [3]

4. N1TILATIENAIIUAILUITANTEUIUNT
(Process Capability Analysis) Wunisiasigi
PauantRdm asmunusideiivun
(Specification) vosnanuaifirnunlinels
NIITUIINAVTAINAINITAVDINTEUIUANT

a '

FANNAU 1 wanadnaainruadaniniy
FnsinALAaIAAADUSISUANER 891
nszurun1skanll iyt wiinueifided
AszuIuNITHARiiAtNEINITafinAasTAY

S99 1.33 09 2 [4]

D De

mATeAtea

nsafiunisanveddelugnavnssunis
wAmiufnuATefivszgndldiniestionns q 1w
nsanvoadslunssurunstutugunseini
gy nA UssgnAlourunIniisla wHuls
ANNAUATNA LATDONKUURUNTIYIBAINUA
fumisestuny dewaliveadelunszuiunis
Huanasainnoutiuussilvendedosar 4.34
nawSulsnuveadeiiessesay 0.75 [3]

n1sanvaundslunszuiunisnaniudau
lave Uszgnalduaugiinnsle unudeavnuay
HE WAZNITIATIENAIILAINITANTEUIUNIS
sveze1n lngansaanlosidunveudely
nszUIUNISHARYIAmAnTn ATEUIIN 0.66%
W 0.25% annsniiuaduiindneainves
nszUIUNsluszEze (Ppbench) 970 0.90 1Wu
1.00 wagtiiunfiiinaussousuesnsyuIunis
Tuszezend (Ppkbench) 910 0.83 1w 0.93 [5]

nsanveudslunssuIunITHEREIUWNY
TneUseynAlynannIsLHURIE WA LAEHA N1
ATIERAY why why analysis 1ngnuInas
UFuussusinaenuisliauysalanasiosar
72.25 [6]

IngUseasAvan1TIde

1. Wiefnuinszuaunistiududugani
ASNTADLLNTALYDTUBSTTNUUA

2. Wlefnwiinseviaivnuesdgmusade
Tunszuunsthdudugemihadndaoumnsaos
waFINLUA

- 30 -



The Journal of Industrial Technology : Suan Sunandha Rajabhat University

3. wisanvendslunszuiunstugudiugn
PUNAANTADULNSALTDI DS TNUUA ¥ b BEN
YJpeSeuay 80

Watlunuide

iiolaenadesiuinguizasdvesnuide
Fesnsanveadslunszurunisduiudiuyn
nipandasunsalwoswosTaaud §33ala
fnuatunoutesIEmMedumudiudateluid

1. Anwdoyadostu

Tssnunsdfnvndulsanuiindntudaumge
wihadndneumsairosiosnsus Tudiuados
#nén Fudusalo Tudrugunsainieludu

Volume 11 / Number 2 / July - December 2023

uazdu « nanegu vanedve fignndatulseny
uiluenAfeidifoasyinsinyiangtudn
ganthadndnounsawoiuodsosudiiosan
Tsssrunsddnwiaziinisududiuge
nAavndneunTalresuossasundudiulng)
Tngsennisudndaiiiou iWouay 30,000 Gu uaz
fuyuaildanenotiugs

2. Anwinszuaumstutudiugandnadng
ABUNTALTDTUOTINLUA

Funeunsrurunsiududiugandndnd
AavNTARSuaS TN U AL TauTsdunou
vhasenifu 13 Funeu uansiinasd 2

M19199 2 uruginsruIuNINdntunsunsULduduyaviadndneunsawesuossnoud (feu

M3UTuUs9)
FumBLNIY Tz (0s) | e Wil | dydnual
1. wisumanuruiierhnig BLANK 0.30 Q)
2. dumdnususniedestuiteyinnis BLANK 2 0.20 =
3. Wnaindieect 0.10 @
4. ¥hms BLANK widnunuliduzusns 0.25 O
5. Unaindieieati 0.10 Q)
6. thTuaueenaInAIosy 0.20 o
7. hdueiluiiedes DIE PRICE 1 0.15 =)
8. ldtunuiiados DIE PRICE Wiolane Augy 0.20 o
9. \Unainfindos DIE PRICE 0.10 )
10. ¥hmsianesuasiugy 0.20 @)
11. Unaindiades DIE PRICE 0.10 @)
12. ¥hunuesnaInAIes DIE PRICE 0.20 Q)
13, U35BUNUAINGDS 0.30 @
394 3 2.40

