-
&

giilg
o, RRARRION

Tner4u) pafuled

sl fianvandefnmn

lﬂ‘ o o L = 4? 9
Q]HﬂlﬂHNTﬂig11—!@'11’13”ﬂ'§3ﬂ3ufnﬁﬂ1§ﬂﬁﬂsuu§ﬂ%uﬁ?14!wa1m1@

u¥

De

(Standard work for Machining Line part Shaft Sub Ass’y RR Axle)

Tag
WA 359 JszBansys B4601326

W NANE WIHTAS B4708087

swauiiudumisesneSnaniafinm
A1UIPIAINTINGATHMNS, IAINTINMINEN
findviainssumans
WHTINNAunAlUIaggIHI3

8 dariIAN 2551



s

615301 nafulad®

oy e 2 =X
‘5181&1141];]‘1]%1114%1’11 NAFINHI

d’ =1 o v -8 4? g ) 1/
311»!7]&'1]uu1ﬂ§§1uﬁ1‘ﬁ5ﬂﬂ§3u?‘uﬂ1'§ﬂ1§ﬂﬁ3‘““gﬂ%ﬂﬁ?ﬂ!ﬂﬁ1Ger

(Standard work for Machining Line part Shaft Sub Ass’y RR Axle)

1
=9

Gudfuaau Tun 21 e 2551

b.

augamsUinanmu Tun 8 @3aw 2551

Uginamu o
2 QS < 14 d & o s
V3N anysal woanua malulag 919 (nvu)

1 o =y ad A d
300/10 gty 1 uﬂNQﬂa’TﬁﬂﬁN“@ﬁmiumUﬂ‘iﬂ

A.mant 0.1a3n1A9 2.528049 21140



uSem auysel udaua
wa Tulag 3108 (uriw
300/10 YinuaBmATuFUon
Wy 1 A.mdng a.1laanuag
0.55809 21140

8§ AINIAY 2551

A 1 A Qe =)
139 "’llf‘J’d'x‘lﬂEN'mﬂ'liﬂgﬂﬁﬂ'luﬁﬂﬂ‘ﬂﬁﬂl—]"l

= o o S 12 a & = a
138U ﬂ'l‘ﬂrlﬁﬂiﬁﬁg]"l WANATI @']‘l]']iﬁl“ﬂﬂﬁﬂﬁ']ﬁcﬁﬂﬁ}ﬁﬂﬁrl ﬁjmqjﬁqjﬁ?ﬂiﬁwqglﬁWﬂﬂ']i

auAdwd wenawa wedias dnfinuimnivimnisugadinms dindndndmanssumand
umanendema TuTadgsud 18 hhlgidouanfedne @35401) senieiuf 21 wwen B 8
= o o = o o o oY L4 A p @ Yo
domnu 2551 Tudumsisdaeinns a v5an auysel udanud maluTad 168 @maw) uagldsy

o A =2 W o & = g o @

vavnmenawdpnuAYs nu l¥dne tazdiieny Geg cauiiflumesoudmsunszuaumsmg

g 2
ﬂﬁwugﬂ FudIna1919 (Standard work for Machining Line part Shaft Sub Assy RR Axle)”

@ dy Sy iy o R sf-:f’ 9 9/ o =8 1 o r 9 @l dy

afl midgianuaniein ldduganwds Himdifwedesisoudinanuimdauiuil
$uau 1w iieveiusFaune il

=

8 & ]
2Boun e TdsaRasan

VOUAAIAINN VDD

da o
{(Wienawa  WIHIwg)

LY

AAnEIEUAIAN YT

FINTTUMIHARN



=y oy
nnanIsNdszma

(Acknowledgement)

o @

@ 3/ 3 o we =R = o o « =)
"U"IWHHULG]NT}JQ‘U%‘N’]Hﬁﬁﬂ’ﬂ]ﬁﬂ‘kﬂ W UTHN dUYTA LIANUAY walulad $1fa

¥ ' .
(UYL FIUATUN 21 e W.A.2551 D9 Tuf 8 Favay w.a2551 M lddms g uanud

U

1 LY

7" o r 4 o o = ] 4
Llﬁ3ﬂ5$ﬁﬂﬂ']'imcluﬂ']'iﬂ’lﬂ'luﬂ'lﬂ ol ﬁﬁﬂmﬂ'lll’lﬂll’lﬂuﬂ ﬁ']ﬁﬁﬂi"lﬁlﬁ"mﬁﬁﬂﬂﬁﬂy'lﬂﬂﬂﬁ

L

¥
-1

] Yy A ! A w 1
ff']ﬁ‘ﬂﬂqulﬂﬂjﬂﬂ%'lﬂﬂj'lll3Quﬂﬂllﬂgﬁuﬂﬁuu%TﬂﬁaWUF\hU AU

o s o
1. ARzens Angwdisd (NFIUNIRBIUIENS)

W

AU DT UUMIANKLLUAYNY

i 1 c'; r g
dnyuaz 1d 19 Tomandaaatamnd i

q

2. ﬂﬂ!ﬁfﬂﬁma L“‘Eﬂlﬁﬂiﬁﬂqﬂ Trainer Manager
.pmdws Ui Trainer Chift
4. Mr. Yoshihiro Yoshinaga General Manager
o d .
5. ANUGH NDINUNT Assistance General Manager
Qs a o
6. AUIYIE  WIDTDUNT Engineer Manager
TORAWMNIUN UINTY Engineer Chift
[ o . & g P R
8. AMUYNTUT 1UATAY New Project Foreman (GNHJL!‘W Supervisor)

T d’l = 9 1 r A Ve %o o T =1 s o
LHAgUARAMIUDU 9 ‘Vl”ln”lﬂﬂanmmqﬂmuw"1@114muusmmamaaiummﬂm

T

3 y ] Paia A g T oAA e 0 oy & A
ﬂl?WL%ﬂﬂi"UE}‘Ummﬁz:ﬂﬂ‘l@ﬂnﬁ’mmﬂwamﬂ‘lfl"lu‘lfmﬁ’m’i’;‘JJﬁlumislwumgauamﬂu%

& a9 ) c}d o 4 9 9 El = @ aley
ﬂ5ﬂy'ﬂuﬂ’]'§ﬂ']5']ﬂ\‘]']uﬂﬂUuﬁ]u&ﬁifﬂﬁﬂuim Wﬁ@ﬂ‘ﬂuiﬁﬂ"I'iﬂllﬁﬁlﬂ'ﬂ'gf]uﬁnrlﬂLﬂﬁ?ﬂ‘ﬂ%?ﬂﬂl@ﬁ

a

;Y
a3

o - ¥ o ' Y
ATV HIUIT WQTTWL%WW@M@MWS%Q&!MUE)EIN’EIQII’J W NUNIY

UNTITNT UszFansys

WIBNAWE WaH Tag

ar

AEEVAPAUERIY

=

8 @ivInU 2551



UNAALD

(Abstract)

al

e o A s 4 . )
e Hl gz asaiefny e Iu lun1snEn uuShat, RR/Axle 1D
9 o Y ¢ a oA S & = = ey o
Mol 1 18U se fnEomeinan ndusaufansAnen i nsiianumasgn (Work
Instruction)
HANSANHUIANIATTIHUOINTEUIUMTHAR Shaft, RR/ Axle WU IUATLLIUAIS
1 W
Machining ludinvaatiosenrsnaaiiminaudiua 4 awlfiidauegiumwinauiinm
T v g = g == Qs o @ A 3
TR0 AU vhnsAns e lumsudsdumsaadinumiinouauiiodunsan
funuldunuidn ndsndawudr18%n155urlgeTaoldmdnn 1svoe Man Machine Chart
. 4 e o o o @ LY
A Line Balance Chart tWOH1IAI5IATIZH IUAITAATIUIUNWTANUNAS IAIWED 3 AL UAZIIN
¥
= o .. & k4 w 9 .
MIANEIITMIMINUNIATFIUVBINTEUIUMST Machining W1 1ATn133a%11 Work Instruction
4 s T 4 4 = a a
Y2IAT09TNTLARIATDI 11U Machining Line Womnflusnasgiuvesnmsiiauaswiinau

o cly 3 9 a [ [ A nsj
sz Toriveasisamdl mwsoldiudeyadmiunisdiudganssuiumsniedunou

] A e & A A 3
MIMUdu o Mldsza@nimwmniuluowian



a1sUsy

AaAnTsulTEner

UNANLD

- A o
1.1 ‘H@LLﬁ%‘ﬂﬂﬁ‘lli]\‘i’ﬁﬂ’lﬂﬂ‘i%ﬁﬂﬂﬂﬂ?ﬁ
or I3 o oaay =
12 SeguszasrvoamsiiRavanifn

= ! Yo =
1.3 Nﬂ“ﬂﬂlﬂ’Jﬁl%hlﬂ‘i‘ljiﬂﬂﬂ'lﬁﬁﬁﬂ%ﬁﬂ‘]ﬁ

‘=;. @

1.4 Swaz@uananuuIEm
1.5 Aumduasdnyazaui dsuusuning
1.6 Fouazduriwoswinaundiow
tz; =y Qe
1.7 szozhnmilgiaau
v Y Al Yo
1.8 Waverieaiui ldTunaunue
o & o
1.9 IagisrasAuainmmineny
P = A A o o
unh 2 neufuaziloninifeIto
2.1 Steps ¥93n13M1auly P-D-C-A
22 WNATTIULAZHTBN AT
23 mMsdaiuenasaTIuATAsaUAgUISdag 131
2.4 giﬁeﬂﬁﬁ’ﬁam (Work Instruction)
2.5 MIfnEIaT
ai = o ale
Unil 3 swazdsamsyfianu
3.1 MeuHuMIUG Ay
12 ANEINTEUIUMIHAAFUAIN Shaft, RR/Axle
A:i o I \
3.3 AITUIUMSARINMIANEIV89 MACHINING LINE

= o 4
UNN 4 WAL UATIEN

41 MsANNWIANNTFINYEd MACHINING LINE (19599 11- ZD —>12-K)

= Ld . . 4
42 F951HRINITANYNINLIATIIM Machining Line (1584 11- ZD —>12-K)

4.3 FmIUfIAe (Work Instruction) MACHINING LINE

unn s egll

12
12
13
13
13

14
29
30
33
33

36
37
38

45
61
67



5.1 a5msdmsey

5.2 agdnanisalfimen

= £
uni 6 Vynnazdoeruonusy

6.1 AMANTANAVDI Work Instruction

6.2 vanmindeefnsanlumaeu Work Instruction

UVITMIYNTY

a9

4
2
)

Uaw

81
81

X3
83
85



2.1 A9INLARIANAINS D TUNISHAR

b
(Y

Steps ¥04N5HIU U P-D-C-A
Line BRalance Chart
3.1 Flow Process Chart (Forging Line)

3.2 Flow Process Chart (Machining Line)

&t = aut Qe Sl
|l e N A s sl
=h. =k, =2 =Spe =
R
sl

3 “ﬁ 33 NI¥UIUMT Centering (1-Z2C)

311 3.4 NTUAUMS Turning (2/3-INC)

771 3.5 N5EUAUMS spection (4-KM)

z‘ﬂ‘f’il 3.6 NIZUIUNTT Serration Forming (5-ZR)
310 3.7 A32UINMT Hardening (6-HQI)

;ﬂ‘ﬁ; 3.8 ATLUIUMT Tempering (7-HTL)

;‘ﬂ‘ﬁl 3.9 AITUIUNT Straightening (8-PHS)

719 3.10 N5EUIUMS Turning (9-LNC)

&cat
=
=b

3.11 N52UIUAT Grinding (10-GUY)

il
71
71
71

1/#1 4.1 Process Flow chart for Machining line

ean
=h

3.12 N5£UAUNT Drilling (11-ZD)

=

3.13 pgEUIUNIT Crack Checking (12-K)

=n

3.14 N52UIUNS Part Ass’y Hub Bolt

=0

3.15 nsgUIUNT Packing

&l

1

1/91 4.2 Man Machine Chart E-Line

gﬂ“n 4.3 Man Machine Chart F-Line

2

=)

R

5109 4.4 Man Machine Chart G-Line

&

717 4.5 unaneTumsdsualgaft | (Machining E - Line)

&

[}
=1

517 4.6 I lumsU511l390 1 (Machining T - Line)

&

519 4.7 uwamalumsifinlgan 1 (Machining G - Line)
5119 4.8 uuamnelumstFuyqah 2 (Machining E - Line)

U 4.9 muamalumsdspig99 2 (Machining F - Line)

Sant

2ot

U 4.10 uuamalum3dso13e9 2 (Machining G - Line)
5171 4.11 s lumsiluilgei 3 (Machining E - Line)
gﬂﬁ 4,12 LLu3ﬂ101uﬂ1iﬂ§Uﬂ§ﬂﬁ 3 (Machining F - Line)

.
=

50 4.13 uuanalunsl3 11999 3 (Machining G - Line)

16
28
32
37
37
38
38
39
39
40
40
41
41
42
42
43
43
44
43
49
50
51
52
53
54
55
56
57
58
59
60



M13199 3.1 ueumsUFaiag
f137197 4.1Time study for process machine line E (11-ZD — 12-K)
#1579 4.2Time study for process maching line F (11-ZD — 12-K)

#1514 4.3 Time study for process machine line G (11-ZD —12-K)

33
46
47
48



711 4.14 Line Balance Chart ndansliuigs

2

1/ 4.15 Work Instruction for 1-ZC

gﬂﬁ 4.16 Work Instruction for 2-L.NC

2o

1/ 4.17 Work Instruction for 3-LNC

Saft

317 4.18 Work Instruction for 4-KM

1% 4.19 Work Instruction for 5-ZR

&

1/ 4.20 Work Instruction for 6-HQI

Wi
ﬂ.
7

[}
]
r
]

&wft

21 Work Instruction for 7-HTL

&aft

4,22 Work Instruction for 3-PHS

&af}
=h

23 Work Instruction for 9-1L.NC

2ol

U9

awht

1N

9 4.25 Work Instruction for 11-ZD
14

&afl

26 Work Instruction for 12-K

@uft

4,
4,
4.24 Work Instruction for 10-GUY
4,
4,

MIUYAIS

65
68
69
70
71
72
73
74
75
76
77
79
80



UNA 1 Ui

L4
@/

& =
1.1 youarndsvesamuilsznoums

A o s W o Ao w
yororulsznoums(Ine) : 3EN auysaiueanus tna Tulad $18 (Wr1HU)

(ﬁdﬂqy) : SOMBOON ADVANCE TECHNOLOGY PCL,

E4
a

Adsamusznouns : 300/10 Eastern Seaboard Industrial Estate (Rayong)
Moo.1Tasit, Pluakdaeng, Rayong 21140. Thailand
Tnafiwid : (038)959064-73

Tnses : (038)959064

v d Yy = =K
1.2 Ingiszasnveamsdguanuannannm

A o 3/ A EI A we =
" fethanuduasngunAnwan lalunsdfiaaneis

r
oy

" ieiuyuaszaunsallumsydidAnuei uazih T uewen 1@

1

b

=

a Al Y (A wa =]
" ednwisruumshinusgluaanlsgnaumsd IRl iR amaniefng,
" ediuvinyzuazmsSeud lumsdadule msudtlgnuawiznd n131459a ludaeay
o A e o dw ) 1
ARDATUNIT A WAz MTI fAuRUTAUWEUT I

" fimiidedai IdenanudanaanTenauunnseslumsdhanluySudswdta

ﬁi 1 es =
1.3 ganmanazlasunnmyannasne

@ o e = o o
» @Seudiag IdsulszauasailumslfiRameTailusyeznat 16 e

o Adhansduazdinugaten i ldanenldlumsigifou aasasumsud vl
A199
n @dddeiianaravesdueudionh Il ivdlyand lvae izl fianuniodsznou

I

9191 TuouIAe

Sl o

3 a ™ ¢ etl) ¥
u llﬂﬁﬂuz’)‘ﬁﬂ']i‘ﬂf]&]u ﬂa FEAN LGN ﬂﬁﬂﬂﬁ]u?ﬁluﬁiﬁu'ﬂﬂﬂﬂi‘ﬂﬂﬂﬁﬂquﬂigﬂ@UﬂTTﬂhlﬂ
n 9 fifRaeuaniafnu
u Lﬁﬂﬁﬂ‘]&l%ﬂﬁﬁ@ﬁ’li‘ﬁ’mﬂﬁ (Communication Skill)
Al =t Y Y A Yo a e

u ﬁ'lﬂJ'liﬂlﬂ?)ﬂﬁflﬁlﬂ']sﬁwLlﬂgﬂﬂ@ﬂ!u@\3“’l]’lﬂvlﬂill‘ﬂiTUﬂQWNQNQWQQWUL@QNTW"UU

A oy dc%l @ e A v = v ; = -:3’
» NNﬁﬂTﬁi'ﬁUuﬂGUUﬂ']EJWﬁQﬂ'ICJ'IJQUWQ']H L‘Hﬂ\‘lﬂ'JEJEJ?]'JWJL"IHE],ﬂﬁluLu@ﬁnGU']ﬂJTﬂsqul]’]ﬂ

a ~ o =
tszaumsalmsdinauese



= t:i o & o
1.4 FgazRuaNEINUDIEN

= e 1 ¢ Yo T 3 d Ave g 1 Ed
UITHNA Gluﬂqmmnalsm llﬂ'5‘UﬂT§ﬂ@ﬁ\‘ilmzlﬂu“ﬂ‘i‘Uﬂﬁl‘l—nﬁﬂWSQﬂﬁWWﬂ‘iﬁm“ﬁuﬁ?uﬂTHEJ‘L.!G!

