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Abstract

With the effort of cost reduction, manufacturers attempted to be more automated. Some of them brought
automated equipment, such as robot arm, into production line but were unable to gain successful implementation
causing loss due to unused machine. The research is aimed to develop improvement steps based on activities
of lean manufacturing that brings continuous and productive production line. Six sigma activity with statistical
application brings production line to be less variability and more control enough for lean automation activity. The
last activity requires smooth operations of production control, equipment maintenance and raw materials. The
15-steps assure for the projects that follow will be successful. A case study is implemented on three production
processes, stamping, forming and piercing. Its result is the transformation into lean semi-automation processes

that cycle time is reduced by 55.1% and overall equipment effectiveness index is increased by 15.2%.
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2.1 #wiln53m (Index) uazusugil
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WIP = Throughput rate X Lead time (2)

dlo Throughput rate fie Sasnsivavessiuiundn i
m'a‘wu'wL’Jawmﬂssmumiﬁ?uﬂ
UszAvdualnesinvann3eadng (Overall Equipment
Effectiveness; OFE) Ao @atauiildUsuananssauyaos
\3asinsildnan deUszneuluse 3 asiuszneu el

OEE = Availability X Performance rate
X Quality rate (3)
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(wm@um%’lm—wmﬁm%ﬁmmqm)
A= x 100 (4)
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#ou" Performance rate (Use@NSA1NN15LAULATEY) AD
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P=——x100 (5)
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o o

uaz Quality rate (8031AUAMN) A ARAIUNENTUANNAN
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Sruundnfsiiia
Q= — x 100 (6)

FIUIUHAN T UNTATDINARTI IV

M1 NUNINIFIUNEN (Standardized Work
Combination Table) fi® A131958YLIANULIATFIUVBN
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Twsazvannfauiiniseauwiniu

%) 1dunszurunisidnisivanuudeldes lned
WIP viotilasiosfian
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N13PUALNIT | Value Stream Mapping, Work- In- Process,

W& Pull Operation, Production leveling, Mixed-
Model Scheduling, Small lot size, Inventory
Management

NITUIUNT Just-In-Time, Continuous production line,

nan Kanban, Pokayoke (Mistake-Proofing), Muda
& Waste reduction, Line Balancing,
Standardized Combination Work, Yamazumi
chart, Spargetti chart, Work Study, Visual
Control, Standard Work Instruction

ANl nsgUIUNsSHARLUUBlAlulf (Autonomous
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(SMED)
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EJEJ'NGiEJijEN 5d, QC 7 tools, Multi-Skilled Workforces
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2.3.5 Control (AuA)
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2.4 3unluslil (Lean Automation)
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Trainers, 2020; Department of Industrial Promotion
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Ugys (Bluetooth) tA3a¥18m1U8 (Mesh
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walulad LPWAN sy
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Google Cloud, IRI Voracity, Particle, Salesforce
loT Cloud, ThinkWorx, IBM Watson loT, Amazon
AWS loT Core, Microsoft Azure loT Suite,
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Cloud Connect, Altair SmartWorks Wudu
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%30 Internet of Things (loT) ﬁami‘ﬁ'qﬁmzﬁ
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Ldarnnasdasaginaruisadiuiuanauain
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3.95%7
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gavnedudaludAnuuiuguuuu auadu Tnedunugiog
dorudslugud 3
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MA

k]

nsUsuUseenenaLilas

UM 3 1densuSuussetneiaiiles

Fumeudusi

il 1 L-Define CRATGIVER))

LUIAA 1.1 5EYNTEUIUNNIHARTFBINTUSUUTIT
donndesiuraiilsvesusenvsonusiaINIsTaIgNAN

WNAR 1.2 SeynszuIunstesiifesuiuuduaests
AAdenndeslUfumnemeduavras U NS ognAn
iwdesiie: ununivneadd wiisla mslasigivaneduys
NTAATIEYIRUNUY d185715AMAY (Value Stream Mapping;
VSM) dastiirinnsluiade 2.1 MIAwiunIsty

il 2 L-Measure (il neiiugu)

wwIAn 2.1 seydviidainluanessnmuen (VSM)

WWIAR 2.2 TnuAeUTEUUIM T InTauLaziaTasileTh

wwafa 2.3 vinsindutdainluisasnssuiunisgey
Tu voM Fadudrfugiu (Baseline) uagdaifinnunsls
donpnoudminyvesuTENvsegna