mnLmuqﬁﬂixmumswam%umau%u
Judrugantnadvdaommsaseunisooud
1397t 2 aguldd mavhanlunssuiunists
Fudruganiinadndnouinsasesioioous
ufsussytudanldndes wiinawivianisiy

Judwanthadvdnomnsawesuosnsudide
#nstutudiuiaionsuniusiuiundy
winuftazussytudnldndesaydndsiudan
Titugnélaglifinsnsiaaoy vilvidudiuya

-37-



nsmTIvmaveluladgaanssi : unIIMeIaeTIv AIFUUN

U7 11 209 2 ilounsnginu - 5131A3 2566

PUIASNTADULNTFLYDTUEINI NS IAuAnaU
wagliildnmsgiuuanagui 3

5UN 3 sogdmiluniuiuy

v

1n3U7 3 wudn anmeudnvedywi
Fudlausnduuazliliumsglunszuiunis
Hutuduganihadndneumsaweuassnens
lawn sesdniu seedndn sliasu uaziaIu
auvey i ITedanuaulawazunlddaym
FelaviliAvsiusindeyadiuiuvesdeouay
seusvmilvedduNlunsiaaey (Check Sheet)
founds 3 \ou daud \ieuunsia - iieu

TuNAY 2565 WARIAINNTIN 3

M13°99 3 Teyadnnuveudeuarseysdmni

dwnuas | dwauves | wWesidudves
Usymn e (@) W
s083n%IU 3,844 71.42
5983n4N 1,211 22.50
shinsu 114 212
TATUMUYIY 213 3.96
39U 5,382 100

PNATNT 3 WU SNz veLFeNIUSUel
deuniian Ae sesUaiuldnuiy 3,844 Fu
a ) 2 13 a 5
Anlusosay 71.42 Y999 NUIUVBLFLVIINUA
setugIdednihdemsestiniunnyinsiingen

manvnlagyszendldununiivguazaa e

fmuauuimauilonansfsgud 6 1esann
kA0St udmyanthasnnounsaLesLes
sovudiifunualdinerodugs Inefisulals
i3esilodinsziusugiiniislalunisinddy
awddnvestym nud Jymidduiuves
deouniigaedgmifiinainsesindau 4
YSunuaeaide 3,844 Fu Aoy 71.42% 904
Hastenun wansdsguil 4

Pareto Chart of anvmvastayym

Tuveady (Tu)
g
g
a3
Percent

wmndn  dddwmwmu  gEem

oIy
ey () 384 1211 213 114
Percent Ti4 225 4an 21
Cum % TL4 939 79 100.0

[
aunpaalym

UM 4 msddduanuddyveslaym
lnguauginasia

PNTUITILAALRUNTIATIZIANUAINNTD
veanszuIunsdmiudeyaiuunennitande
dndrundndugitounnsed [7] uanwiaguil 5

-32-



NsImnvaluladenamngs : unIneraesIvnaGIUN)

U7 11 aUuil 2 haunsngimu - 541AL 2566

4.5

44

43

%Defective

4.2

30 45
Sample

60 75

Binomial Process Capability Report for Defective

P Chart Rate of Defectives
0.06 UCL=0.05955 6
| ]
L]
c 005 g5
H P=0.04215 £
S 004 8
& R4
0.03
LCL=0.02475 3
1 8 15 22 29 36 43 50 57 e4 71 1200 1220 1240
Sample Sample Size
Tests are performed with unequal sample sizes.
Cumulative %Defective Histogram

Summary Stats Tar

(95.0% confidence)
%Defective: 4.21
Lower CI: 4.09

30

Upper CI 435

Target: 0.00

PPM Def: 42149 Z 20
Lower CI: 40854 @
Upper Cl: 43473 z
Process Z: 1.7263 s
Lower CI 17117