U

' = @ = A dy yn s o a o @ o 1
WIUIUNT 40 U Tﬂﬂﬂmﬁngsm AASWIMUTE ulﬂ'il'il!l;mgwwu’]‘h;ﬁﬂﬁ]ﬁ]']ﬂﬂ']ﬂﬂuﬂ?!,!fﬂui]'lﬂuqﬂ
a ar o Iﬁy 1 a ¥ d.l 2 o 1 o ] c{ n:in:i at aaj 14
Namwmmaﬂﬁﬁ%umuﬂmEmmmmw Glu“h’ﬂﬁ']ﬂﬂuﬁ’;‘u%']ﬂﬂ g9 NHUINITINT G e

2484

3 =1

¢ e ey d =Y = W
ﬂmﬁﬂﬁ”iﬂ‘l NASWITUYY ﬁlluﬁﬂﬂ‘luﬂTSﬂJﬂﬂﬂ'ﬁqﬁﬂﬁ]ﬂ?ﬁlﬂﬂ?ﬂLWUiWUTUﬁJ ”1J§$ﬂ’f]“lJﬂ‘Uﬂ'I‘§

o o

a = a al o ~ a e 1 Yo Y 3
N@Qﬂ’]'ﬁﬂlllﬂﬂllﬁgllﬂ'3"|l|ﬂﬂﬂﬂgwwunﬂﬂiuiﬁﬂﬂ']'iﬂﬁﬁ“ﬁuﬁ?uiﬂﬂuﬂiﬂlﬂum@ﬁ@ulﬂﬁ AU
¥

@ Ed T
91w Y 1 o @ o = .3 1
Tl wer 2505 39ldnedsiadudiudie TsssnuwuuauysaladSe duvwien 10 15
a A w Y oz oy S ogm A A Ay - ¥
i duenutaw taziuinduidludunn canysoalse Avenquyuaziiailingnan
< 1 o o 3| o g {
Taan 2l Tasdoli TssnuumunauysalalsOdudndaununsosnduradsrniluvesny
£
Tnsluvngiiu
0 & A ¥ Vool o w o a o A ' o =
mssiufsmsvesdduamiia Tssomuruveuyselaose dululiooadunded
= ) B [} o w 4 = d 3 as 1 u’j cg q =S
wazludl wa. 2507 Aedudmdna Tssuanysabwawasiios Tafumsnedeiudaey
¥ A o = IQy | A =3 s o o & @
AU 30 A ieveeideniseae llgiudiuoun Aomauazfesdmimaiosiniuas
& =Y ET 3 ¥ 3 1 o ar o 9 Y L) A =N
sooudgen wazlulldam Idnedaiedudiuida Trsouauysaldwusnuasinde ionin
Y Y w 4 4 ] a A ¥ Yo ¥
fhiusn hadssnsuduazuewes lod Tastidedasesmsninfinsudauuas Id5unsquadn
o A = - ar o W A A W oo Q !
anuisounalulasnn vivm wuduwsn e Wssmed) daiuiiumsveisiied
<
390157

o o i 4 1

d’ = [¥) U o A G r-’; 1 8ie s L |
ieg3navena mdamssungugsnodaihusestasy Meduauaiag laamasandaduily
oo ¥ d & T - [7) -
v3tn 4 lunguauysat lnausmiy 3 ngugsnadlaiu ae
¥

aoa ] o
L AQUETNITUTIUEUIUA
1

' r

q
quUITATLTEMI IWNY
q
q

]

2,
a Y = Qs =y o
3. nqugsfadnlanuazedamTuning
1 = ::’ 1 d
1. NGNGINDTUAIHTHEHA
4 q'; 1 4
Feanu¥oiunn 10 3 lunsadwavdszaumsainiadiuma Tulavenilieny Tne
o o = o o = o oo ] o = =
quanysel nazwidyd Snsdianmgaiutumsversuigna lunquenysaiae 18n nagluil
=g o 1 o o w a/ ' :f/l 5 =Y
WA 2518 UTHM AuysANanmManMiiogaeInasiy 9109 1 1dsumsnedeanluniing
@ i o e 1 o o1 3 9/ c? ' Fd :3’
Ratuiag UM IA UM Ivaemanvilen wazivanna dssnnsuaiueiueuanas U

Amauien drwiduaanu 34 S Taeldsumsmiveyudiumaluladen 13 vde

-] =) o | 1o as o A 3/ 3
HAMU U u“]fi'ﬁ]ﬂq w1lnegn 91 (ﬂizlmﬁiyﬂu} LAZIWDROUTUBIANUADINITYDIATIANN



melulszmauazmousndszng 1l w.a. 2520 158 vrnenalSeBudmaiea $19a T4
Yo ! qu d? 2 ' | a = =
1ASumsnedsdiu uwilefind 110 15 USHATUAUULIIUI-ATIA AXL15 Aa0TUAIYU 106 AU
3 LY P=} = at = I 3] 2 o W
1 melamsmivayudnuna Tulatonn v3Hn Jagd¥aia uuyudaweTs $10a Wszme
o A 9/ N (=Y 9t A 3/ 1 a a aw w
at)w) ovorennuansadumsnangduilsgnnaun Wun unuodmivsolndn uay

4 o =y ' L2 o 3 3w ) @ ng @ ¢ o
JOUITVN 1A aauaaysaiva ﬂ@ﬂﬂﬁﬂj\uﬁﬂ“ﬂglﬂﬁﬂﬂ‘UIﬂjﬁ ﬂ’-iﬂ'iujﬂﬂﬂaw HOZINEURAU

<

! &v Y = o 9/ a g o o o YV 1
ﬁ')ulqlﬂﬂﬂ uﬂﬂﬁ]WﬂullﬂﬁJﬂ']iWﬁHHTW’NﬂTHﬂ'IiF*lﬁ@I’Al’]L‘U‘JﬂLLﬁ$W']‘ﬂﬂTTI Iﬂﬂhlﬂﬁﬂﬂ'liﬂﬁlﬂcﬂﬁlﬂ

maTulagmawdaon uidv dFuTuz (Jszmadw

o

v Fs
usina lunguanysel 1dmsvnogsne vaniuidanisniaedie ivgadandons du

= =

Qy 1 4 =4 oo a '
m3sgian Tavasguemnsruduauous il wa. 2523 wSHm quyseivaemanmiies

7]

@

[ a - 1 = o @
gaannssy §18a 3904 SiSunsvaemdn FC uaz FCD  Taglasumsaduayuniednu
maluladnnuEm o1ndima aedlessu $1da @szmagiu) e ldiuduanudesmives
& w Y1 @ e ' =y o a e w o 3/ 4
a1 Fain Idndluiluismsdladnauas ddesimi lumsgndigamvnssulszneusoous
a bof 2 S ¥y - 1 ! el = =
vosUszme Ine sazvdsnmiu 103 AldHegumswaadrulvgin nusiom Sunuuinan-
= Ve oW a9y = 3 .;?f &
as1a an.15 uazlull w2538 TalimsveeiidaimandadumsnaeiugUauau denunu
9 oy o . o Y Y =]
AwTrUUABNNANDS (Computer Neumatic Control)lag ldFunsaivaumadmalulad
a o - T - At A 9 = a o t4 T = =
210 uiEm v uwd (Wssmadiu) e ldmsndavesuidv auysaivaomaniviion
9 3 1 o = d%} g ¢ @ a0 w d o o
gAEIMNITL $18R A512905 FensHaaminuaznInduUsuOL Indunandunduieg
ATIIWATINABINITVOIGNAT
dv -4 9/ 8} = A [ ~ = = a & A
wennAilnIAnyIAuadua It iomuunaluTagmandauuuay Hudais
=) o3| J Aaw a & ‘ay t o9 9o
angiilamlasnase nazdszmanuiunguuidnindaFudiugamunssuoueud vy
U5Hnlsgnousnsudaiey ArensBatouluuum s RauazAT A UgNNIMBE1UTUIA
3 r
TaeldTunnuaemdsuasaiuayusumatiansnananusEnsuinigeg voslssmadiu
1 = 1 = cg’ 1 S vl o o = c? 1 A
wazargalull wa. 2538 ngugsfsudinnueud ldlinisveredidensnaasud o
W < 1 g A ¥
arutanadoveserusuaa1omalulalFugInlssUuMIATINTBUANUNINAITZ UL
) d = o Ao o = =
Aoufiumosnuaunnge Tasiiminauguamwizganduily wazuudfamsuTnig lranuf

o =8 o o

=2 g/ | o = E ) a = =4 Yo 1 3 .;’
filsdsanmmonadeuihumdn uSim auysel sdanudinalulad $10a 3915 unsdedsdnly

F
P} ar Y =S

vinauRefu Areduasgu 8o A TasldSumsoreneamadmma Tulaimsiluiug

U

i

o {9 - at 1 3 r=| = é’
11 U Ty @szmadilu) $1da oz 1dSunmsdwneanednuna Tuladdmnisndaiug

oo oo 1 = a 0w - [ g g @ ‘gv o ~
VNUTEHN DT UHN (ﬂ‘szmﬁﬁyﬂu) INF L‘W‘E)NﬁmWﬁ”i‘UNf’f"lﬁilliﬂﬂﬂﬂ?‘lilﬂ%iﬂ‘lﬁﬂﬂﬂ Iﬂfm

a

13
AAIN1IHAR 60,000 FuADIfOU



I =5 L= 1)
2. MQUEINAUTENTINYY

3 Y @ 1 oy N
Suaulutl we, 2533 Asenisasivayumsduaiumsaaulaeninsguia o1

¥
=y 1

AmgnssuMIduasumsamu @ To o) gsfwazgnienisamumugaainassuyudive

=y 1

EL = ] 1 o @ aad 1 =2 v w 1 Y
Eluﬂqluﬂ‘ismﬁ“lwﬂmmﬂumaﬂm‘iwuwuiu‘smummﬂmaﬁmmulem AQUEIAIUITENGT T

De

Y 1 3 @ 1 3 = 1 o 1
NHeUTHNg lunquanysa 39145Un1308A% uazLennTUTMITEONIINAGUETNITUT I
7
PIHUG
) = o o=t o @ 3 = o 1 1 o« o o 1 3
U5HM 01918 auysal egiitlen i duvSEmsawusnvesnguanysel 1d5unsnedslu
~ & o a o < ' o = o W W
U e 2533 Futumsasulunimves uSEn auysaivdemdnuivigamivinisy $10a Ay
= oo = 4 v o w el 3 1 ! = L4
UTEN 9198 manefordu Side (lszmadily) Asegn o.u1atie vaynTilsims wasginial
:21 1 A A oo T g 1 c? kY o o oy o
uagFuaueNeud tnanonogition i Fudiudsainnaiemans wazdeuingogiiioy
] kY o o 2 :?l} P 1 a oy 3 Ed] Ao Yo
Ao ldvereidanisuaauazAud Issau Tasusnuisnisnandoudnddreogidoyliegh
=Y = N = 1 o 1 Fy oV o'y
inngaamnITuuIeYena wa 2 Taslimdmsndanundo 4,800 Auael) tazaudoudngsn
3
144,000 Funp1l
= g 1 o o =] a - 9 = 1| e
Tutl w2536 wSEma lunguanysoidununnueTydu Taludunanaauufiuy
= o o 1 oW e d o w Y o oa
agidloy Tuaduaz 1dSuanusmilonn uiev ¥l 1l Tuad $1da @lszmadiu) V5 o1

& o d o o A FI 3 g o - o & oa o ow i
ﬁlJ‘UifL! ﬂfﬂi‘ﬂ@lllﬁﬂ 1A ﬁ]ﬂllﬂﬂ@ﬂ»‘}“lluquUﬁljmmﬂ'}ﬂuﬂﬂ VIENTINYUE UTBNUINYNNGN

ﬂNQﬁﬁWWﬂiiﬂJLLﬂﬁMﬂﬂﬂ G])’\‘H“J.luﬂﬂ‘l,l‘il'lfuﬁu\? 1’1ﬂﬁllI‘ix‘lﬂ‘i«lﬂﬁﬂ‘ﬁﬂﬁ?ﬂﬂﬂﬁ?“ﬂﬂﬁﬁw

ﬁll

[ W o [ o w
oA IR msswdsudumuurunsianhideidn Auifiras fuesnvesszmalne
‘N 1 @ aow o o w
aTuszszawazmsvuaennduiios ul wa. 2536 V58N 01918 awysel wmnea $ifa
& =Y 1 ' o« o oo = a ar o w e
i luuTEN T uYeInguINy N IufUuTEHY 81918 aeTdos vy $ida (Jssmeadiu)
Yo 1 g ,5 § A y s a 1 a T 1
Ta5unsneasin uuiled 62,720 a1s1auas iRoRaaFuFILIUEUAY TEIANOIUNTD (51
L a7 7 A o w a w1 e
WSAANN WNAEN apualy tagdue lasliidinmsnantseuin 10,500 Auanl
= = o 1 1 o q' 9/ @ 1 ~ =
Tudl woet. 2537 uSdwswmlunguanysal Fulvanuvanladungugsfanenmiionis
= ’c? [ J o =4 v | 1 1 3 a oW
WanTudILgRa AT THEIMIUA TasduriyTonanizasnuluddus iy n1sneds 13N
&) s o o w A A = o 3 )
vunenunnitn aeslardy e Ausnalaugammnssuuvannly v.yay7 laotiunmsy
' oW 'y ' 2] o oo =y aSa e
NUITMIN UTEM auysaivdemanmiloigamunisy 910 uasuTem Sagd¥ade uuyuvin
a o i 4 = ' o o ' o 4
o349 11 Wrzmadilu) ionda udmdndadniiudiunlsznevvesgins ol Ifhuazgilnsel

=Y o a o F=Y o v |
Aounanes Iaslidanisnaa 450 duaoll uazluihdedu #i ﬂuamﬁmﬂiimmnaamasu
4 oo d o W 3 1 s
Fuoia 9.52009 USHM ez auysel e I8sumsnedsdiulasnnusudoveausem e
o A A& = o & oA dd 4 a‘w n’w =
Az oy 10 (Ussmeadi]u) ioniia mdvTudsitens seudily uaziowmeily Tavll