\n3esile: Gage R&R fadldainssluite 2.1 Fared
wan laun Lead time, Takt time, Cycle time, WIP, OEE,
VSM a191991U01a355 U dd (Standardized Work
Combination Table) WHuAIUNI5ILI1U (Yamazumi
chart) uag unuHLazTaLANNATRS")

$uit 3 L-Analyze Guasi)

WWIAA 3.1 AAT1gsimAINgaan (7 Wastes) uag
ANUEnde (8 losses) VaeNNNTEUIUNITIU VSM

\A3paile: 7 Wastes, 8 losses, LA309i1031AS1¥YN
Aensan 1Hud ununfinislye unugfaunfed unul
nadan, N13AN®I9U (Work study), 1531989 l599ULag
n1svUangdan (Plant layout and material handling),

AMINTIUAMAT (Value engineering) N153LATENNIT
s Wuduy

WUIAA 3.2 TATILVATINIULIATTIUNALLASALAR
NTEUIUNITNER

\n3esile: ATINIUNIATTIURAN AUAANTEUIUNT
Nan

LWIAA 3.3 IATIEHANNANNITOVBINTLUIUNITHAR
WUUAY

\3esile: Andnwazn1sHanuUUAY feluhided 2.2.1
Tawn n1sluawuude (Pull method) nand1uiutlos
(Small lot size) aunanislua (Line balancing) AuA1As
ARdUoY (Small WIP) nsuanuuuusutseu (Level
Production) NT¥UIUNITRAARUULTEUIAIEAULDY
(Autonomous process) way Nanssun15UTUUTIRE19
ewlomioladu

il 4 L-improve (W aufidym)

WuIRe 4.1 usuuimadtymuaziteulaivianzan
Tl e Talamandmane

LUIAA 4.2 ¥1n13591809 (Simulation) Tagnasld
FoNAWS Lﬁa@‘ﬁhé’ﬂlﬁﬂ’li‘?@iﬁmuLf]mmsm'%ahj

\3osfle: uunUTuUsslaldy fudiain ansnee
UINTFIUNAN WHUYTWVITINOY BaNALITaNe51TAMAN
LHudy

LWIAR 4.3 vinsnedeunazBudulunszuiun1snie
AN

fuil 5 L-Control (AIUAN)

wwiAa 5.1 iluufualunszuiuniwgs

WWIAA 5.2 adeszuumuausiglatawaz N ndmsy
FilenYavsesudsndnaue

\n3esdle: fjﬁaﬁwmuﬁlﬂummgm wNundAIUAY
WHLATILEARIAIEN TN

N15UFUUTINTHEARUUEY FzanuNTanAUEyLdY
wazeugaularadlsivdetosiian Aenssufivdentias
widoUszLaniidinnan (Value added) waglaifigau (Non-
value added) Wun1snsiaaou \Judu wadnsiilaozifu
AszUIUNMSHARWUURBLosTldHanEn (Productivity) Ay
Wvne vandildlunisudnanas TanAIRAIANAT LA VDY
@delunssuiunisndnanas

p813l5ARuANLUTUTIU (Variance) U8ansyuIung
namdudaiisdnlaoinuazdesnisiaiesiiolunisiil
fnmu Tnsanzdlososiaunlufunszuiunswanuwuy
Salusfh Arnuifleense (Accuracy) wazAd1uwiugn
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(Precision) va3nszurumaiiudsdnduiign Fadosidn
aruuUsrnliinniian  feduluduneudnuniadodd
Aanssudnddniildiadesdionraddlunisuddam
AuANLazanAuANNLUsUTILTUANTEUIUNIS B
Funoudiail

fufi 6 Define (szyilam)

wwafin 6.1 ssudgyminuain laud vesdeluy
nszUILNINAR voudenielyniiTeaiouangndn

WAR 6.2 SEYnsEUIUNMSTITANLaRNTatosnimn
Fnalmse cp < 2.0

Lf%lﬁllﬂﬁ@: %a;gauammumwmaaﬁa Cpr Cpk

YUl 7 Measure (F73)

WA 7.1 seyadnvasiilulyvviomnevaues
(Frudsana: Y)