UpperCl  1.7409 10

Il

0
00 09 18 27 36 45 54
%Defective

UM 5 anuansanszuIumsdndiundndurivounnses (Neulsuly)

NNFUT 5 dmuAnuamnsansEUIUNNS
(fauUFuUTe) f1T1INAT Por LaeEIue
Process Z Safidnuviiiu 1.7263 uazianaduen
Po = Process 2/3 = 0.5754 Faflensninn uan
TnsEuuMITaNEsaTAILN

3. MlATIEmaImeves

densuiaaimamdnvostiam §ideTald
GonudledymilymsesTatiuiiisuiunes

ER
LAIDIINT
m‘%'m'{'fns breakdown —»

iflumy pm —x

auauling —»

\@sunilgn ﬁ]’mﬁ?uﬁwmmmmﬂzymﬁlﬁm
Jusnvhmsieszsimanvelaglifamauas
na (Cause and Effect Diagram) 910133y 4M
Ao AU LA3esdng ngiu waritnis lnsmaiea
n3sEaNaNesUsEnaUaeIvitng Wanth
WWUN Wﬁfﬂmuﬁﬂﬁﬁ’ams%msﬁudm waENY
A9y wvelunisiansumanvnesdade
wazuuamemsuilodymn (8] wanafagui 6

auauln

/

Auaulidlings

S e
lifinsdngednun ‘—b\ tA3AIINTIM
~ 1y Fuau
- \insoudndiu
PPN luifinnsmsradau
ngfulinsu
Sandulaild
i L. ¥ dagAulaildunnsgiu ) . .
AUNSATITUUNDUSY . - +—— ihnulinssmudunau
LifinnsnsvasuTuay —»,
== 4 Wansnsradaulaeiautn
A5n151191U
a o . a
UM 6 deamnuasna (Cause & Effect Diagram) Usywnseedinuiu

- 33 -



NsTInmnvaluladenamngs : unIneraesIvnaGIUN)
U7 11 aUuil 2 hounsngIAu - 541AL 2566

Tngldtads am anunsausnuseinutamaig o
wazuuamnsialatgymiiieadesiunisiie
598TAVIUVUTUIIULABANININIS1N 4

4. wumnenisunlatgm
NMFIATIIaWneslymnTEUIung

v
| %

Unudugantaandnaunsageswossnaud

M19°99 4 awsveatymuasuinianisuilutym

Uszan auvnuaslym wwamnamsudly
wilnewlnal Tssnunsd@nuiinisiuntdnaudian | aasinsdasusufaduaiiuiliiy
(Uaduaw) v fnsaeunuiiuiineuifissads | wiinaulml ielmAnsinuslunsho
Weadintiau siliwdneulnn | sghaieuss 1 ade
Winwelunsviau
avnudumaiaon | lssnunsdfnwdniseusuifissads | asfimsadunineudiiuniseusnds
(Uaduaw) Wenfinthaw idesnnszuiuniakdn | dneu edrstenifiouar 1 afs el
fanudndudeddaurhau WavinuglarAINgIuIg Lazasingg
Usziflunanisvinauedredesyn 9 6
Wpiau
Hadeinghiu Togaulalannsgiu vnsevaeunazdnuoningauilaled
u1nsgrusen nieuduiindeyaas
wuuvlesy
Haduiedosdns \303dn3 breakdown a¥1aunun1sU13enen wagiinua
F2EIA1NN 9 3 HeuAITINTUIITnYm
\30sdng
aududuney Mnnmsdanandnauivhauietu | aisiifaivqueua A1du Aaniunis
(UadeIsnsvinan) nsrUIunIsutudrugandindnd | vheuvemidnaundessiuimiiiny