MAIMTHaR 422,000 yAnDl)



unzargalull we. 2538 weniswiaansmaionloud ioldlumsnaalany uiew

ar

o 1 =] o F T~ o ] = o oy ey =Y 4 a
amuamwaamanmﬁmqmmﬁﬂﬁm VNG ”LﬂL“]fUﬁigfyﬂ'i?lJﬂﬂU'iEﬂ G]J"D’IEJ“]J’ ’ﬂﬂi‘ﬂ'ﬂﬁ‘h’u

-

{1 ] 3 a oW o o o ' =1 '8 us/d el e
yzmagin) neasuSavn 53 1oF auysal Taniae vaud 3190 Taolreaudeegiiay

o =y

gaa NI TN ameTutuede uaziifdamnta 24,000 Audei]

togiiungugsnauditniaumu dsznevuds 8 uStn daelis

s 0w

1 USEN 01 eruysel eglidlow 1fia

Ll

[

2. 1580 0wnd auysel wnnea $iie

Q

= L= 7 o
3. U39 0198 auysal 5T Tuad Hiia
4. U5 vnaz auysal e

o] =4 o w
5. uSHY WD tew 19U (Uszimelny) $11a

=y @/

o e =] d o
6. USHN T3 16T lania uyua 3180
7. U58% "Eu Tug $1da

= e o = 0 @
8. UIHN ﬁlJ‘le'iﬂ‘! i“ﬁllﬂ 1N4A

1 a oy = LY o o

3. ngugsnomanuazedamsuning
U =y T = v 9 [l
ﬂ’JEJﬂ’JHJ‘Hfﬂﬂ?‘i’cﬂEl"’UEJ\‘l'I?Jﬂ?ﬂ"l"l']\?ﬂ"liﬁﬂ‘ﬂﬂ]j.ﬁﬂfﬂﬂﬁmﬂWWNﬂ ﬂTi"lJfﬂfJﬂi]ﬂﬁLﬁE]EﬂL”ﬂ'lq

= 4 ‘é . 1
ginemsmou sudunilslulasimsiofnyianudul1dluyng msvesnquanysal

o 1

= A P aw o g a e ' o w o
UTHN &N (1995) 109 G]NL‘ﬂu‘lﬁﬂ‘ﬂﬁ?»‘ii']usluﬁll‘ﬂlﬁﬂ‘llﬂﬁﬁiﬂﬂ"l iuﬂqwﬁuuim {]ﬂﬂﬂuﬂﬂﬂ\?

=

quanazimiiinisdiunisaaia lagmwzfufwazsdasusiimanes lnaninnguysne

9
3 ¥
T ar o A

¢S A o 1 2 1 1 -1
FUFIUUIUR iﬁ'ﬂ%'}ﬁu'lﬂﬂa']ﬂﬂluﬂimﬂﬁ {After Market) %Qﬂﬂﬂﬂﬂﬁﬁ“ﬁﬂﬁﬂﬂﬂ@ﬂ@ﬂx‘i"‘} AU

q

by

L 1

Qy T ' o o 1 C4
1, Gﬂumuaﬂwﬂmuﬂu@ INUTHNAG GlUﬂQMﬁﬂﬁaliﬂ\l

qy 1 & oo 1 And A o3| i at
2 B UAIULIUSURNINUITHNA1I9 et unveusyluaaia

]
=4

ay 1 ' o 1 Ao = 9
3. yudwoz Imasuoudan 1590udi9q Afunaalioe
e 1 J s o W '
4, %uﬁ?uaﬂﬁﬂﬂmﬂu@%umﬂﬂWﬂ@lNﬂﬁzmﬂ

4 o Aq 9o o o o W '
5. 3090 gunTol NlFdmiuniueua Tasiudiaindialssma

@l Ql

g oo oA o o =y =1
UINDINURHNUTYN 890 (1995) 91A49 g1 ldvenefaniseenilu

1540 00 la ludid 1Wsénd Suilesa uous Bnaiode umad 9199 Taeldsod091 APEC

¥ ]
~

o A A g a . w 1 |.:§."J 1 o .3 = ' = !
L“]Ju‘USH‘VIT’]ﬂ'Iﬁ"iﬂﬂLﬁEJ'JﬂﬂJﬂTiﬁﬁ@@ﬂ@%ﬂ'ﬁﬂ“ﬂuﬁ?uﬂ']uﬂuﬁ WQG.UUﬁ'JUWNﬁWﬂWﬂIEQNH (¥
o o
fihL“U‘iﬂ HHUUTDOUR llﬁglwfﬁ?%}Wﬁﬁﬂ‘c’JuW
=oa I'a ¢ < o o ¢ o w Bjd‘ i ' = & a A g a A a’
UTHN E]?/Iﬂﬁ? WITIAA DAKLTHI 3TNA lé% a1 AMEC LﬂuﬂﬁHﬂWWTﬁ]ﬁﬂ‘ﬂiﬂU'ﬂﬂUﬂTﬁ

viduazdioondudingluildlssudives Tndomeud Tasinguifhwmuiefieania Usa /



¥
CANADA /EUROPE uenuinfifalddwiugsielunsidludumudisznoumsszuunsy
4
gt (Master Franchising) Bndoe
3 H
A0 129 MY 2 AUUUIHINTIA NIL1S .01 TRRs 0.01NE 2.ayn3U51A7T 10540 agdl

¥ i
WUANIUTINANAITUTZII0 1,400 AU

ar = :’J @ 3
tagiiuilsanudulszmalneiinuaa il
2
TRuvaenuamalungunundaiasisoniu 4 uSEmeail
o e d W < o W
1 UTHEN auysal udAuE 1A T 1ag $1A8 (Wi1ru)
2. 078 venenalTidudmaiea $ira
o w ¢ 1 [~ g o
3. U5HM uyseivaomanmilengemmng Ty $1nm
oW oa L4 ) g o d o w
4. V78N BuweTUI NG uAaRe1UIANT $1fia

A o w

T = ow 4 [l o =
TudruvoeuTen auysol udanud malulal 3108 (wmaw) wie (SAT 2) ilaw
8 =ad a ¢ 44 - ", 4 o o o &
gammnIsuamisuduesall (ulssnunanmadn lasiinfidalumssfanuiugl (98 %)
= o P s e ) -
uazmisnisla (29 %) neunumseUTENIU 9 wia Tuamu @45 Suum) Tagldiniesing
a 4 { @ o i
ailnsal wsosllouayma Tu Tagnvuateonissmagifu
¥ d :.’;
agilszasnvaimafalssny
1. NAUNENITINUTEN DU NER
2. fauswlunsdaumsugiadiug
¥ ~ o o 9 <3 = o 1 =1
3. doamsfazndnduld nedly "Ansosauraueie"
3 9
1MW : HAIFU 130 AU
o

Fdevimd (VISION)

]
-

“ﬁ&gﬂué’ﬂﬂumawﬁmcﬁuﬁmﬂmﬂuﬁm"lﬁmmgmixﬁu World Class §28A13103 el
vosndndus uaslidmdwaodnn”

To be a leading auto parts manufacturer of world — class standards with an aim to enhance
product value and contribute to society
1dMa35 114520 World Class

1. walulad

-vha TuTabiiuaienld
2. anwianalvuosgnd

-1J51u1l59 QCD pdanBItiDs



3, ANUATWYBINENY

- Usplpsmstamaniwensyann
4, MIRY

-5y Tnssadranisidu

v 4
5. M599%0
4 e @ Vo Y '

- wunaageid TanuagianuAiusasag
6. R&D

-BUAUINOIU R & D
7. Aunadow

- Sulsedunadenodidoiion
8. AWUMWATn

-dSulgennuiane loveswingu
9, Aficu ldd e

o =N 7 =1
- ﬂﬂﬂﬁuﬁ)@ﬂ’ﬂhﬂTﬂ‘H'N“UEN@llﬁﬂuulﬂﬁ’f]ulﬁﬂ

M09 { MISSION SBG 2012)

= afumamukasouunulddtedunazdiidnldd e Taomswandum Mg

o =

" a1 QCDEM (HagniftenolaueinudosmIvesgna

w o

" Andannumsnuaaudiesylumsoenuuunini el uaznszuUMs

Forging, Casting, Machining UAznTzUIUNIIHAR Spring iNewAaTudggamnnssu

4
HIUUA
a o= Y Y @ o L3
" duilsz@niam andunudiensilSinlysnszasunsuazutanssulussdns I aon
Uszarmiuluyonissnu
" Wannmsiauediiilsy@nEnimaaca Supply Chain 91ngAnggnd
¥ a {es o 1 =y o =y
* gfeussomemsiiauialuesing daaiuguamdie tazmsadiuanuda
4 o
a$9a354

- ar A o3 o =
Wannszuuauguae luieyagnisiluesdnisssuiauia

Fdusiel (VISION SBG 2012)
» | 3 o = :.;v I L = g Y oA at i
Augrihtunmsudasudnomeudluginig Asean AlHUTMIgaiIat1smsTesIay

wuTawdowldugndi »



Pygnsiiau
saulagjadiv FawiuAnlna
a9t o o ] |
afeassaaelng TalagnA
o =] t a Ao
Wl Bavigu TCT T REBE)
Y I
TAUUTIINBIANT

A: lalagnin
3
Al dunduusula
A2 udtlgmidgnAtiud
VN = o
A3 djiadienimasale /eule
ey o o 1/
B: iReimih
Bl  Wenungisdisunagisnis
B2 aswarlumsiszan / duun
B3  fwnsemlumsuda/an
C: W
s - o
cl1  waufuilennuARHY
T = @ Yy a =
c2  dwasy/ atuoynligounansnnuanay
c3  yapeluiudedlgmuazuuomanisud
D: Mauiuravou
¥
D1 ademugiihving
D2 udluilgymiiumsiidenuilym
D3 HundaioUssouilyni/ gilasin
E: 50UADUI3090UN N
El MR TNNTTIL
Y o a o
B2 lddomaesa mguasmanniingis

o A g ya 3‘
B3 samsawaailon el 1ifailymidn

ML LY

1
r @

oo 1 o s ¥ =2 Y
u3Eng Tunguaruysal Tanwpdulumssieanuiawels Tidugn

L) Rl

¥y o
AR 07NN 1Ay

a t & wm A v A w o ar I's 4 &
v Teegnsdgi@nelmiduind lovesminauynigdvluesing toas Bdaszuuqomn

AWUIATFIHAING



rrunjeifulumauims 10 dazms
1. MTUsMTen laellaiusiu (Participate management)
2. mmxﬂuﬁﬁm (Brotherhood)
3. armdfnidluduniline18adng (Seose of Belonging)
4. AIBANEU (Flexibility)
5. M35 1useAvaIng (Internationalization)
-avwBasiulunmdnyel (Corporate mage)
e una Tulag (Technology for Worldwide Requirement)
g, ﬂ'li"UEﬂwaaﬂﬁmcﬁ)( Product Variety)
9. MIVUINT1IN 19 (Heart of Gold)

10, ANUSUAAYOUNDFIAY (Green & Clean Concept)

@l @l d
Fhenundn q vaau3ma lunguany ol

dheauyana

i/ o

4
WHNHEN
= 1 LT ai ¥ ar
vimsnumelufheyanatasgsms nelduleuie uazithmnehldSunenvuisen
n3suMsAdRnTs Tasnauay quasuRaveuaiu a5ImIynaInTuTmae afadms Aneusy
v ooa & o { o
(O ussnuduiusiazaugsny I lumudhwnefidmua
o 4 0 &
1. Muruau lewe nagniiag tamHmMsauiunvasmenuyatagsns 1 adoandouas
3
UFTgHanmuu loy1oazunugSAeIUTEN T909RAIUANLAZ AanIUHANIANHLIIAINET?
1 3/
2. fimua deuulag iodaun ssuauuimsnuyana uiRen R TALTIOY
[~ ' a a
Tl ledrefidsz@nsam
kS
ar A o @ 9 “
3. gy daass wazyimansldhidinuvesensau vedm Usunowazganin st
=1 2y oA
mzaiayilseansnm

[

- [~ 1 o &
4. ANUAY 3AEIT Az UTHITIUUsznavesmisiulditu ldeaeiidsedniamaie 18

q

sutlsznan 1d5uauia

=Y I 19 = rog ¥ -
5. WASIBHINUNUIAZ AN MIATIHINT uazuims A ldiuhlamsznuaui
YSENAMUARdalUTE AN N
= k4 Y [ @ o ¥ o
6. UNTITHMWUNY LazAILUMIATIIIadaam suazus s uduius e ldan

o r

sTUBUNUSE RO UReal YTz EnT 1w



10

=3 o

=5 o) = { a
7. Amginamuazaiugy madnousulfith lemsadovauiug

a 1 L

NVUaBE19L
A A = ' - 3 o A e g
UYsENTNIN NI ITHIUNY LazAILRY mimmﬁqm'1;smﬂmﬂuulﬂmma:umm%mw

fvuaodrallsedniniw

reaunsn
v oA
HiNHan
=y ] o d'. 9o Ea o o ¥ QIJ
v3v1sarunteludendanunldTuueunue muldnImauguaveagianisngli
o e = = = o
(General Manager) lagquafuiinreunuuTriinssiauazaganin vinisdunulddu e
whuaneuazuToune
o o o Y ] oy F=y =N P=y 3
1. fmuanagniuasuumnisaniduauluhondauasusns Aamuilszdiunasiuia
Y] L4 o T =1 i 3
U5u1l39 nagns uazuumsdenanliiiiuluaudhmuneidimua
¥ ¥
2. MnuauumaaeianyaenT ludesas sauMIRIsansanmMainuiivuiz du
uaztlszdiunaanulFosuioudumthvsuazu Jeve Sy
of ¢ =% c; Y ar we
3. $ateutsznal uamsuaz avugueulsznai 1dT oA
= =) g =
4. UTMIUAZAILANMSHAA I IAR UM TWAR

5. Mmua uaginsauLImIMyaaduyuvasthonie

dhanudade
34 =i @
HINANEN
= ] @ ,j’ Y ¥
usisnumoluthedada melduToinonazdhninevesnssumsgiams Taoqua

o

v ¥
vRarauuUIademelutszme s2uvis mstiud ez deaen

¥
[ = .y =y

13
0 o =
1. MU UANDYNTUAEATIVAAATY Eluﬂﬁﬂﬂ‘j”lﬂ']é]?ﬂ'll@mﬂULLﬁgﬂﬁﬂﬁuLﬂﬁ@\‘l (Supply)

9 %

2. MvuanagnSuazaIwAen e 19 1dNanTs Internal Audit 32UVRHATH QS 9000 AW

TREIE

o 1

o = = 4 T = kY vy ¥
3. AmuadsmInsademumie I Imsdawouiudinndiudiarels 1em 100%

U

2 1

¥
4, ﬂ?ﬂﬂllllﬁxﬁi’li]’d"EJ“UﬂW5ﬁ1l%’13ﬁﬂﬂﬂtlﬁ$5}ﬁﬂﬁulﬂﬂ@ﬂmﬂﬂﬁﬂigmﬁ

@ = g s/ =1 o oa
5. AU IATTT uawmﬁmsﬁlmuﬂszmmimmwﬁmmzuﬂﬁsﬁmmw



11

chaandranssmes Sudlseiuganw

'S d' au

whfindn
vinsauneludheimessuuaziulszduguam melddmansvedianisialy Tae

o - = = o 1 1 u‘j
auaduinreuan danssy ulszannnn wasnunaadiod1alny $IuenTaINaey
AMATH ANV Claim 7201 QS 9000 W IAithminefismua

@ 0 a wa ﬁ ) v ¥
1. daiusudgiamsaudhnuiswazaauguasduduam i Tda s
2. vimsamyana luhel¥ansad fofRan ldaudmmenTonuunuaul §iid