WUIAA 7.2 MIUABUITZUUNITIA (Measuring System
Analysis; MSA)

AR 7.3 Tnsinandnuazvesiaulsni: Y e
Durnitugiu (Baseline) uarsaitmusiiaonadoafiy
UIEMuIegnen

\3esile: wnugfinislua (Process flow) unugi
119Ua1 TaYalaruiuAINNI9EiR LHuin1snIEaney
LUUIIa8INTanneY (Regression model) ¢, Cpx BalA
WA SEUUMTIN (MSA)

$ui 8 Analyze (lAS1EW)

wufn 8.1 srusaniladertommluunugfinglva 7
HafaANNLUTUTINVRIANAN YAy ¥

wAa 8.2 Wnswitadendn (Fhulsdase: Xs) 7
HaRaANNLUTUTINVRIANAN YAy ¥

\3eaile: unugiinislva unuiefnean wwugdl IPO
(Input-process-output), FMEA (Failure mode effect
analysis), ANOVA, DOE

Tudumeuiifosilidadodrsqlunszvauniseylu
anneaueld (Fauusauau: €) dvduduusiniunu
Lailél (Noise: N) aasavdanansynusonnanume Y s
fign Feluwmuam PO Tugudi 1

il 9 Improve (USuus9)

WWIAR 9.1 mAnuduiussenineladendn (X's) uaz
AMANwE Y

wuaAn 9.2 mdeulafivangan (Optimal conditions)
vasladevan (X's)

WA 9.3 naaeuiieduduiteulalunsyuiunisnan
ORN

\A3oeile: FMEA (Failure mode effect analysis),
ANOVA, DOE, Optimization software, GﬁagaLLazLLmumw
N9

Tutuneuil ndosdiefildndrnnanusaliguuuuaes
anuduiusld 1y eduiusanneeidadud oy Fel
sUnuuLHui

Y:ﬁo+ﬁ1X1+"‘+ﬁan (8)

dmfunsdliliunugd FMEA Tumsiiasgivniladevan
(xs) Tunnunfiddafsiddunaudes (Risk Priority
Number: RPN) Lughistuenfadfuiidesusludeunse
s Hadendn (Xs) anunsomldaind RPN 4

fuil 10 Control (AIUAN)

wwiAa 10.1 dldufumlunszuiunisudn

WWIAA 10.2 @958 UUAIVANMETDLALAZ NMINE T
silsnYavsesudsmadnaue

wiesile: giloviauiiduunnsgiu wnugiaiuay
(Control charts) LLNugﬁLLamﬁme

dlewdstuneuinnnszuiuniswdnaisasiiadvi
ATAAMNTNYBINTTUIUNT Cppe = 2.0 TULU 520feyn
FuUsuan Xs uag fauusan Y dslugud 1 aaslésy
N13AIUANLAZAAANMEUNUNTAIUAN (Control Chart)
Ranssufimdengfazmdoustiamiifinaen (Value added)
wazlaifiauen (Non-value added) uigisnssiadl LHuN1T
psmaey udu nszuaumsiomumandufusuueesns
PONLUY NP UIUNMIHARLUUALSHLITR TiddumeuFusy
il

{4l 11 D-Define (Frmun)

wwiAa 11.1 mvuadmune Aldane anfuu

w3asile: Takt time, Cycle time, OEE, VSM, RO

il 12 D-Measure (fwun)

WA 12.1 szynszurumsiidesinduszuusnlusia

WUIAR: 12.2 izq%umaumiﬁwmuasmﬂ*ﬁwG] 5389
Lﬂmm'18mmﬁ%ﬁé’fﬁﬂuﬂixmumiﬁm

wSasile: Takt time, Cycle time, OEE, VSM 519474
UINTFIURAN UNUHTUMITINY

Fuit 13 D-Analyze (ups1£97)

WuAn 13.1 senuutiunsumshaugos

wuddn 13.2 Wdenassaunsalinsesdnsdmivusay

o
o

JUNDULBY
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WUIAA 13.3 8BNWUUNITYININITIEUUNEALUY
Snlutla (Meeuuaamselinduay 1oT)

n3esile: 1ATeiledinsivsivisimangsy Takt time,
Cycle time gunsaimauuuanmsetinduas loT