ABLLNSALESLaSsaBUR azYin15 U
%udaumuﬁgﬂﬁwﬁmum uaziileinns
HuiaSansumusivaiuuds nitnauaz
vmsdndstudinlitugnélaglsifinng
As29@8U ldnEn fueifideluunsiy
a19ilvendengreanty yilvdesviinis
mﬁmﬁmaﬂﬁﬁugﬂﬁﬂm

LazAIsinIsATIvERUIUAINIINATUL
YN 9 1 Flasveinisinau

laifinsnsvaeuduay
Uade38n5vinanu)

Lﬁaamﬂwﬁmﬂuﬁﬁwﬁwﬁ%uﬁuﬁaum
ppdNdRLNaRiuaSInE ALY
AnsUuTudIURILE 19an 08:00-17:00
w. lnglufinisnganisvinau (sniiu
nainiuananau) vinlrlinandn
VaeAwEnUsnannnsEUIUNSdLINNY
AuUS AT dudawifinive uaio
%ﬂam?ﬁugﬂ Wlinandududuin
madusesdagiu

mi‘ﬁwmmaxmmmémﬁm%nﬂﬁfudauﬁw
REEXiEY wagnn 9 1 FalueAasiinsvin
AwazeRfius A duTaulfuives
Lﬂ‘%m%miﬁm%ugﬂ Tnanisldauduay
1¥fazerndauazrinniuazenn wana
ﬁqgﬁﬁ 7

-3 -




The Journal of Industrial Technology : Suan Sunandha Rajabhat University

JUN 7 4anansviAuare1anan i uagliiuiduiugy

NAN1TINY

Mnmsdndunisudluivlsaiieanves
delunsruaunistuiudiuganiiadnd
ADULNTALYOSHRTI08UA 199unsdlAne Tng
N1534A518 1 U TEUNUALARIA LA LA ZNA
(Cause and Effect Diagram) haginAlAnisg
sEANANRY Wud1 awmvandnvesdyniunaind
HaANnIeAsanusnuiinieaIuuTian
niidudauifiuivenaiestulanstugy vinls
nardududiuinnisifusesTadau 35013

Volume 11 / Number 2 / July - December 2023

N

v
=

Y

Usuugslaglviminauvinaiiuasoranadn o
yndudeuvinisily uagyn q 1 dalusansiing
vawazeafiuumidudausifiives
wwdostlany dusu Taonsldauduarldin
azerada ndsanndudideialdiinisiiu
FwTNdayandinisusulsudily ssesiian 3
Fou AusiFoumweu-Tiguisy 2565 @i
asunanisilTeuiisutdeyanauuasnainis
UFUU3 [9] uamestagui 8 uagasnedl 5

P Chart

Binomial Process Capability Report for Defective

0.0015

0.0010

e 1 LT

Proportion

o b i o o b

0.0000

1 8 15 22 29 36 43 50 57 64
Sample

Cumulative %Defective

%Defective

0.00

Sample

Binomial Plot

UCL=0.001721

o

Expected Defectives

P=0.000278

LCL=0

=)

=}

1

Observed Defectives

8}

Histogram

Summary Stats Target
(95.0% confidence) !
%Defective: 0.03

o
=}

Lower CI: 0.02

Upper CI 0.04 40
Target: 0.00

PPM Def: 278 o
Lower C: 176 g 30
Upper Cl a7 z
Process Z:  3.4524 g
lowerc 33414 20
Upper Cl: 3.5735

=)

000 004 008 012 016
%Defective

JUN 8 AnuasansruIuMsdndiundniueideunnies (masUulse)

- 35 -



NsTInmnvaluladenamngs : unIneraesIvnaGIUN)

U7 11 aUuil 2 hounsngIAu - 541AL 2566

dWSuAMEINTaNTEUIWNS (aaUiuUTe)
f9150019N AN Py InBEUA Process Z Fadl
AU 3.4524 uazuansidunn Py =
Process 7/3 = 1.1508 afiau1nnin 1 uans
Jnsyuaunsiianuannnse vaidnsauau
voudeiiAntulunszurunisiutudqu
ARINSALRIHTILILAAAY Inendan1suTulTe
NUIIAT Poc HA108581319 1 89 1.33 fiadn
nszurunsranlifidynn udinasfidedn
nszuIuATHARTiANAINIsafiAAdsdeA
sewine 1.33 fe 2 [4] FeduTemsuiuuse
ATTUIUNISBLIAN Py SlAmnnninvdewiniu
1.33