3. vimssudszanamunugualumstdtiedis q Taegamummzaulunmsldie ey
Tuuilsgmnm

4. MIAVIBIANTLAZITLLNY QS 9000

5. muguuazAamuwamaaay i lamdhwnofidimua

6. FuauuLREANuanvesm Al sean s Ussanasn i
MUY

7. waaded e lni i ldausvue

AeuroN1ings
L4 ﬂ‘-; o
WHhAnan
vimsounielufesdontige seldulomnevesdianisiall Tassufiarenaunauny

REARATINLNT FouT179a29111 Preventive Maintenance Mytendguniosdnsmmizui

¥
=

arugua i ereutige uay mslfudgandeeing Tiilse@mSnmgsd
1. aunumsUtRaugenigunissdnsidelosii (Proventive Maintenance) ity
RTIL R
2. fuguansUFiiaam deuthgannizniit (Machine Brake Down) fHUALHUNIITEH
3ae8ns (M35 Overhaul 1A3043N3) ﬁmunJ%'mJiqmazLﬁmJwﬁm%mwm%ﬁm AN VAATT
wazuImsns 1EMmsinuueameay wansduUSnanazganinlfinuiay nazd
Yszdnimwiannyaminsvesminaulumpsaudai aaugy wazuFmrng el szl

Wl Tulse@nfammuldaulszanaioyild



12

Fhaaidauazvian
' d| [
WNHED
vimsnumeluduinnuidonasiannsyuvuguaiwnigldnstiiuguaestss siu
nT5uMIUTMI TasguaduiayouNeIfuNMIAIuAN/ALANAZ I INLHUIANTT, ATIVTDY, WA
uagilsyenuaumsfiunandatazfanssugun iyl ssinnvossTEn lunguanysalldedlu
fofmuamuszuuasgui ldfuses
1. fmuaukusutazaugugualdnsduduaumuusuem e sz g me g

! ¥ r .
[ o kT s =y [
Aoiiles auiamsadeanudoiulussuumauinanun i fugni

u

ol

o - 3 A ey Vet @ o
2. Yarmaiiavsefenssutnieasuadalninsdsudyeiaymazad ez 150
9000, QS 9000 ¥TD5TUVUDU 7 DU1RDITTDS
i ' oA 1 o 1 = 1 = o oaey
3. Mmunnnazaugu lduaazuSinlunquanysouazdhouius arunanelinisijia
AIUTZUL ISO 14001 Hazmilszndn WHaIUn ALY
4. vuvaana TuTatuazRunuaivayun1s Uiz nianasaununy
o 9/ ] = q‘ o
5. auRuua Musunazrdndy MdTimsdudunafiuwonia o lsueuazdiving
a e 1 o
ypauTEN Tunguanysel
= = ::' Y d‘i o o o ~ =y
6. AnyrnA TuladmuEy iloRanMsf iy InTams uKanoa
7. fmua, Musdazaugu IRinsl §riseudums WeuasWanauu Lo
8. vunauna lulatiWacenes uALNITIToLaL AL

] = ] o) o g
9. S1vua, aavquuazAamusuenasvasrholdiuluamn Tonsuazidwane

1.5 dumdaasdnsarnunlasuueuming
a L] d‘. Yo 5 r o =
furle 1asunounIY : 4383NTUHUATIAINT Y
gnmaizard : D) Andfodauluununinnsy
= ' o
2) AN AL AATIEHATSUINAITHERA
3) FudganszuIuMIHGER

A = 3
4) Pudua aui 1dsune e

d‘! o ' 74 di
1.6 ‘ummmumuwmwumm"nﬂ?ﬂm
£y A1 A o
WUNNUNUTIYT Fo-WNUEND: WBYVEUL 1UATNY

AT ; New Project-Foreman



13

1.7 szaznamdfunam

¥ 1 '
AUATUA 21 (I 2551 DUR 8 Aanan 2551

LYY ay Yo
1.8 mma‘smam‘n"lmuuwﬁmﬂ
o o o o/ - dg; iy 1 g
ﬂ’]u‘ﬂkﬂuﬂﬂﬂ'ﬁj1u'ﬁ"l‘ﬂ'i‘]Jﬂ'iS’/‘]J'JHﬂ’]iﬂ’lﬁﬂﬁ\'Wugﬂ“HuﬁfJULWﬁT’UN {Standard work

for Machining Line part Shaft Sub Ass’y RR Axle)”

2 ¢ o
1.9 Tngqilsrasdveam i e
P o a o g o o RS
" fiednuimshauniely u3Ew auysel usanud inalulad e ume
" eRNYIMSIAUNANER (Productivity Improvement)

n A - Fd oowny P
L‘W@LW11Yjuﬂi%ﬁﬂﬂ']iil!ﬂ”lﬂﬂ"l?ﬂgﬁﬂﬁ"luﬁ]54

-

]

ol 3h o we )
" ferhwguianenldlunsdfadnueda



14

= - & Ay
UNN 2 nfeUasivamInneIved

2.1) 8 Steps YBIN1THINUIY P-D-C-A

' Y =] a | Yo o = 24 9 o ¥ 3 =
"l]%ﬂaj'Jﬂ\‘]'Jﬁﬂ']'ia\‘liJ'D‘V]'N']u@U'Nul'ﬁalﬁﬁ']ﬁ‘ﬂ TLINAD “ NINTUATIYLNDDT S

6w °

19 1 a oo .. 4 oy a = g ¥ =
(Facts) Tladofiamin (Opiniony” Sesfidfguin msiwmdesndodoyaidudediaed

' ¥

' 3 = [~ =1 g 4 ) | LYY
winiu maldanudadududoymiuershigndes mszdoyasy 1o lugmsdaduls

u
]

., 4 ¥ = o Yy o 9 d A da 4 Y o Y Aae 2 9 e
{Decision) Gﬁfﬂuﬂﬂﬂ’lﬂﬂﬂyﬂﬁﬂu?ﬂ’lﬁl“ﬂﬂﬂﬂlﬂumﬂlﬂ"ﬂzﬂﬁﬂcﬂlﬂﬂﬁlukmﬁ ﬂ@@]@ﬂm’)ﬁﬂ’]ﬂﬂﬂ%ﬂi&ﬁmﬂ

1 = g ] 0 1o ] =] 3/
lifiond T lsdofafiu nTofuanar §11391 “Garbage-In Garbage-Out® fn wimAuvsztN
3 | W I8 o @ o w 1 e .
ez ldvezennld unufisy Wamndmfunanddr Fsdrdudrdudoniio “S35Aa0ds
= ¢ o o) 3 P o =
Ienmaes MaludusoulaznTuees” 3 3 esddszneufe
1. $191m1¥ins12995820MEn Plan Do Check Act

o 2 1A v o o A d (e o
2. Amuadlunaspulnd idodivdguadundesimun “dsidfdge1d Widumasgi
o = o/ 5 @ ¥ 9/ o o o
My Iun1zdnd udannfiisi PD-c-a asuudy auldanndhuineiidivua simua
Qsj 9 ; 3 o o A s 9 Y =8
Tupaumaiauilniumne g uazdavesguidmua 13 Taeldinsaon Hnousy
sardsziunaogeminaye

[y 0 Y . , ] I :
3. 9nsEAUNATTIE 11115 Continuous improvement #20113%11 P-D-C-A #i9 11li506

Stepl. RenNuRAz {Job Selection)

atvn:i 51:1 o &= A

mﬂmmm?m’ﬁ; WTIZIAMDENIHYINTHINA 1/1"IﬂL'i’]LﬁE]ﬂﬁ'JqJBﬂﬁJﬁVHNﬂLﬁULL%’Jﬂ'JHJ

5] q

] { =1 1 o :}' y 1 o
numiamuasussldorvnmaiiuniugaald dafudes lidzdondinulaveldow
A09
1. autudAaus nu
5 [ = =4 T e o g a o Y A 1o o
aanndesfuusHIvIe Wl SadiduanudiAy uazAansasnmilusuiivesn
2. waRmaae 1Ay
udt vy ee1els alaiiudanelinadse Torfinnnst ey

= d‘ - d%‘ =
3. azdamualasualasfaiuen vy

I=XU PN © o ! o T
i ldnas hlienanhmsd$uljaniesinsm
3 or 3
4. fuanuiturey
' g Y =t = 9 Y ES A @ oy Ay
lihany “9unawder vuiivies 18suanuiurey niadudedonos 1n

o

5 1 o o 5/ Y w o 1 3 o = &
TU8Y DIRHUISMNYIUDY HAZINHINAUUYTUN WY ﬂ'J'ﬁ’l'lﬂ']i“LJ‘iﬂ‘H’]“l’i']‘iﬂ Has



L5

Y = a - v 3 -7 o
\lﬂiﬂﬂQTNUHU@MLﬂu%BULﬁHﬂ@u ‘H"lﬂﬁ']uuuﬁﬁ]ﬂﬂﬁﬂﬂﬂ‘ﬂﬂ'ﬂhﬁ@ﬁﬂﬁ ﬁ%g‘ﬂﬂﬁ
k-

ot 1

A o [=1 1 =
ldsuanuswieuazmamiveywiluedied

= 4 A =
NUIUDUININLENINITANEN

=4 g P> @ =] 9/ o ¥ ¥ o1
Mﬂﬂ‘l’lh?%”lﬂigﬂuulﬂﬂ'lﬂ ﬁiﬂlmﬂ‘iﬁflx‘mﬁlWﬂﬂﬂ'}ﬁ"l‘ﬁu"lﬂu Ulﬂl,l,ﬂ

1.

Tasemsaanuln 9
L] A Y o o = 9 ar Y 3 !
Y 10 1999110915V af1a9In1sHan 15191992 1dsunaun e IR Ig 1 u19 30914
¥ [
BAUNTT IENTHEINT TINNI0DNUUUNIITRINIU 919U nowSuInTants A1 ue
= 4 o { 9 Y & o o =, @ e w T
WFmaunsoadnsndesls dSmuaidana senuuuisnsl §iRoy sonuuufus ey
) ) g Y = &3 ¥
BONLLUTTUUMS IMaveandndiual Ausuarisuazdunu fnwanuiulddve
o o = 3 ! 9 < o ] o I o
Tnsams uazvdaarnlasenisduiin lidaudy gadalaundesinldun dvua
TWNIMIUNes g Ussiluradfiaau sivusnaspiudidenauazfidenmswan
= - c 19 9
muanuiiage Aumiuazdunu
MInanLazHaasu sl foull
9 ' ) ~ a 5 3 5 | ' A
Tas3192A 99N WNoNI eransenulan AU U BT NIT IR Y 1589
NININT HUAREINUMITY “Tasansasnuinig” sndiedrusu Fudwpnzdleiall
] =N r o o usj A ] =y [~ 1 =31} =
arwendwlunisndadieiu asiu o wwuniswansziuedials Ahinddou
1 o W 3 3 c? A'l 9 3 1 [% a o
T lumsnasmuidawasy lddqe sathie il ez dsanmiinaueaz g
' 9/ 9 o
DUTUAIUT IAW A

PYaynrmswan 1ddamh

A

Waialgmlumssdadiuaulildaunth aunwdindiuasgu duyuniswie

& o ~ Pt Y W -2 3 A
TIUU @Wﬁ?mﬂﬂlﬁﬂqvﬂu Lﬁ’]?’]ﬂﬂmﬂqﬂﬂ'ﬂﬁWﬂ’lﬂ'lﬁllﬂ?ﬂﬂlu‘ﬁ’] HIDIAWIVINWAY

£

osrdsznovl] Wy qarnmvestagau msyUftRouvesmineg wieadng any
lasafiv nsdamsaniingu ms navesiag a9

hmunelndaasmiaeau / usEn

Tondd 18 dneziudnvagmadh ldnmd shedralsfaesussqihmuneIng 14

@ o

] A o w = ' ¥
LFU L'Wllﬂ?ﬂ\"lﬂ?'iﬂﬁﬂl;ﬂ”l«l 21 aRAUNUIARAUNY 10% “18

q

[ 9 =
Jyr1IzUUAN NUAZAUNUNTITHES
9 v ¥ . é 1 1 ¥ = Qo
1191539114019 1453 DUAI 19D Piece Work Rate uHUauI198ABln1TA1MUa
PUATNINTFINATIRAR 131A0zApeRINITANE 1IN TN WesgIumsE ULy

3
o

a o ' o o o Vo o )
Pnatutlumils wiinauiiswmsedniaisandunse lu



16

Y a T 1 & o oy A & - - o 2
VoaUNANY 9 UM TN NI IHIDTIIUNUNIZIIMFANE
o3 4 A g o W =
" luEee s andlaufidludesialuniswda
¥
" TotSize (UTurmumsuannonia) dvualug
3 1
" Jgusaaulumsauoenn
& 2
" OT g4 70 INNAUUIM
a =
" 9ATIMITITgN
¥
¥ @ o
" mlde ahldsuse Tddh) g9
" JFusenun
" gmmmsdfiiaang
" Project 1M

o = 1 1 { o I
n Fufluilamimenda 1 1didh Beansandiu “Bottleneck” wvnew

[}
=

a2 ¥ A A o Y ' 1 ”vlsf
ddosmsandunu doniFoandinaniznude “GuyuaeryIg” 19un
9 1 4 o ¥ A i v o o
" gavhedos luiuGes sanwilaeade” wuit lvui Lilduesguanudanady des
Wineu ag18u71 “Safety First”
N T 9 I dll © 1
mansvrnesdyndnvesisuldosn uazvenldduioslanisinou-
¥
W& suaiiaus wlunmsdmuaue e iaoay 196919 Bottleneck dpsnoudroinld
ez 1379 Bottleneck JWA1THAH

= ql 4 g )
fanumusolunswdadiga sauddmuaanuauisn

]
9
2

3 A o w = 3 =¥
U DIILRUNITINTHARAABRNIT 141U NFDY De-Bottleneck

e

=4 =
Bottleneck 18 391
¥
lunmswaanaoanaaIeaIu fa3d
uANgAR0UIN)
Fa

Fn959zinsIi1dansHanvoIndar a1l MU NE A1 UUDI9T
~ o = o o a & o @ =) A v oo Qs =1
Garsezdy) Beanwdrduluaisauuazmuiidusidainisnds W IR U NS U8

o o ¥ 1 o a 1 @ o o

mudey szl i unmanuase lumsndeveumazaaiinuduRusoums

= 9 '
Tnavsandannan

Capacity

140
120+ A
100 ‘
80 +
60 |

20 +

51f1 2.1 anwiaasa e salumspba



17

o ] d o ]

2nns ez lddeud Idoonuuy'l aondviieu F a9l Bottleneck  u#l
A A A a 4%. a ¥ A o [~ J
iWesvinilgmdu q Mdetuildeniivhamn ¢ Wy Bottleneck unu niwiiuennnuans

VI~ S—] o Y a | ar

191911849 Bottleneck @ uMnuunza1ne5ud7 S3uaA Potential Areas  Nertutsnilfuilgeld
= i o Qr a =y !
Ao msunszdunnmaimsnaaamasalf 1 awn ldesnuuu’ll

o w a A a é) a
ATMIRITINITHARTINAYLTI (Actual Capacity)

] & &
= Y]

1 5/
IAHARNNNHNA — g as N LA LA

It

NAHANG YUY

AvailableTime — LossTime
UnitTime

i o g 5 1Y o o = : w
nagaienifavuiaus 1den nmgadennannnsnyaaunieddng 1al

1 ]
-4 [=} = =

= at ° 3/ r { 21 = = ot
’qmul’ﬁﬂﬂlﬂﬂﬁ]TﬂWuﬂﬁ’]u‘l’]"lﬂ']ucb"]ﬂ'ﬂﬁﬂ’ﬁi)glﬂu HagaguteaninaaInnig Wﬂﬂﬂ]@ﬂlﬂﬂ“ﬁ?@

oo

1

-~ 1 P ] ¢ o o B = a dy
yasiunnTee Funmuninulaadumsmidimsnan ldluglusalszBnsnwdsll