$ud 14 D-Design (LUIANNITDDNLUY)

wu2An 14.1 lAuurAnni1590nluy (Automated
concept Design)

WUIAR 14.2 egdeunen1sldrgenalIin1Iians

WWIAA 14.3 naasulunIzuIuNITNaRL3 (Physical
Simulation)

wSesile: wondLIsn159aes Takt time, Cycle time,
OEE, VSM

it 15 D-Implement (U{jU#)

WuIAa 15.1 wiswwiRnnsesnkuy oaandun1suion
Bunszurumsassaluffivanetunou

wuafn 15.2 asdloujdiluudasduneu audae
Aonssudu (@udl 1-5) wav@nddni (uit 6-10)

Lﬂdﬁiaﬁﬁa: Takt time, Cycle time, OEE, VSM

ag1elsAnrnlunssurunisndnuuudnludfda
Uszneuselaiosdnsuazgunsaliinainvatguyinanu
Fiu ANugyUan (Waste) uazanugaide (Losses) i
Lﬁmsﬁuﬁ%Lﬁ'snLﬁaqﬁ’umiv‘hwummq‘umzﬁLLasm%ﬁﬂi
wanidudiulng Feduanssudiunisdige¥ne
wiesdnsiududeddy Jeasviouiuieidinuszdnina
Tnesiuveadedng (Overall Equipment Effectiveness;
OEE) asluide 2.4.1

4. nsaifinw

Lﬂuﬂﬂiﬁﬂwﬁ?}luﬁjumu%ugﬂ (Thanachotanankul
et al., 2020) 67’}&Lﬂuﬂﬁzmumi‘ﬁugﬂLLsiuIam%yua'm
Usenouvessasusiniiflazdstelugsdmnudondadiu
dauaudaly fuimsdesnisliusuusailofiunandn
(Productivity) WazanAI1ugaLde seefuddedias
dnduluouian deftuaulilédunaulunissuuse
Fastelull

il 1 L-Define (s¥yAA")

anAveIUsEnHanTasudlninladeninudeinisves
Product 1 @aswth 3 Ysalugudl 4 iilelvinslsasulsl
USUUTIANLEUNTOVRINTLUIUNTNGR

Order Forecast 2562-2565

pes/shipment
250,000

200,000

150,000

100,000
|

1stHf 2ndHf 1stHf 2ndHf 1stHf 2ndHf 1stHf 2ndHf
2562 2562 2563 2563 2564 2564 2365 2565

mProductl mProduct2

3UT 4 YSunaunsdstongnen

FsUsuauidsiefiuindy ﬂizU?Uﬂﬁ‘ﬁug‘U‘Uaﬂ
Product 1 #3Usznaudae 3 nszuaun1sndn a9ty
(Stamping) miﬁugﬂ (Forming) wag N15.31% (Piercing)
audu axdesuildsudfuinisinlnlliaenados
dulaun Lead time, Takt time, Cycle time, OEE 1Jufiu

$uil 2 L-Measure (ﬁ%ﬁi’ﬂﬁh‘ﬁugw)

nsinsadaainluusaznszuiunisgesly VSM ¢
Iugﬂﬁ 5 1aun Lead time, Cycle time, WIP S¢%314
N3¥UIUNIS Uay OEE mﬂﬁ?u%’mﬁwmmwummgmmau
#aluguil 6 3l Takt time 9.13 31t wag Cycle time
10.00 3un¥t wnugiiuviesmanu fsluguil 7 §s Cycle time
fifinu1nnd1 Takt time wazA1 OEE felunis1adl 4 &
nszuauNsDuian 67.3% LWudriugiu (Baseline) uax
fathmnenmsuulgdliaenadontmnevesnisnde
ane

A19199 4 Adiluseansnimaiaadnsnouuiulse (OEE)

Stamping Forming Piercing

A 67.7% 92.7% 92.9%
P 99.4% 98.1% 98.1%
Q 100% 100% 100%
OEE 67.3% 91.0% 91.2%
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Production
Purchase |—— control

Customer

L ,,’ \\\ Welding
< ' N dept
Daily order

[] .