M99 5 wan1siSeuiisudeyaveaduneu
wagnaan1sUTuUT

naunsUTuUge | “aIn1susudse
dssian . .
FuIUvaLde ULV NFE
YaLHY v v
(@) (@)
.
SeunUIU 3,844 23

915197 5 wansiTeuiiisudoyaniou
uazvden1sUTuUTensE I ttudiuse
RUIATNTABULNTALIDSUDTINUUA 159911
nIflAnYY wud AeunsUFuUTaliduINYes
Ausesdinvau 3,844 Tu waEnaaN1sUTUUTe
§ruruvendvanannde 23 Fu vildvende
anasniAuAnidudesas 99.40 uanaaguil
8 Tnewuinunnnindvunefidsl3ae 19.40%
JowngisulaRatdmanglungussasdnig
Weilavanveadvadilalidosnindevas 80

Han1siIBuLgunauLaznaIn1sUTuUse

3,844 Yu
4,000
3,000
2,000
1,000
0

FIUIUVDLEY (TU)

naun1suTulse

FIUIUVDLEY (1)

naansUFuUe

JUN 9 wamsiUTeuiiguteyaveadenounaynaenisuiulse

Mnmsfiutuneunnsaeutuny (funou
i 5,15) uagsiaruarenaiaTostutuey
(Funoudt 8) nsvvrunistutudaugantindng
ADULNIARSHOTINLUANAINTUSTUU U150

"3 [ < ) ! 4
wiatupaurinauesnidy 16 Tunau dwaly
LaviuIniAnieun1sUTulse 2.40 w1
ingudu 2.80 Wil wanafsn1319n 6

- 36 -



The Journal of Industrial Technology : Suan Sunandha Rajabhat University

A19197 6 URUNInTEUIUMIHARTURaUNTUY
M3UTuUs)

Volume 11 / Number 2 / July - December 2023

FudyantrandnensaosuoIInaUA (Ve

FuABLNTIY JeEee (W9 | a0 (Wii) | deydnual

1. W3BsndnuruiiorTnis BLANK 0.30 o
2. hundnusuaniiedestuiiornnis BLANK 2 0.20 =
3, Wadndinieat 0.10 )
4. ¥n13 BLANK widnusiulidugusns 0.25 o
5. AsI9ERUTUNUAINANSTY 0.10 L]
6. aainfinioata 0.10 Q)
7. {1 AuNUeDNNAID UL 0.20 O
8. yheuavenweseslaeau 0.20 o
9. thuaulUilAes DIE PRICE 1 0.15 =
10. ldusnuiiaios DIE PRICE tiolany dugy 0.20 o
11. :Wnaindia3os DIE PRICE 0.10 O
12. ﬁwnwstnguaz-ﬁugﬂ 0.20 @)
13, UnaindiA3es DIE PRICE 0.10 Q
14. hunueenainin3es DIE PRICE 0.20 Q

15. ATIREDUTUNY 0.10 B
16. US59TUNUAINGDY 0.30 )

994 3 2.80
ayluazafiusena nsldauduazldinazornda vinliausoan

ns1deadeilifunsinuinszuaunista
Fudruganinadndaommsaigesuanous
Tssarunsddne nudt venudedifntuain
nszvIuMstutuduganihadndaeuinsaises
LessnuduIananvgynisesdnviuii
Srunuvesdenniian Leunaninandnuie
AsanyUsnainnszuIun1sduinizauuIi
iduiansfinivonaiesdulansdugy vl
nandududuienadusesdatou fdulise
dlamuunensunlatgmilaglunudaueans
anwmuaza (Cause and Effect Diagram) JAs1e9
Uaduuazinatianisszauaneslaglininau
mmazamwamﬁmﬁﬂqﬂsﬁuﬁauﬁwmi%u uay
nn 9 1 $rlusersiinsianuagoiniuio
mihduiauifuivesniostulanstusy Tae