AvailableTi
_ vaiiaoielime x % Global Efficiency

AverageUnitTime

% Global Efficiency = %MU x %Operator Efficiency x  %Quality
%MU (Machine Utilization) A9 U7z @nFnmmsiauusuniosdns
%OE (Operator Efficiency) Ao UszAnTmmunininaiu

. . ~ [ =
%Quality (Quality Rate) fiD 991919038
A =1 k4 9/ =Y o ] 3
1{J8157 De-Bottleneck 15 a1 Anaszilunanazitnid Indynad
0w =y o 1t e
TumresnuuuidanisnaanSoudilymi Bottleneck  Hudnedd1 a1flauiiiu
=] ~ 9} ar o o =y a3 0 o o
Bottleneck Aasaziiluanitiauganie dnvazidiniswaa lumeaufazuauasnudiay e

a o 4 A = o a aa '
miwﬁﬂ‘lluﬂ11‘7’11mﬁ$’dmuﬂmﬂ?iﬁ]guﬂkl%mmﬂ U@ﬂfﬂiﬂa‘ﬂg\]ENQVIGa])@\‘iﬂrlﬁclu“@]ﬁgﬁﬂﬁlﬁﬁqw

[

-3 3 ar ) d’ - d? [ ~ o i 2 = o
UVIBANTTHANT AT TN T VUVOUTUNNAYY llil’J'l‘iﬂﬂﬂﬂﬂ‘lﬂrlﬁTl’l\?’]ﬂ‘llﬂﬂﬂ?!ﬁﬂ% ws‘aﬁmunﬂ"lﬂ

1 ¥ ]
firFuaunldnnaoiivous1 114

Step2. W1181¥19934 (Define the Fact)

I

& & < Yy 2 e e -
L']Jumuﬁ'ﬂu’ﬂ'ﬁlﬂﬂﬁ'}ﬂ'ﬁ'ﬁumgkﬁ]ﬂLLﬂQ“U'E]LCﬂﬁJ’ﬂ'iQ VYHADUU

]

g =) 1 o3
Weywn HeI1dlug

o

p e

9

' 3 w = :h:gl 1e 9 [~ a ad lnls}&
VIINNDYN unﬂﬂuﬂﬂﬂﬂ%ggﬂﬁﬁﬂﬂﬂﬂﬂlu@gﬂﬁ‘Uﬂlﬂﬂﬂﬁ‘ﬂﬂmﬂﬂj @ DALUIUTIE

Qs

AN

=n.

¥
g
Y

=] o 1 1 ! = ! 1 =
Fosfnuuiluetnad Aveliiumiloulidindowdis Idinudoya ldnnudyuTagliliond

R 9

¥ g = el =t

' U 4
yarlszasdveamsmidorfionds fie madilaotedewnaismsuazyesndsynauvasm

i 3 as g a = FL 3 '
Ay saunaitoyamsadfdimniumsinged luduso T



1

ey v ] =
IEMslunisiidemionsa
s
1. vgalszmaiiniolsvesnuhien:ls
; a9 egj Y 2/ 1 g
o ldldvaanme viefaun 1dunumuemsudtyiniaadt nrs i ldvsus
g < 1
mamsuddamndu 1y deu
- ¥ 4 o dy X 24 a4y e &
nsvalimuiaunTesins Nde o tosnnumsunsHaniifuda iy
s Y o A - e w = [ == a -
gadizaennuiaiefio asiuidinisninedig lsTeneuausaununisani

WAl g 3 Aas = = A = 19 = A a Y
ﬂﬁﬂﬁ?ﬂluulﬂ L‘W513&51@1%N?ﬁﬂ138ﬂ11Wﬂiﬂﬂ‘lﬂﬂmwa,lﬂ'lﬁﬂﬂTif&lﬁ@lIﬂﬂuluﬁﬂﬂmmﬂi@ﬁﬂﬂiulﬂ

o o

, . o ‘ o v
Traunuiisaznindesldinsaednsfnsos s liwiies lsthefazi I Ruddansnia 14

1 o : ey ¢ v e w - Y=t )
U ﬂﬂ’ﬁ’]ﬁ'ﬁ"l“llﬂxﬂaﬂ am’muﬂﬁﬂmmwuw VANTBING L“lJﬁEJ‘H'J‘ﬁﬂﬁ“ﬂNWH

'
= ¢ W = ¥

Y oy = [
" msveldmiiTinsdenisnin mITaadunuas 10%  andns1vouds s
4 9 a d o e
yAlszmeanuiasenasanunueN
i Y 5 A vnl o
2. yadszaanfinia3svesdanmazein llanen

ki El

¢ o = ¥ A A o A g oy o
winwdla Jpalszasnvasaaiiliinu / Aenssu / fuh Misimsdne ol la
1 ¥ 1 oA A o @ ] Aeaiy v A ~ oA . ;
DUNPOADIN ﬁﬁ‘ﬂl'ﬁ']ﬂ']ﬂ\clﬁ]gﬁﬂ‘ﬂ']u&l]’lmwaﬂgulﬁ mgﬂﬂu“wuaﬁzll‘i Iﬂﬂﬂqﬁﬁl\iﬂ']ﬂﬁlﬂ'ﬂ
®  What is done? ¥1az 15
¥
" Why is done? W1 lue¥iuaruniu
¥
. . . ¥ o 1 Y
®  What will be achieved by doing it? 51 1dez lsnnmauaii

o g !
" Is it necessary? $nfludeaimiely

a 1 e nl -3 [ = 1 ! =

d19814 n 51185 vvounu el F IR NS IFINITHANUDINHID T UANUAIATL
= ::is) =

WAEANTAUIINMTAR

¥ What is done?
= = o ya e o
L@TﬂﬁﬂWﬁTﬁﬂﬂﬂ@ﬂﬁltﬂ”Lﬂsh’uﬂ’!uﬂﬁﬂﬂﬁﬂﬁl
" Why is done?
g = Y d'i 1 (=) o'y ULI =
L'W'ﬁ’lgcﬂ'lN'IuWﬁ’]ﬁﬂﬂulllul@]@nllllﬂll Lu@ﬁﬂ?ﬂﬁ@ﬁi@]@ﬂlﬂﬁLmWNWﬂﬂ BEHURN
B What will be achieved by doing it?
Y A 3 w o ) A a A
FUITUNTANNLIYU I DUATIUU L ?WaﬂﬁﬁﬁﬂﬂmﬂﬂﬂuiﬂﬁiuﬁﬂtlﬂQﬂ'ﬁ‘]JWf!']ﬁﬂﬂ‘ﬂ
9 = A qy = | 3 Tl A A
AUINHTING AD “If‘LN']‘L!Wﬁ']ﬁﬂﬂLiUUiﬂﬂvllﬁJﬂiﬂT‘iﬂ\flL“Viﬁﬁ]

® s it necessary?

lo 1 =Y < Y aoA w ;’f =) 3
Yusuiludesnnuaaniy Sufuidsenuduaiing donfwsoeinianunilym

T

=l a d 1 9 =y o i 4
mmwuwmamm@mmuiﬂmmmwmmiwmﬂuu



19

+ ¥
LY 1 1 a0 W 3/ =y
AID814 4 HUIBIUARA VUL IUTUIIY
" What is done?
Fd
msveniuiuau doex |3
®  Why is done?
P 91 !
moldwaonITuanilizian
" What will be achieved by doing it?
9 :3’ oy 1 @ =
TuFunuidinsdaendanundeesls
o ' 1 ) 9 o o e ] o 9 c?
Sailszasivomiivnu fa foyanduduldsumsisuendawuuudmiuay

r ¥
Weolwaedemsnentszinnludduduns Tl

B Is it necessary?

w =) 1

o A -dy i o reaat ] i
Sty Ao fenssuildsfesduiiveg udiTmsomiuldnaagiuy
=, 5
3. matalumstiudeyo
2 1 9/ o 3! 3 = 1 = o w &2 =)
Gulasnisnauwuinswedeufudeyass laihe dnghrauiindidsdnunil

a 2/ voA g 3 oA a3 A ¥
aenilsznauez l3tha uadie Ll idaa nlmaitinde q Aol

o w

3 = o o ! Ed P 2
31 wadaiowilundasust nio ouput AldnnnuiinudalaghrusiTurue

@ 1 A A W @ B 2L daA o i Y ¥
NITUIUNTI L‘i’l@lﬂmu“rﬁﬂtﬂﬂ?ﬂlﬂdﬂhﬂﬂiﬂ‘]d FANADN 158U Flow Diagram ﬂ@ﬂu'ﬂﬂhlﬂ GLH

¥
Qs

:w 1o o3 ¥ = 2 o 1 Y ¢ o @ 1 @ A A
FufidalusniludoudouldnsunnivazBen uave ld ldmwdiduneu-nae nazdaiiu
sy

Y T & = 3 = v ¥ 3 3 i o g Y 3/
fFordos udrrouiu@nlusudmazd 18 vintiu gl'sﬂmmazmﬂﬂs:ﬂauumsmaamﬁgaﬂi

oy sy ¥

g m anwd deulunsiia iR Sedinwd fiaesls #lvu idiela 0d1els Tay
o & a4 4 o o . 4 3 a ) 1 y
a7 uazsinluSufadu e 1dudsnasiiilu Check List e Idiuladus T ladudosla Ty
\ ~1 [~ ' o Y ' =4
32 1W9Y Cause-Effect Diagram  3onidiumynTnaldi «dadretar goelvifn
' . = w , o 4 ot
mwazdovenld o laelddynudu winlar uagldaungilu “halariiomuiuauns
A 3 A 9 EY [=I = P & =t
vinoandsznouifeate i minyeanuaulu ldAaungiisfaineleansznuun
3 o ' g 3y 1 = dstj = A 1 o =2
wazassfemmuginziudoyasels wu iaezlsTu Alvu de’ng Tavlas uaziinlids
a 4 A g 9 Y 3 = . = dd oo T
ity oftuteyaudafidiowdn iy Diagram W Aulodidud faw odals

UUINTINTSAIUT AN AN

[~ \ @ o o o o @ = .
" duilu Production Process aungndnildidludivan nozilu 4M 11 AoMan Material

Machine (Equipment) Method (How work is done?) L@i¥ Information ©791 3 Environment
o
hudn 1E Al
2 1 L. A
- duilu Service Process 19114 4P #4'141A Policies Procedures Plant People 81943

. 9 - g 8
Environment 19114197 1E A 1@

el a

1 1 dl ! g
Cause-Effect Diagram 9248 1fimsjsnnwaula ldfiemunguinadungmseinda iy

Y i 1 o =
Fnvadaslumatan 9 lumamemdluiin 1 nazeldiuysanuaulallumafordu ifia



20

o o ] = = 1 { o ot
mmmgﬂ“lumﬁmqm LSW@W%%:WWU@W@WWU q mmﬂmnmwmmm‘ﬁmm'sﬁﬂm Haslugu

Cause-Effect Diagram 8411 Tdwinnusiufamamsvesdlym Ju'lvulasfiaauvaey s

= a5

2] £ 1 =
180 1Udou 130101 Note Pad l1lda uazlnsAadsudilywluwsazaumy 147 1Uden Srasile

+

9 ¥ gy et of 1= oy P
uf luuds Nolynias 3t maud luosnegdnilnils

U

1
-~

ot 3 9! o sig g = 9
33 'Jﬁﬂ?isluﬂ”lﬂﬂlléllﬂgﬁ mﬂuﬂﬂﬂumimmam N4 U

«

)

w . =} ] A g/ PREPEN 3
1. mahdunn (Observation) Hymyjanunofiodn ladsfefifatn aunsouonys

o

A = A 3 | 1 2 o
lanaananssulaths anwdmndeoudlvy Taamenwzdinisihdananisiiauues

t ::i o r 28 e ' =Y (%) a'. al d' b =% dl
nuwNuMTMIMsAagmananielu 1 ng watufinAangsuaie o naadui Juildve uden
o & A a9 = A ) . 3 1 =
ety ANuduaznaleluudazfonsy v3ee199: 14 Work Sampling #rensduiaiiilil

a = gq Vo £ = 9/ o ¢ o o o T o =
HINA ‘H']ﬂ‘W’Uﬂ:ﬂﬂﬁﬁiJclﬂ ﬂiﬁﬂuﬂﬂﬂ'}’]uﬂ LLa')ﬁﬁqﬂ@@ﬂNTlﬂuLﬂaiL"ﬁu% AITHAUADLNVNTIUN

£ o a

ity w3el335 IR TRt uiin veuuzihdidonldmathdunaaasany wwi ity

W
v
A5

A o ¥ g = ~ ' & 3/ = 1
AANUNTALY Llli’]‘im‘W’lgLﬁ]’l5‘1]\1LL’€13’JWWNﬂTiﬁﬂH'Iﬂi]ﬂiﬁﬂJU@Uﬁlﬂ LW'E]LLﬂﬂiyﬂ’]’E]vai WHDEY

U

ﬂﬂxﬁwﬁ’ammmwwzﬁammu

Y e

¥ ¥

LiTﬂﬂﬁllﬂﬂﬂ‘ﬂﬂﬁiﬂﬁlﬂcﬁﬂlfﬂuﬂ@u mum‘ﬁmmmu ﬁ?ﬂli’]g{@ﬂﬂ?iﬁ]ﬂL'}ﬁ'}LLﬂﬂ%ﬂﬁ)ﬂﬁﬁN

¥ a & g o A o Py 4 @ Hq Y - 1 o
ﬁlmmmﬂummsuﬂuuazqﬂﬁuaﬁ‘ﬂmmu LU ﬂﬂﬂfﬂilﬂﬂ%Blﬁljﬂl?ﬁ’lﬂiﬂ)’iﬂﬂ?iL‘ﬂﬂﬂuLLlJWlJW
| & a oy <] A A 1 = A = 3 A Y o o '
LHBEA T ﬂﬂl'jll@]‘u@'Iﬂﬂ%!.lh—.!illﬂi\lﬂlmgﬂﬂ\lﬂ@ﬂmumiﬂﬁ Lmzﬁgﬂﬁuqﬂmmﬂuma"lﬂwaﬁmum

Py
FUUIN

& A Y

o o 9/ & o a d = cg Ao T ¥ Y o [ =]
asdunavei s uruiavieiaiifaiu vonaa PBuaz Td1dda 13 mldisus
=] = o o 1 1 | e 1 v = |
Yo1119939 1d01n uarduRuan dea a1s 9 18310 egnanGenNduLn I e e 1l
Ehdanan13nIdiaueeenilnau 3 AUy 91998 WU F3MIauaeiL U1saue1l
= = o Yo a3 1 & o o ¥ A @ oyl 9 3
matawanunas M lEhauIdEanaudu mAausahdedfis ol fudtns o 1é
W3 audua1anedunan Mo InITin N UALGR ST HAarNE 151019NLIINENA1IAURI0ED
1 ) ¥
Tdwandaninnangnaiaiu miz ludesngamuaioaio Test Fuam nie ngaduaunn
VITATHINIIMaI8G udnnEna193y A9ius19199E AN MaNUMT Test 1Hns=01009a 1)
o o tal -=!I. 9/
AMENAINTTUNA FINS19I7 MR8

= mwdsnsiifaa
d s

a oW o A =S 9 .{’f ) =
" apldnuvesdadus vieuimshinila souisiwouveud
" Hywinnuaian Jamiguniv
= o ow e 9 . 3 =
" HUNTHANT IHAUDIRARNISN MA1W191D Supplier 1A% Customer 70N silyHIf
a &
e

3 a Y { 154
= uilymanudasaiu uazanimmsiiaun lua



21

" aylarufvesdazionssy J1usudvnarhifuuaasfonssumndeadiosla

]
< 1

LY} ] Y & =y ni [ 3 = - 3 1 d‘
dagrunarineldifananaauaznaf lna liidanands ven ld uuwaunE
c}.’a a oa |
Anwiitlsednsnimnls
oy 9 i o
= falainisesudilyninlaig

a d . i o 3 as = Y ¥ o 9
2. M3Funpol (nterview) (HuTsH 158w Fld1dwaluynaaynailo &4