I L 7 .
e 1 AN
/ \ \ e ! .
L ,.' \\\

! N
‘
Stampping FIFO Forming FIFO Piercing
T = 5.67 sec. T = 5.6 5ec.
€/0 = 4,440 sec. CT = 10sec. €/0 = 1,200 sec.
AT = 25,200 sec. €/0 = 1,200 sec. AT = 25,200 sec. L3>
== ur-o119% - | AT=25200sec. o> Ut 2 o7.61%
OEE = 67.3% UT = 97.61% OEE = 91.2%
2,000 pcs OEE = 91.0% 1,500 pcs 1,500 pes
0.64 Day 0.48 Day 0.48 Day
0.48 Day 0.48 Day ~5:6 D2y

7.0 Day 0.64 Day

=21.27 Sec.
5.67 sec. 10 sec. 5.6 sec.

3UN 5 angsnsaaumnauliuls

u

LoGO Before Standardized Work Combination Table l ‘
Part Needed Units per —
Unit Date: December 20,2019 Required Units per Shift: XXX sec ANNNN Walk
NoDescription Shift Ao
Process Takt Time Sec_|Area: Press Line |Takt Time: 913 sec
Time(Sec) Seconds
Sequence Work Elements T
Hand [Auto [Walk 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 23 2425 26 27 28
Process Stampping o)
1 natudedugua 0.5 F
2 |wdosdudue 35
1
3 (Operator Su%udTuuaz Visual Inspection 1 -
4 |iudueuassadu 0.67 H
Process forming 1
I ]
1 [wduusuidiaies Formingt 1 P
3 2 |nadulvitedosForming1 vienu 1 =1
3 |operator uBuusmueuue 3.6
Process Piercing 2
1 [wBuusudeies Piercing 2 5
2 2 |nadulsinda Piercing2 e 2
5 |operator wBuBusnaFseninszu: 3 Tl
Totals 1477 65
21.27 s
Ul 6 msenunpsguRaieuUTuUTe
b} < S
12.00
CT=10.0s
10.00 T=9.3s
8.00
5.6s
5.00 5.67s
4.00
2.00
0.00
Stamping Forming Piercing

UM 7 unugiuvissinanuneudiuus
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v

il 3 L-Analyze (Biase9d)

AATILRAUANWUENINENRUUAY Auagal (7
Wastes) 989901580115 VSM F1AT189R151997U
UINTFIUNANLALAUNANTEUIUNTHER

9ndaya OEE wutnszuaunsty fevhaalnsams
AnaitRnudiie (Availability) 67.7% Wethdeya
nsUfTRuRluaT199 5 diasigdnuinaani
\AT0adnTNYA (Down time) Antdu 80.9% léun 5o
wifna1u se3gAU nawTNNSISNAURES LavTeuHY
wAn Terpsszanavesvinladuseld

o 4 4 o
M990 5 ATINLIATLAIDINYAVIINTU
OEE analysis - Stamping

Down time Time (s) Down 9% Accum %

" sovalnau 1,660 33.4 330 )
s IngFu 1,085 218 55.2
La1 set up 770 155 70.7

\ TOUMUNER 510 103 809
TANTIUY 355 71 88.0
anady 285 57 93.8
AT 280 56 99.4
salvlamdsl 15 0.3 99.7
LAsasdng 15 0.3 100.0
594 4,975 100.0 100.0

NMIsAIuTignIzUIuMINEAT 3 n3zUIuMILAY
dewssuifisunisndn a Jagiuiuaudnvuziuuay
annsaazuladsluasned 6 Femuitlunanefanssud 2,
3, 4 uaz 5 dndudesldsunisusuls Iummzﬁmmqﬁy

M13199 7 Anugayan (7 Wastes)

Waste

nszuUMINan . Jaglu

Forming

Piercing

1. mswanuniuly

Stamping
o

1o

o

2. N359ABY

nyaAzaioll
NINUTALFYS
FUIU

nyaAzaioll
ninaudaiEea
FUIU

nyaAaioll
NINUTALEYS
FUNU

3, STYTNNVUAWIN
iuly

A o
anuiifiveglna

aouifiveglna

A 2 I
anuiiiiveglna

4. NTLUIUNTVIN fivanedunouns| msluaauazien | mslvaauagion

Usgdnsam yhewdemen | Junudiesndes | Junudieendes
LA309 NYAATO NYALATOY

5. WIP snnuiuly 2,000 YU 2,000 YU 2,000 U

4 4 | anufidnsusey

6. maadeulvali o4 o -

. o naaingeiiaIes Taidi Taidl

Ty o
v

7. voudy Taidl Taidi Tud

Uil 4 L-Improve (Wwinnawideymn)
@uaiwImA ey ninaz Reulvfivanzanlng Nawdl

finlanutnung vinnsinase vinnsnnasuwaz iy

TunszuIuNSHANDS

'
o

o

U

wWan (Wastes) finsranvanunsoagulaaslunisei 7 ey
wunlunateiide 2, 3, 4 waz 5 sndudesldsunis