veadslunszuiunistududiuganinedns
ADULNTALLDILBSIOUUALA I1NA1TANTUAIS
fananiauisaanlasifudveadens 99.40
Wosidus wazifiuardsiinauaiunsaves
NSEUIUNSIEEEe1 (Py) 990 0.5754 10U 1.1508
Feaguldinisdniuaudieantendeid
Uis?m%maagﬂumm%ﬁﬁLLazLﬁuﬁﬁawahmm
Tssnunsaldnelagiinnugennannuiuie
[5] wag [11]

daiauauug
1. mstndudiuganthadvdnounsages
wessnsudmIsAlefeianlanvuazaiiy

WANNTANVDILSIVNTUAIUL N AR USE el

v
a =

LaYaEU1TnanvRRAEIANTULARS S

-37-



nsmTIvmaveluladgaanssi : unIIMeIaeTIv AIFUUN

7 11 avuii 2 (@ounsngiau - SuaiA 2566

2. A15UNATANIIAINTTUUINAADUAINY
ALY s DT ud UL el HNa SN ETLE T
mmaaﬂﬂé’aaﬁuﬂmmﬁﬁmﬁu

3. psanedededifinanesosTntruves
FUMUFIENENNISEDNLUUNISNAADS (Design
of Experiment: DOE) [10] Tun13i1nunszau
Yadeiiunzay WoanUSunamends wazdma
THAYEN15IATIERAIUAINITANTLUIUNT
(Py) fFngatu

References
[1] S. Nathaphan, Quality Control. Bangkok:
Ceducion Company Limited (Public
Company), 2008.
[2] T. Sunarak, "Defect Reduction in the
Welding Process of Motorcycle STAY R-L
Parts," The

Technology: Suan Sunandha Rajabhat

Journal of Industrial
University, vol. 6, no. 1, pp. 6-15, Jan. -
Jun., 2018.

[3] U.

Reduce Waste in the Forming Punching,"

Inklay, "Process Improvement to
Engineering Transactions, vol. 24, no. 1,
pp. 19-27, 2021.

[4] T. Mayureesawan, Industrial Quality
Control. Bangkok: Textbook Publishing
and Digital Publication Center KMUTNB,
2544,

[5] S. Mekboon and J. Plongmai, "Defects
Reduction in Metal Parts Production

Process," Kasem Bundit Engineering

Journal, vol. 6, no. 1, pp. 91-106, Jan. -

Jun., 2016.

[6] N. Maneechot and P. Pijitbanjong, "Defect

in Standard Thai Rubber

Thai  Industrial
Engineering Network Journal, vol. 5, no.
1, pp. 66-74, Jan. - Jun., 2019.

[7]1V. Pongpornsap, Statistics for Factory

Reduction

Production Process,"

Engineers (Practical Sector). Bangkok:

JST-Japan Science and Technology

Agency (Thailand-Japan)
2015.

[8] K. AthiKulrat and K. Dolpanya, "Defective

Reduction in the Production Process of

Association,

Plastic Films," Science and Technology
Nakhon Sawan Rajabhat University
Journal, vol. 11, no. 13, pp. 41-50, Jan. -
Jun., 2019.

[9]S. Mekboon and J. Plongmal, "Defects
Reduction in Metal Parts Production

Process," Kasem Bundit Engineering
Journal, vol. 6, no. 1, pp. 91-106, Jan. -
Jun., 2016.

[10]S. Choobthaisong and R. Kanchana,
"Reducing Defectives in Plastic Injection
Process of Telephone Part By Design of
Experiment," SWU Engineering Journal,
vol. 15, no. 3, pp. 17-31, Sep. - Dec,
2020.

[11]S. Mekboon and J. Plongmai, "Defects
Reduction in Polymer Solid Capacitor
Production Process," Kasem Bundit

Engineering Journal, vol. 7, no. 1, pp.

105-123, Jan. - Jun., 2017.

- 38 -