@ 7 d 2, Y ow Y & a o s g
Fuawabilu aatalunisdefioiy ssansouenuez 181 dulvuderionse du lnudefamiu
Y] rd ] A 3 o 1 2 uxj a i 2 g/

uazAITFuAIMalINHA1Y e e ldiuauuand19 151desnsdionn Mnewie 14

] o T 1 o 3 W
asoungu luvgalsuau uazdoalildanuiussusiadlddisavudgnduniual Tneuin
o @ [=¢
MOuUNIZTY

PO S
®  pe'lsnatu il (What and Why)

" Jaglns i1ly (Who and Why)

#Alv i {Where and Why)

Lﬁf]ul'i Ml (When and Why)
" 81915 111y (How and Why)
" gnwile Bl (How many and Why)
s luFenmidfionuamal$utys nioudilym By
= Slywifinuiies lstha desus
" asuddgmideslanou
" uamalumsnddlem

' " o o A L=y
3. miﬂ‘wgmzmmmd (Brain Storming) m'i'imuﬁnmMﬂﬂxmmm%ymﬁm

1 3 3 3/ ! 1
an uazgafswesdinld suwiudunisadeiunden WAL dmmede s nmddyn
wipsilonldwanlumsysequszavauoldun
m . . 3 [3 g ¥y oY o
Affinity Diagram lavnsasdiniwudalddidnsmilszyunavasly Note Pad
- 1 . ¥ o L YA w 3/
(NTEATBURLIAR 7 15U Post-it) udus i meniez 1 1Aiseandn « oy lsihe
luaazow
B Cause-Effect Diagram
®  Tree Diagram

3/ 3/ A e 1 1 ! ~ =4
4. mﬂ%agamag (Records Traceability) LLMHEIH’J’]LS”EUlEJﬂ’JSWﬁTQW‘D%f’fﬂ‘i&l”l

{ 1 r 1 = ar r 1 v R
Foyaniiogudd 19 annamsinuivesaunsundist 11nada uastiudfinds 9 wu Juiin

o o =ss’.) =3 w =1 [ I=¥-1 ot ¥ o~
Hymlsziriuiidaiu v1alsanueniinstadudoyaid aunsoSeneenuigldiufnes1s

7] ET)
F 1 ]
Fu dooud Iy We'ls Fenid Traceability (Msdtudoyadoundu) wuilynuninade ool

a4

@ 2 = dd o A o "
ﬂ"li“lJ“Lmﬂﬁ'lL‘HE]ﬂl'ENﬂWilﬁH meﬂaﬁwumnawmnmmﬁﬂﬂ ‘ﬂiy“ﬂTﬂleﬂ']W éﬂfUu‘}"ﬂﬂ’NiJa']“]I"l



22

3/ o o - 2 @
foyaneadatanuinivedviwonuy marsvzadugudeyataziimsiudin

U
1

1 ! A = 9/ o = = a &
adrdeiiouio 1150 Track A WARLNG wavdanunaniilfulseld msznudoya

u

o

kY Y2 { o . Y y ! <
lathevelvisunnsfimus Performance Indicators (A% IAAMNEILITO) HEABU LA
a 9 Y 1 1 o = 1 v = T r
inuveya 1Mo UaUeLAaz Indicators 1 1M IWHAKARAD YU Von 1@ 1dnes Tredisazinly
o a A o o P = | o a A oaw
Sa3 M udsveunTesdng fiuauvgiinady ANNa naIigyme das1veuds aunaiiie 19
3 E ] 9} r i @ = 3 @ <] =

nalumsinudeyai s uazgdoandlehmsiufinduaseduanuilueds

==y =] 9 1 W dy
a7 msiudeyadie 4 Al

1. honvirdenaule

F4
ar

@ -] 9/ o ¥ \ 4 o
2. deunutoyalatie 019i1msseauanoy Tayld Cause-Effect Diagram Wd94A 1911 ¢

9 1 w AN Y ' 3/ ¥
nndeyan asit ldnan lidredu

=l 1) Qi dl. 1 =} 1 =y «C{ =
3. denvhedaiminzay Wy anwd yamanudenie nanfidslal

A | a a o Y, P 9 y 3
4. 1@onyra1a1N9et1n13fAnE Treza Nz AnyIdesunnonzaznouldify

¥
ADIUMTUHIHUA
Y

5. sTudoyD

6. aiWa
A a A ¥d Y ¥
Lﬂi'ﬁNiJ'EJ‘VI‘If’JEJGlﬁLﬂ’]J“UBlJﬂ"lﬂfT&’ﬂ'Bﬂ

5 o o a @ & @ g i
1. Check Sheet L’H1ﬂ$ﬁ1‘1"i"ﬁJﬂ‘iiﬁﬂTﬁLﬂﬂ%}ﬂyjm“ﬁﬁﬂih’]mﬁmuﬂﬁuu L‘]J‘L!ﬂ’]?ll%
=
2. ANTHUURNNEIAN

3. msnagdaenssy

Step3. EEAAY (Analysis)
' yd

= o A P @ A g Y o d? At
ATUATISH 7D ﬂ?ﬁﬂli?ﬂ?ﬂ!ﬁﬁ]ﬂ‘ﬂﬂﬂﬂ’]& 9 ﬂﬂ?iﬁlﬂﬂwﬁ"ﬂuﬁﬂ Nﬂiuﬂuﬂﬂ@‘ﬂﬁyﬁT

ar o P

A JRI | 2 a @ ¥y @ = o
130 Output AT 15193¢ I imsmanuduinsvowrquazna TaslddomaTeiisudumn
o [ =y A A sy e oy Ve 9 o oA dy
Fhifagan wiedloAldinseiinaisuy uan lanouas Teafl

1. Pareto Diagram
o ™ 9 T - oy 1 1 3/ @ dy
Wumafinfiseldisgs e fmmguosilamddudwanisud lu ndnnisiin
Yy M A4 A A & . ¥ aw A
nndwmersEgmaniiioainng 151 ¥o JawsTa wusla Fsnd1a 13 lunsTseensnszate
gt 3 a T =] i 9 1 3 1 [ I @ oA ¥ 3
79183 918185 mamuneglufieaunquidfenniu danlszannsnquingnduiselddos
W g < % 4 o [ T
uazwanmsin ldgmirnmlszyaddudnnats 9 5o Tunsudilymaneryludnldh any
1 t A = 1A 1 s oo { 3 =
gadodaulngdannaungiioslidauvg dauanugaioin o Imdodufannnmime

] ar 3 -4 1 3)::; 1 a4 P i 1 ]
$1unnne dafunisddaanuweewas ldudnewmadudesiiflumgueslymidilng



23

F] Ly ' ] i d oy 4 s P 1 1 1
Wiau dadymdmdosiimioiudouddrvvesaungimbodnuanndes liduaa

[~ kL o 1t
MIaanus 019 1dges 20 : 80 Wunma lumsdmuaveuwamsuiilym 1d qasliegh

20 % of the Sources Cause &0 % of any Problems

20 % vosauns i lfina 80 % veeilym

2. Product Flow Analysis

= o 7 L9

~ o =4 =4 ¥ 8w o
Ao ﬂ‘]i?lﬂi']%ﬁﬂﬂ']iulﬁﬂﬂiﬂﬂp\lﬂﬂﬂﬂlcﬂ “15\'1‘]’1'lﬂfJENﬂ'liﬁ)ﬂﬁ"lﬂlll'ﬂﬁlﬂ']ﬁﬂILLﬁ%ﬂﬁ]ﬂﬁiN

ddc:d%‘w é

3 = e o - @ <
53““3ﬁﬂ1umﬂkﬂﬂmuﬂﬂWﬂﬁﬂmcﬂc}’i?@ﬂﬁﬂ15 %ﬂﬂxﬂ?iﬁl‘i?&ﬂu

o

A -1

1 w Y-t o s T~ A s
" goaman1slSualaiinsdian aannuguieifedu s ldaunuand
= o ;V 8/ 2 o Gl 9 o3 3} d?
Ty Amsinuddgeu Fusewesinihoueziuuasgulduniu
= aadFuo Inventory %38 Work in Process
" 9 Lead Time
o = lq 1
" 1fSpdlgaudunims lna SEmsuaznainlslumsvudis Layout
= o .
" ponuuuRNUuazANNg lunTTany
s 7t = :3’ 1o ' i
" ddasuuamsalnezdadu MuSsudsununmdunulml niouuyln
¥ o/
A
Pl

i ldAuiheusudu ld ety

g
3. Operation Analysis (N13UATITHIU)

L]
~ LI

- i = T Ky i o 1 3 Y
o msutinuesnidluaudes 9 udrmidesiaudes Wy 1dahgaediels Tasms
o Y] o ' &y { & S 3 ! o o o
maNNFURUETEHIRnTsuReduanualuveunuisdivus Taasue1d1du e
4 @ o o
yana insesdnsuazgunsal wdnhu@enlugiluuyves Gantt Char
@ a sida o qw R o v
Uszloaiunamsiasizniunae M ldisuiutesnialunisaanainisiieulé
o A =) o @ Alfl 1o o w ¥ o 3/
ponuuUMIHuRTUseansnin Tasn1sdrdaaun dwdueenlyd msdanuladmden 9
s =1 = < [ o s 1 o
AUNTENITAAIATV099UDY 1Ag81992 T UMITUATIEHA U T UART TN ININUN LAY
¥ Qs o 4 a U 4 ar G'/ 1 .:? 1 ‘ [ cé
N5 p98NIFUIRToedns audunSesnT nioudnTeNunasduduvaunTeding (1991912

=l ' Y ¢ A @ G
!.'iElﬂTlﬂ']i’JLﬂ513ﬂlﬂﬁﬂﬁfﬂﬂ‘iﬂ]lﬂ)



24

¥
TUADUMTIATIEY
A E= P = |
L 1aonyauuavaiuiee uns1ew usnueeatunugas
d‘ 1 &y K =Y 1 T
® swidluseu (yele) TuRuud Ao Tdnandn 1 niwluyn 9 sey envaudaiy
Nueesld 2 wuu A
1. Basic Motion fio msmfou Tvavesdiueda 9 Tusrane M9dmiuSinse il
¥
seudutn 94 naweseuiloand t Wi sueaters luiu udanse ¥ n e g
MOST (Maynard Operation Sequence Technique) %39 MTM (Methods-Time Measurement) Time
Data Chart 11 14 A1mma1d
A 1 \ . = 1 W ow o k4 1
2. Element 719 AguA8d Basic Motion e lddaauuazivinm 1@ szezinmunas
Element Y3316 4-30 cmn (1/100 minute) 98 3-20 sec urn)
! o i 1 o 6’: | 4
»  guidusen vie vun duseumeda daue 5 winau T
WO AT U 08
1 A Y Y A ow i - ~ A oA o )
- ygosimidoslidnyaztusoumbeuduluynass 41 himsuiunisulisai
1 3 ~ Y s S e g = &
gosiuadldan dlfenssuutantasua s mumtudnaunile
o ar i : w 3 1 3 o ] -
- dmsumsushnugonTidius sy Element Y1 unag Element AR5 NANYMs U e

AR

1
=

9 =t 1 W o o ! = 3/ 1 ¥ @
- Apauenduhlgedszasdsisfueen fimuailuauasugey Dudg inaunu
2. MHUAALLIOU (Breakpoint) Y8341HE08
. 2 2 ; ' A 0w
Ao audunIadugavesugoeusaz 1y FalianudiAnun msizng
ot 1 3 ) =) 1 = w 9/ I=¢ - A d 2 L= 1
Junaudazassdeafiyaulsnudaiy uazsdouuganfdouauiniuldie ladugara
1 1 ¥ @ =)
s au gl 1Al 3 uuy Ae
A \ .
1 aIRdeu W0 s MIkee n1sildes
" Fed 1 EBI N aTHIIU 1FUD9 Relay
" anae @i IWaIugue 9
Y o oa Al iy 1 ] = ¥ o o o = o
uazdodiigfo yrdugavesnudauniiuazgaGuduvesnuda ldeadlugaBeadiu
¥
3. MnuArtinuesnudey 15T IR 3 anyazae
3.1, lasm
3.1.1 AUAT (Manual time =t _)
3.1.2 A30M1 130 Arndfnze MsulsEnIn (Technological time =t, )
3.1.3 T0NU (Restricted time =t ,t,, . t,)
3.2, AMUD
= & L] PR \13; dl gJ =y B 1
3.2.11nANNT01Y (Regular) AD ama‘aﬂwﬂﬂﬂﬂﬂi&ﬂﬂwﬂwamwuwuaﬂ

= ; . . [ «3 1ed 1 ' = oSJ ar
322 mﬂmummﬁ {Periodic) ﬁ@ﬂﬂlﬂﬂﬂlu%ﬂﬂﬁ@‘u HANAHUHHDUIILINAST ) N1



25

= = 1 = 1 =, o = 1
3.2.3 Aadnd e (reegular) o iy MWasainsvhaouand Biamsoniamn
1] = ; ¥
T8 heunemudels
o3y - s
3.3, nan dluvuaei wSeulsiu

ar o

ld‘. 1 03: i "3 =% ~
3.3.1 799 (Constant) $opsriulanainai luvusunNGa o
¥
3.3.2 w5 (Variable) rugosiuldna siumunaadam
4, MUUAHEIETIIVINZHY
=) ] i cg o & oo
MAMIADNHUIY (Unit) ringauiiuiianudidguin mmmmmqﬂwmﬁwmms
a ¢ o o iy o ¥ & > ; o
Tnnzndlunanndosnmainnisuiilynuiesla syudsanuazaainlumswisaiueondlys
' e 9/ T @ A aa J % = A : A a
Qugos wazmsth 1019 viearsszdludahfatudann Tyasuuazyedugamiowdy
¥
5. hrnaglaun wionniunauaas ey

& o = o o o v 1 a ¥ 3 {
TaesurnMvuaso U TUN1S AT a9 1aUTIUgosTIRaT Ui Inug Taunnu

r r
= =

] ¥ ¥ ¥
wTeafinias wiaunadmuagaudany sty liliasdanansinumienvisiunaag

A a :g o 1 Ao 3 1 1 3 W A '
anwdAdedu auesdiw) Taonahiduldluudazriudesaisiiiudumuiauesngy

e o < 1 ot ' 1 { = é}
6. L%ﬂu Gantt Chart ﬂ?'lilﬂll'wu’ﬁﬁa‘iﬁ?']\3!'3@Tﬂﬂ!!ﬂﬁiﬂluﬂﬂﬂ‘ﬁmﬂmu

Stepd. 391501 (Criticism)

Seraliftonmuadelumsudilynindedulganm Fuduiimsiensal laon1ids
Sonufieniadsvaedfufefevenisnseh marsnifonTse wRUANT BN BYDI iz
sl ldsutaeueiuafalumstfudganioud q g l$udn “Ecar” Tunts
Y3D139974 A Fliminate Combine Automate Reduce n133AT 1AW IR E C A R aailu
asdinndielUuien ms12s Bliminate s 1§ hefigalidoansgu d3ums Reduce forn

figa mazdoadinmsesnuuunazmsaudis

¥
a

= s
PUNDUNITING D
= 0’3 1 g 3 o oAg
1. 3915 lAUAUBLNTVT LAV
4 Q
" gadsrasAveenITiie
= [ = a - | thlB’
ApANAUNHTOHAN LA
T ATLUIUMST
" gydaoane
oy 4 = o ~
2. J91TUUOIT IATICH IaeaziBen
= I'd a
B 39150101319 Taesaw
=Y o A ow d
9150119 MO0 IHAAN UM

- miﬂﬁﬁams (Operation)



26

- N1IATIADLUALAIAIVAY (Verification & Control)
- ATYUDIY (Transport)
o o
- MITOUALNITIAIND (Delay & Storage)
ey 4 =S
3. Anreimsdnaiau
1 [l t o g v 9 P [ w o
3.1 wonarugesioonszvinanunidudifivuaszezinat uay aud lihfludadivua
FEULLIE
n - g o g A A o Y 1 =Y
NudIfMuaIzezNa1 79 QIUNMUAIINANTENUADIOLLIRINTHAA
= ::‘Ul |ﬂ o o wpiw - A 9/ hl (=] o ] =y
Nun lnludimruaszeziia 8o U liHan s NUAo I UNaIN1THER
3.2 ¥ Critical Path
L = k%) o o v o o
Critical Path (109103099 A idun1svasmsiauifluddunssoznamianun &1
3
sz ful3edeudeniiun Critical Path fou H99ziiHanTznuABIA15IMAIMNG FIUN1S
o i ] ' & o 1 ! ] = as 3 0w
Usuilzeami lildeguu Critical Path A 18 uaoz lulinansenudesoananta Auiuaisdidy

L. 9 Y - v e Y
Priority 1WgnABudouaiuduy

L3

3.3 ¥ Critical Path 1ddunge Tasldndnlunsdivlyenu “ECAR?