USulss Jeesszananewhladusiold

M15199 6 MTUTeuTisun1IEs o Jagtuiunadnuzluuay

AANLY anuuzmandn o agtu
MINAALUUAY Stamping Forming Piercing
1. manuuuviua Tai Tai Tl
2. PMWIUNER 1N 10 1A
3. vipmmgauian | ddewtheann | dreudwun fRoudnaun
4. Ynauganisiva 567s 560's 10.0's

5. ASEUIUNSIUA

RIELEN

P =
wanuamgalu

749

P =
wanuamgalu

749

a v <
wanuamgaLluy

9249

6.AanssulAdu

1A%/ LFiou

1A%/ Lhiou

1A33 / Aoy

7. fimsuanuuuUiu

19

1o

9

91NATTTEANANDY HuwImsnUgymwuun1susulse
(Improvement) n3eszarusn datiuanunsavildluiud
\lorfiunandn (Productivity) am’gmuqmﬂ‘%aa an WIP
sginanszuiuns Iagnsrusilusuurlesuladu Ay
3971 8

fufi 5 L-Control (AmuAY)

UuwuIAnn15USUYUTe (Improvement) TUufualu
NITUIUNTHANUAZATNTEUUAIUANMETDLAUAZ NN

Tutumeuilliviniadeuanmsgiunmsvhau wasBudy
FuddrTauazunuginneg delusuil 8, 9 uag 10
AUEIRY

U v

Tunszuaunsta N&91nNIN15UTUUTE Arduilsnda
Lead time anaatnds 7.51 Tu Cycle time anadlnae
5.67 Wi, A1 OFE vesnszurumst Windudu 73.3%
WIP 53‘1/maﬂizmumi%mLLamszmumiéﬁugU aAnNaY
Lde 100 %u ey wmwmsmumi;ﬁugﬂuax

NITVIUNITLANY anadnde 5 Ju
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M1519% 8 wuuWe3sU Kaizen Action Plan