Steps. 90nuuVFU1l39 (Method Design)

o a ¢ g ¥ w £ g P =
ﬂmmm%ﬁmummﬂ%:”lmm*amamaﬂsuﬂ;waw S %QLﬂﬂLWHGLLM&ﬂTJ’]Nﬂﬂ

-4
F=1

1 3 o o =y v ¥ & 4 3
A1 9 ludueenuuulfudgailseduuameanuaania 9 miugilssse seueniusas

]

as &S ool

T = [N a da oa o usj 1 3
wruhanuaanuanuesenratu lun daiunsidddulaluluynisazidealuvuneu

¥
mseenuuuil wsetlesdunnuAawatadowitll 145 1dun dalnamsyfudlgeandn

1
L] af &

o ! o a o \
yanfeiezaadunu aanswornsi 1y Usuilgagunm dfudsamssmand (Ergonomics) wnmw
o o =] L Y = @
mshaunazanulasany nToududuiuilyeanininlavesmiinaues
b
dumoulunisennuuy
1. dondeiegSuilamazuuafalumsaliuigs
2 Aoz ls
3. dosiednals
= ¢ = '8
4. W31 91500
5. NAADY
6. ayiifSuuiney nouuaznay

7. 18UD



27

| w ¥
Step6. 8438 (Implementation)  1191ATIN1TA
Q 3 o - v
1, wuathnne lidanu Td15ama
2. MruATzezna LUy
=1
3. 39591
1= o P 9/ ]
4. szpuaupaniauey lsthindasi
5. MW Tasdad1aun1svied A1Hua Mile Stone
] =1
6. HILMITIF L0
7. WU THUALNL NI ANNSURAYDY Taassnswensuazul gz
8. a9l Follow up 1511w
= o 3
9, 15zl umHan LT N5

]
=5 s

Ag w_ daA 1 E = Y1 ow P o £y
NEAYNAD NITLIRUNITINURZ WU TN ALY Hﬂﬂugjqﬂﬁlﬂﬁﬂﬂﬂw1@$ﬂ)i W2 lawes

=y

o =4 e = =
anuduioveslazansAegin1uaINT0una Project Manager 14159z 1TH15 In34nsAail

I
=t =

o3 ¥ o ¢ 1~ = = w 91
aniufi fanvansolumsmanisaindiymlafiorsesfiaiu mmedesiulineu

] Ao w & a3 P o 3 Y a v ¥
N@Qﬂﬂﬂ’ﬂﬁﬂlﬂﬂlﬂﬂﬂ']ﬂﬂ‘ﬂmﬂuﬂﬂJU“H'”] ﬁﬂiﬂﬂﬂﬂﬂliﬂﬂﬂu ﬂﬂ\ﬂ‘ﬂ’)‘l}ﬂll ?}Uﬂ‘ﬂzﬂ@ﬂﬂﬁﬂimuﬁ]ﬂ’l\ﬂﬁ ';J

Aelflnsvies s fmsdseauamninge

Step7. Aamuuazisztiuma (Follow up & Evaluation)

= Y =] ] 5 o =) '3
famuwa (Follow up) Aa “lalg” e ldimuhauiuduiuldmuuiaspiuidls
- == ' 1 e 1 =i et g/ 9 a = 9 o
wia'lil Ansousnd Tlamwazgauoniesiila vz a5 vt ilud Ty nazhimsinudoyavosdn
a = o -3 o P=1 v Y 3/
aHanAalI LIS W IRsusuTman T 13

= = { ' o o3 ! ¥
Usziliuna (Evaluation) Ao “ldfa” ifoaghnnuduSoveslnsemsnglusednlny
e o i '
1aEoudey15the oz laiflugaude-9nden (Swength & Weakness) 11AZ1131 Key of Success 10

Key of Failure 09nun 114 taymizdeaiioy lsde

@ o

o o o ) ¥ 1 =
Wanaduialondnvesdunouil 1519z 1danudFnovels linelove s reiliunans

vy r =N I A o o :3 =2 g =t © o
Tiliea 134 marzdnaundailinasgiuanunelafidiady Auiunissadinisimuads

o A g o w 3t A w
'JﬂWﬁLW@Glﬁﬁﬁqwﬂu GlﬁlliJ’]mii'iulﬂﬂ'Jﬂu

=

v o A oA 4 a o o
§25ama (Measure of Success) 79 Aafindonfionaz 19 ianuduFevatain deonun

A i @ | o o é s [ 3 =
A manTa g ldsunsdennidasdoadlyudo Failldvarednyae ludenily 19

S Eanunm uie anuidn

wanlumaifondlana

=] o g o ! =

2 Foafinnudusiug lneasadudannlfouuilaqld

@ s 9

" 9184 Budeya lddns

W



28

[ =3 = @ A 9 =] 9/ oo @ ~ w o
NITIPNE A1 ﬂ'ﬁﬂﬂﬂll@]?'gﬂF\Iﬁ‘ﬂulﬂﬁl']ﬂﬂ’iﬁlsﬂﬂﬂlf]ﬂ;ljﬁﬁ]ﬁ\ﬂ‘ﬂUﬂﬂﬂlﬁjﬁujﬂﬂﬂjﬂﬁﬁﬂq?

1 { o 2 ' i A ¥ [ o
lugeszaz 18 MU F99999713 (Gap) MAavu T esiuduuinuieduay sz venia

] 3
sl oa

o o 3 5
ﬂ’ﬂl]ﬁ’]ﬁ"ﬂﬁl]'ﬁ]&jﬂfl@ﬂ']ﬁltﬂgﬂ')jiJﬂWNW'iﬂslUﬂWiﬁﬂL‘ﬂ]WlHU LW?W$ﬂ']'§WQLﬂ’]ﬁN’]ﬂWﬂUH§{@Q
AUHATUNA

A A A g g 1=y
Lﬂﬁ@\i‘ll@W‘ﬁ?ﬂﬂluﬂ’ﬁmﬂﬂ]@y’ﬁlmzﬂ@WﬂllNﬁ
B Check Sheet
®  Histogram & Process Capability
B Control Chart

Pareto Diagram

Step8. uily {Correction)

= = | rot @M [ 1 &
NNNTIAAM LAy U UNAIT19E 3 NN Gap agmw"la' uumamawNmmﬁmmama

U

J 1 o \ = <
AT Ui A ls nmsi Correction ARDMT Close Gap 1103

Y ) A A ¥ Y0 ¥ A ~ ¥y & g
ﬂ'l%'LLﬂ"l‘U (Correction) f® ﬂ”IiﬂﬁiJ@Lkﬂvl‘Uﬁl?iulﬂil'lGl‘EEWUHiﬂlﬂWHNWEJ"IH’JNUl’J WA

&

A Y A d ) Yoo v A T FY Yy ¢
wiaunumsasiemiey eauss 1 10T dvns o Innumsnousounmiuind 1ald 1daqa

T

- ¥ A 1 o q 3 ¥ & g Y ] o 2w yn ya
3J'1¢‘]3§'11-ﬁ’1']1\‘1‘1'3 mm’mxm%"lﬂmmﬁmuunmﬂum LW]ﬂTiiﬂ‘H’]iﬂﬂiﬁ’muuq'ﬂﬂulﬂEJ\”I

snn dfudda Tvd i lmd ud$ne T3 18R TTinnwmine famuldgguldmnedi

3 £ o Y o o 9 1 T 3/ < @ ! w
msud lvTafuir ladrdguesnisiiaugnedis edudesfioueds Tdosondauay
=y ¥ a a a :Vuic': é’ ~ & =1 1 1 [
LGIiUZJ‘Wi@lIﬁ'ﬁ’ii‘]Jﬂ?‘iﬂﬂ‘j%ﬂ‘ﬂN?mii']uﬁl'ﬂﬂfj\ﬂﬁlu]lﬂ’ﬂﬂ PRIV U FTZTUBNIETTIHAN 9 WU

b4
o ' A

4 = arsy <) ¥ ' o
Faamsdgualiidammasgruduydn Bmsudlviunouduldasndoughesdiliznen

3 i
a19 4 lumahauiugndesnunasguidiviveanio’y

o

aginiuedials ldiivamaiy Tdendvhladng fe

1]

Plan Qv

Aa  |Chak

JUN 2.2 Steps vo4m IR lu P-D-C-A



29

- I
2.2) HIIFIHUASTHUINMIATE Y
= @ ¢ A ar 1 ~t & ¥ 1 [ @ g
HIAIg1u (standard) A8 ‘Hﬁﬂlﬂﬂ!“‘l’]?ﬁﬂﬂ?ﬂﬂ’]\‘i“ﬂllﬁﬂﬂﬁﬂ“ﬂﬂ’]ﬂ‘ﬁﬂﬂ‘ﬁlll?'f]ﬁ]'l\‘l‘ﬁﬂlfl]u AIUU
ey ' P 3/ 3 1 1 A . . = cg} 1o =
IBANTTAN 9 m“lﬂf“luﬂﬁﬂwﬂqwmmamm (continuous improvement) WFVUDYNUNTTHEY
o o &3 @ ar
mafdmua uazmsdivlanasgiudae vesgazdudiadadugin Baseline) Tifunn o
= [ LY~ { ) o w
Aanssumalfulge sazfududrdmuadhminenuudiinss 1aa (Breakthrough Goals) §11151s
4
= o o o o a 1 [
Tugaamnssumswiniiu sxlimninesguundssgnd l9aumseaned 2 dnvazie
¥ o o ow R d A w3 ' ! P a cg a o 4
I, VDMV UALDZ WATWUDINAANTUN FINIWDVIAUVBUNWIDIAN 9 mzmﬂmusluwaﬂﬂmm
o < a I A Y 1A e Pra
2. fnﬁ'.)mﬁ'wqﬁl!ﬂgﬂﬁﬂiﬂﬂﬁ;ﬁﬂigﬂ'fluﬂ"ﬁNﬁW LW@‘U‘ﬂﬂﬂ'ﬂNq@iﬂﬂ?ﬂtﬂﬂ%’lﬂﬂizﬂ']‘L!ﬂ’]ﬁ LiNh

= s e Falal g 1 9
FAIDIHAANUNNUUDUNWITDINIY

AnHAFABYBHNATFIU

9! I o= a 4 aaj 9/
ll’]ﬂﬁﬂ']uﬁ@ﬂﬂwqglﬁ]']85i]ﬁi!,ﬂ3Lﬂu1ﬂ@nmﬁﬁﬂ’.ﬂ’]ﬂ?ﬁ1ﬁ@i HUTYDIIT WA TTIUHUUISADY
3 L] 9/ =1 = = o L] T =5 =y =y ey =
deoguudonasiauaskanmsimagd e ldanwsssuiionl §iR manear vionnums

r

v 1 1
$1la 9 wasgudedldumstaiuimy maznesiuaaiudei13lse Tonivin lifilas
= oas i 4 = 02/} @ a9 W ooy '
Ufiaam mshuasgiunils q szdumesgu ldiu dudszdeddasumsilfiaauas 165

=) 1

1 w P d
ﬂ’)rlluﬂ”ﬁWﬂfj’NlﬁlJ@ﬁuLﬁﬂJ@ﬂﬁTUﬁ"]U Llﬁgaﬂ‘ﬂmg‘WlﬁH@UWQWﬁTNﬂJBQMT@ﬁﬁ']Hﬂﬁ@ WIRIg1U
2

¥ 9w -] s A AL 9 g/ 9 =
Wﬂa“lmumiﬁmmlﬂumﬂm‘suax‘lmnmiﬁﬂmimaiﬂnﬂﬂu“lﬂg’s’lmmjmmmuuﬂamuli

o e L 9}
pazansalfidaw ldedagndes

uraafinuazlszNUe NI IU

WM UTUNAINNT 3 Une Al

' ad pmw o

4:51:!1:! [ 3t :{ = S owen -1 Y 1 1 éll
1, asgAiifinndunenif sssuilend§ue vie sSumuassiiTianhinedisroiios
Ry - J Fel (e ' o r
2. esgwiiiinndeyamainemansvielszaumsaiinfeunashf udeidu e
¥
%19

A:iﬂit:i Y o o A o 9 P P 1 =
3. 3JM'ig"mwuﬂmmﬂﬁwmﬁuﬂ“vmmﬂuﬂcwmmﬂunmzﬂwagmumu

]
Lo e ) @

° v d i i g A o A
M3t Iiuunsgu (Standardization) 1HuAFURTAREITUMIAMUA NMTFOTIT N3
aws o = 9/ % 0 ¥ o da.’ A o
Uftaay uarmsdfudsanasgu nsgnumsnanszdesedomsilaiuinas o
= . 3 ' = A westod = as
TiAanALFUAIN (Consistency) Arenamiuaz 151 fUANTuHUBRINY
< o o g 0 < g vy w Y
uililuuiaggiu (Standard Work) g 4aTuADUMTHIOIUNNAAUANHDIRBINULGD
1 3| oY= o o o ey o A oA 9 e o o 1
Jufuitmsuazdrdumaiiauidfigauaziyede Munhgadmiunszuaumsudas

o [ w 1 w & & & {1 9/ =t o @
ATEUIUMTUASTIHIUNWUNIINUATS AU LLﬁ&’LLﬂﬂJFJ\?L"LI‘HU%ﬂnl'iﬂuaﬁﬂfjﬂﬂuﬁﬁl'ﬂ‘ﬁﬂWSLLﬂxﬁﬁlﬂU



30

oy

1 J 9 s a dvd. A g y = ad v
Lﬁﬁ’]uslﬁ'ﬁﬂﬂ'ﬂﬂ \“I1““Lﬂu1ﬂﬁﬁi']uu‘lliﬁ']ﬂNWULW@WT%WQ’]NN?(?J?ﬁﬂugEIQQ'W UUSNNANDINA
¥/

anugalarlunmsififfnrsuasniszan (Workload) vosudazaulimiedeshigadae aiui

= ]

o c;? g o o o = 3/
Wuwws g 1y 1195911059197 (Work Standard) uuueedadt lueunsonldsunlasld
vy = o e = P2 = A ar 9 o 1 w
asanudy Ouiidunngge Ae UMz auiganauLazni o insazAn i luunay Juds
wdouddounasluuielWeunsondaldnssnwanudesnisveagndi Tasezlinisd
[ ! 9 i £l o v = Il T
88106 Wa lRWINIMUARZANLAZYN 9 FIBNTHARTINITORUATUAT Takt Time 14 uaz
EY
FEAUTIUIUTUNIUTENINATEVIUMTHEALBL TEADTUA NIRRT SoUNa1 luNISHER (Cycle
s o 4 - 1 3 5 a o =Y
Time) UaZAIMITANUNAE (Cell Layout) Avnrzeruigananuatin fazdeegmirldfiosan