Department: _ Xxxxx
KAIZEN ACTION PLAN Person in charge: __ Mr. Xxxxxx
Implement Date Kaizen Action items Person
No. Start Finish Problem Countermeasure in charge Remark
\A39 500 ffu: iflondnduany |1 vnaduededaglifinsmgarin
AU 30 By wﬁmwqumm%an 2. iuminendlunisfunasdnte USudganuudu
1| nw. 2563 | wa. 2563 | ditevidusuldnyn 57 3unit [Fusu Mr. Xxxx | (Improvement)
3. ﬂﬁszw%’wﬁummmuwﬁ'ﬂmu,
vanuazdulnanuuusnluds
4. findsanenugdsslitunulaa Semi-
fin. 2563 |On-going SR LU Mr. Xxxx | Automation
1389 500 fw: wilnemdldiaan |1 finde Stopper Tapfmun M USuusanuudu
2 | nw. 2563 | fin. 2563 |Waesuwniu 75 undl lun13 Setting WiRNWUY Bolster Mr. Xxxx | (Improvement)
2. 9ONLUUSTUUN TS UaB UL AL UL Semi-
On-going  |On-going Assludh Mr. Xxxx | Automation
WS84 500 G Lﬂ%‘aqﬁaqwqm
\lesan Scrap lallvasenain  [ifingunsal Vibrator wilelsiiAnnisiug USuusanudu
3 | A 2563 | wA. 2563 [wainWsynIneviiey Y3ALAT I Mr. Xxxx | (Improvement)
1. an91UIU WIP a9
1.1 581374 Press wag Forming a9
91 1,500 1T 100 B
1.2 91N Forming wag Piercing
anan 1,500 1u 5 3y
T WIP s2m19nsguaung 2. wamifnauuazsauseulunis USudgauuudu
4 | fm. 2563 [On-going |4MWIULN \wdeutny WP Mr. Xxxx | (Improvement)
3. USunszuiuniswaalednislva
wuusieriles
3.1 9ONWUULKUAS (Layout) T
asvuaunslrakuuseiios nedes
Press, Forming, Piercing LLazgﬂﬁ’]
Welding
3.2 fadianenusndsddtua Semi-
On-going  |On-going vasnlusia Mr. Xxxx | Automation
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Production
Control
purch /
urchase Welding dept
RS
PN
Daily order
. T N
. /
s ! \\
. / .
. '
e 1 N
e I \\
. ' .
. h
1 \\
0.6349206 ! N,
' \
! \
1 N
: N
Forming 1 Forming 2
FIFo FIFO
CT = 5.0 sec.
IS <. AT = 25,200 sec. >
UT=91.19% o -> Z P uT=97.61%
UT = 97.61% —-——
100 pcs. 5 pes 1,500 pes
0.03 Day 0.0016 Day 0.48 Day
7.0 Day 0.03 Day. 0.0016 Day 0.48 Day =7-51Days
=15.67 Sec.
5.67 sec. 5.0 sec. 5.0 sec.
:
i ' PR
U 8 aes1sANAIMAIUTUUTE (Improvement)
U 9 9
T T T
LoGO Before Standardized Work Combination Table ‘ ‘
Part Needed Units per —
Unit  |Date: December 20,2019 Required Units per Shift: o0 sec AAAAAL
No.Description Shift o
Process Takt Time Sec |Area: Press Line [Takt Time: 913 sec 1
Time(Sec.) Seconds.
Sequence Work Elements 3 W
Hand JAuto [Wal 12 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 25 24 25 26 27 28
Process Stampping o)
1 |negudeduduen 0.5 H
2 |wdosilutuem 35
1
3 Operator fufusuuar Visual Inspection 1 e
L 2 - i
4 |ivusuaesoidy 0.67 +
Process forming 1
1 [wBufusuduedes Formingt 1 Sezas
3 2 |nauliiadasFormingt viamu 1 H
3 |operator wiudusuaneuusg 3
Process Piercing 2
1 |wuBusduades Piercing 2 1 =
2 2 nn\!u'{ﬁ\rﬁ.w Piercing2 Rty 2 EENNNEd S e e a s e AN NN RN NN ENARR RN AR NN NN RN RN AN RN RN AR AN N RN AR RN N AR RRNAn|
s |operator dudusmmaiusninszuz 2
Totals 917 | 65
15.67 seconds

FUN 9 MINNUNIATTIURENVEIUTUUTS (Improvement)

Yamazumi - Before

Yamazumi - After

12.00 12.00
1000 TT=93%s CT=1005 1500

2.00 8.00

5.6s
6.00 5.67s .00 CT=5.67s
| 5.0s

4.00 4.00

2.00 2.00

0.00 0.00

Stamping Forming Piercing
W Seriesl W Series2

M Series3 m Series4

1]

Stamping Forming Piercing
M Seriesl W Series2

M Series3 m Seriesd

UM 10 wHuIuvianInnumasusulss (Improvement)
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ﬁw%’u%’umauﬂ15ﬁwq1u1uﬂﬁsmumiﬁﬁugﬂLLaz
NTeUIUN19LTe dn1sUsudgslasaniiatitnuannie
5.0 uag 5.0 Ui amddiu vl Cycle time Winogl
NIZUIUNITIAE ﬁwlﬂagiﬁﬂszmums%m finan 5.67
Fund ilindedesiiadliefiounaniu Takt time 18y
9.13-5.67 = 3.46 Ju1fl Feanunsnsesiunisifineennis
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Production Line Parameters

Work Time Initial Input
Process Name | Station Name (sec) Inventory
Stamping Stamping_1 5.00 0.00
Buffer 1 Stamp_WIP 0.00 100.00
Forming Forming 2 3.00 0.00
Buffer 2 form_WIP 0.00 5.00
Piercing Piercing_3 3.00 0.00
Production Rendering Result
Production Production Production
Avg (/hour) Min (/hour) | Max (/hour)
656.4 656.4 656.40
Operation
Station Name Rate Avg Inventory Avg
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Forming_2 91.05 12.92
form_WIP 0.00 0.00
Piercing_3 91.17 1.90
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