= 2 { o
ludtmsinunduanasgiunie

v 4
2.3) madariuenmsNasgIHnIsATeuAgMTetes lsing
UAUIIATT AN ATALRSUANIIATTIUNTE D IUNT
v o ¥ Ao = Y Y 4 gy w sy 34
dululd1d masgpuassvslfesnlamhnsz ey e I wilnaunideanis 1y
d A = 3 v 3 = =
aunsoveunudsidenisiu ldedesiada lugaunduds masgprumanaiawazunsgiu
Ed
nszuIUMsAIsguauTAdee T

[5 ' 1 a
1. ﬁ’)ﬂﬂﬂigﬁﬂﬂﬂjmmmQTH’GEHWWL%‘H

q

]
= ]

o o » v w A &
2. igﬂﬂ')l]ﬂu ﬂﬂﬂi’lﬂl‘b’ﬂ Hagﬂ]ﬂy’aﬂ’]Uﬂquﬂ@ﬂqiﬂu 9 ﬂﬂﬂ@giugﬂﬂi$iﬂmms
o ar o
muﬁﬂ‘}Jm

= 3 o

o S o o & g
3, ganTrasalmIueniszinneandugain doeit Must) 71U ee1n ¥R (Prefer) il

9 q

-::lv 3 1 = e - = ] =
msauennerensUfiamsilnauas lilng

1
~

4. Tuwugiuaasteyafimuisaldon1dlavasarnlusl fiRou Taonsldaiwae

U

uazmwnalumsuaasdoyaniinududon
AITAAUNULIATIIU (Standard Sheet) 13 lunTaiiiemldsdadlumsuaawa uoz

AnovsumwsgwIndldfuminauie ipaul §iRammasg i 100 %

gamveunasgiufiriilang
4 4 o 1 g = o w e
wotmademrunasgu Immnsodunuaziin 11914 Taede Avzifniss Towsiail

@ = - ow ety y T 9/ a v 3 =) o as 3/
L. aRAUN Y | HOANAANHMANUVDUNWIBDIUDEA NTIUANITATHITT thﬂJﬂTiél%’Jﬁﬂﬂlﬁ

r o
gaydo 11 Teonlaise Toand
1 T =y a r o -~ -
2. anua lumsdawevanns . mufamgiadotuesgilnsalanas nMsduiuniswda

A A 9 4
e tduny



31

ul 149 51 & o r:lsf =1 T P 1
FANHAUNUIUMIATIITDU : UA1TM “H'ﬂfl!ﬂ"I'Wﬂf’l’ltll'ljuﬂ?ﬂﬁﬂﬂﬁ]ﬂﬂll@ﬁ&ﬂi%ﬂ?ﬁﬂ?i

9

¥ 1
£ L) a I3 = =4

Y o =5 o :
Tudy deiudsseadaanudniuiszdostianasnaeunaoniseon ' 1d

q

9 = 4 -

a 3/ |
4, #¥095ou9INgNMAARY : EWITOHDA KEATIMULINTTIUAUNNLAZUHUMTA DY
o ae F=t s A VoA A g = e o w o
5. mylfiiansiilse@ninmuazidodewniu : YoauasaE su s HaANTa AU
;d‘.Cﬂ 9 1 !
nanw ldodrsiwane
o a o o a S 4 <3 1 1
6. finvzuazuiymaslwomilnanuwdniv . FunmennmsduiieInyldgmaidu
9 o ﬂulhlylj dvlywé‘ ¥ & 4 1 . A My A a
Airgaestauilu Il A einueziy lagaiy wisnnirsauaiuanunizdeToiu anuiedu
Ty nazfinyzANUTDITRONAe

y o o o 3 o o 1
muﬁtﬂummim UM IR UATUADUULAZAIAUNITVDIUADLNTZUIUNITUAS

] r

mslfiansiiede ldngafe Idwinauawsanfendumdanielunssuoums 1d Taodwe

Ll

o o y s 4 as { a
awanmsuiuie 1 ldns s lvavesiidedetuilagiiu uayszifoadosdiuesdlszney
5 w ' . o @ o = g PO @ Iy
d1fiy 3 9619 A0 Takt Time, Srdumsmauiiumasgw vazszduduiniadvosduany
1 = e
JEAMNINTTUIUNIHAATITUNINTE I
1 1 ¥
TuTEUUMIHAAILLAY Takt Time A9 T94MIzAIHEANdOARARINUBATINTHIFOUDS
Y A Vo o A a ° o = A& A g 4 o w_ A 3 ¥
and insldsmaedufeaTinouayfuanganmskia JeioluEesdiyizdeuinlely
] 1 dyaé 9 < r
Aunarfl delszneudtediii
= e . . = = o 4 &/
1. sourian Tun131§IAau (Operation Cycle Time) Ao szozmnwinyunitsanldhl
=y a0 a ] qy =Y A Mo o .
Tumskdanansssnitaiumaluaemsnaanily Taulid1mumands (Production Output) LBy
| o oam . R = @ o o gy cj}
nandlFlum sy fiiRau (Operating Time) Wludsuds lumsdnaseunm lumsdjiaaul
= A‘l (% . R =] qs.f 1 n‘ 1
2. 591781 1UMIHARYBUATEITNT (Machine Cycle Time) Ao @AY “naLy T
= s A o 3 LY 1 g T a8 ) @ o oaa ¥ & 3
whainissinsfeundn Wegdwmiuiuveaiundnl§ianuldaruniiaseuuds
3 1
a s . a’ ot Y
3. souna lumsnaauaenting1u (Operator Cycle Time) A a1 WA uaininauly
LT ] é
T lumsdgianunsunilasoy
b 1
4. 59ua1 IuMINEATI (Total Cycle Time) Ao ANWATAGALIIITINUIUNTENY
A w ¢ o Qr 1
nanfaaiduiegilgnindieanty
ar o { 3 . o i = w o'
5. 63 1MINAANTUNOUGATTY (Bnd-of-Line Rate) Ao dasfinGadudd lnasaninain
AYMIHAR
B} 2 @ P @ a = oW 'd 1 9 o = Fy
6. Takt Time fia oaT1vzdosndanandusioanuuie 1 iu lumulSunnudesms
a o o ANy o 2 4 o o o o A g9
Fudmosgnd vandunanldnamsdwsadaaduidmuaiansvoemndniold
1 k3
arnsandaldauns vavesdidedovesgnd
v g o . = '
7. Pitch A9 m3dSviwannssylumaur I ua Takt Time Favzaeldanlu

] v ] ¥
anmlfiRnmuiuansavaldsiFevinntdiy



32

] o . s a y ' 1 a

MIATNAUARAIYNIHTA (Line Balancing) fin n1sfmrenion1 luuaazaiensmin
Z ¥ o 4 - A gy a gy ' ) v
YU szdoaliauanunaudarauisansznvaio ldmnisondaldass0iuan Take Time 18

b = 1 a @ ! 1 14
msaeaugamsuanszaeilsziuldd auauynauszgaldauedramanzeay lifine
3
i = a % 9o @ 1 -] =
711997 (dle Time) vy vazfulszsuldhwinouuaue: lddeavinauuadu laddqe
g Y F=Y 3 Y 1 a:iy
FunsuielRussgmatanuay Full Work) it taliasagil Md el
5
a o 3 @
1. &3 1aumUAINTZUIUNT (Process Map) YBSE1ON1THEA W3 ONNITEYT0URA1 UMY
=% o ) 1 3 3/ kY 3} Ey LY
waailagiiuvesmsl§iiansudazya Iidsudraiamsaasdoyavesaniuzaglu (Table
of State Data)
ar 4 =]

2, f’f%)mmuﬂ’lwuﬁmmmﬁuaammwuﬂam (Operator Balance Chart) Lﬁmmﬂﬂﬁ’mu
¥ o
Yoyavesaniuilagiiu

3. Maninnuwinauidesns Taeldgasao i

TotalCycleTime
TaktTime

$ruuwiinaundoans -

4, windeynvesaniuzidoens Id s nveumumnLaanNaugaveInInIIY

daruzTuilaqiiu AnULNgiasns

70
60
501
40-
30
20-
10

gﬂﬁ 2.3 Line Balance Chart



33

2.4) 3§msﬂﬁﬁ’ﬁam (Work Instruction)

ey =

os o & 1 o aren . o =4
aﬁﬂgummmaﬂuwaﬂgumm (Work  Instruction) 1051082100 ¥0IN15

I = '

A es o v Yo a wa qu o) =) - 1
ﬂau@ﬁ’]ulﬂﬂ’lﬁ@ﬂiﬁﬁﬁﬂﬁﬂW'ﬁUNﬂﬂfﬂUﬁﬂﬂ’liﬂaﬂﬁﬁ’luuUﬂ Lﬂui’]ﬂﬂglﬂﬂﬂ‘ﬂﬂﬁﬁqu”ﬂqw

U
'

¥/ o =N i
211305391 Procedure 14 1110991092119 Procedure finwazidoaunmin ldau liewise
3 3 w o : 3’ o3 @
WuamINvestuneumstany luiadedoniun uazdiontousnmnduwenmsedy 2

@ Y og A o wa | Ao F = we [ =
uagsedu 3 4 AdleTAdUuRvulienasvinswily wazawnsod Il §ifouldedd

o . T ] = & o w o : I {
Uszd@ndnm duanarennmsdeugiionanmunuaug Jadniaiiiesdie Ndeniugy

y q

]
[

F 1
T wardeansdjidnueglugiioauier hldiTesdwgnaten Fedldgnuestly

Y] ]

& r
ed ar ogies 1

(= ' = E1Py r= v 9/ - 1
ONNIAND ﬁﬂ’m’Jﬂ%ﬁﬂﬂlﬂﬂbl’aﬂ‘iﬁlﬂﬂmwaﬁ"[uﬂﬂu mayamsﬂgmmumm i]x‘lllllﬁuﬂif]

U

7=

Asza1e 1l AeSe

27
-t
=
fam )]
€

¥ 4
M3ALY Work Instruction  Wunsmumitdefez@eulddanu  Tavgein
A 3 oy = , A 3 d
Procedure  MiA8I¥0931ABIN15108Y Work  Instruction 1o 1Wiis1nazBenvervnuuas

¥ a A 3/ . = Y| o orm < g w
HOANNDINL Procedure “114!5@&%1!1& iu Work Instruction ﬂ?ﬁﬁ]‘ﬁlﬂﬂﬁl'ﬁﬂ?ﬁﬂgﬂﬁﬂ?ﬂiﬂﬂﬁ?ﬂﬂ

o = 1

3 = = -~ Y 9/ A Y o

dunoulavaziden Tasdriladeguaimaundesns onldglamdssneuieliimuainms

o Y o 2 o & ¥ @ & a 49 ¥ 9 . o

M lddanuiu maduiudosatuiindenssulefl¥on 131y Work Instruction ue nag
é‘l o o R . 9 A = = o [y

sry¥ensenuuauiuinly Work Instruction @28 1le@swaTanisi linuniudy

g fiRaunerdSulyaud leldmmeay vesFumanoslfiiomidounnios udniwndlvou

A1NIDNVANGUADBULIZAIUANMSHER [Aad 1 aoatouaz isednEam

re o i =} . o =
0 Procedure 11318 uA090 Work Instruction 113095ulus1eazBomaus 1
1 ¥
aa g . I o arey . Y 1
Unatenlil Work  Instruction  Tuarundluainl §i@n s (Operation)  1119% 13U Work
. o A @ t4 1 = g ] o era
Instruction luniTMmianuazaInIodniuarglnsslmwizedsndaanisIidnisdfiaanu

' ¥ [
pdngndosainduenna afaniinmsl{iia
=8
2.5) MIAnuIIM

ar o o o ¥ =
ﬂ']iﬁﬂBH'JﬁW “HiJ'IfJ‘SQ TN, NITIVLIAN LLﬁgﬂ']ﬁiJucﬁﬂ “V]'}Iﬂﬁlﬂ"lﬁﬁl‘]iu"IWﬂ"l

Y 2 [ Y | A v § a
TUIDVDNIATNNIU IDTTINTIU NIBTATAIVEOD LAFLEIN1TD mﬁld@ﬂgummgmzm%wm

@ T ° 1 qﬁj o <3| ¥
Iﬂﬁlﬂﬁ%m’mﬂuﬂf’.}\imﬂ’l"lxﬂu S\J@ﬂllﬂﬁﬁis‘]uﬂ@uﬂ15w1\3114!:ﬂuﬂu



¥

34

d =2
agUszasnveImsanmnm

W MumIm IR 1w vR1ede Matmuaa s giurenaigeduialdlums
Anuanaiauuaz SuIuwingy

4 g 2 [ o | [ o ) g
Lﬁ@ﬂuﬂ1ﬂf§ﬁ1ﬁ1ﬁ5ﬂﬂ1§ﬂ1 KAIZEN i'ﬂllﬂllﬂ'liﬂ']ﬁuﬂﬂiu‘]mﬂ'IULlﬁgsUUWE)uﬂ']i

2.
] = 3/ - =% o g g = o o 3/,
Mungnded denuneds n5ihdyniuii KAIZEN 59unaisiddudunsunts
-] Y o
MU tiTamu
oy _F
IEnmsduna

1.

o A =) [
unzilnaTeslo lumssunm
= s L | =) o Y A ELL B 3 = =
wikniunat Tuilegiiu Suiniduoamaewuyiiden1d ldhezduuuy 60 Tui
= an 4 1ol 0 _q Vg YA s o
wuuAeN (1/100) nuudsasauasuyuowidon uaiuuzild13e wiknTunal
wudsneafddnavnaioy vaznoufviundmuldiunanisiiandeah
w Y 3 = 1
ANuAUASAURHIN T IUaYe NN uReNDY
dd‘ =i
pITMULLVIRNHUNTEA Y
ONTINITANYIIAT

AuADLAZESAL

) =

A = 10 @ 3/ Y A = A P Y a PR
INTDINAIAY LliJﬂjlﬂuﬁﬂﬁﬁl‘ﬁmiaﬂﬂﬂiﬂﬂlﬂuﬂﬂﬂﬁﬁuﬂmﬂmﬂu AITEADNATDINALAUNL

] @r 1 ¥ 3 1 1 1
VUIRANDTUAIT YOIAWUGVDTUIY uas:mmaa%’f&m“lﬂemaﬂamzmm

o [ a ar o
G]’ILLWLNEH‘HTUﬁﬁﬂm@lﬂﬁmﬁﬂmnm

3 3 a 1A o 124 a LY P=3
ﬁl@\‘ilﬂuﬂ'ﬂmuQ"If]‘l]fﬂ‘ﬁ]ﬂﬂleLﬁ$UliJiJWNﬂﬂ’IULQJ']M']ﬂﬂ"II’J"I\“Inlu"lJﬂ!%ﬁﬂ‘HWL')ﬁ']

¥ 3 o oA W o o 9} -y A 0 1
ﬂ@ﬁlﬂﬂﬂ’luﬁu\11’1ﬁ']i.l’]iﬂﬁ\?lﬂﬂﬂq‘iﬂﬁtﬂjuﬂlﬂﬁwuﬂﬁqu“lﬂiﬂﬂﬂﬂ@ﬂ HIARDAUADN ALY

2.
= o A Ay v Y =g @ =
fewsodunaniandou nivesde 18 nazlunrensdidesduianldluynefaniu
WINUAY
1 ¥
3. AumdavennEndung minshukdanimiunaiianudiAguin (oannig
[ A A o o &2 1 3 Y T [ A ¥ as ) o
wiRnay s dsdnegiudesegluszaument o ldmusaiunatldaseiy
nsilfiAnuITaNniiga
YUADUVBINTFDUNIA

L.

T
o ol

o ar o a o we 1 T = Y ar 4 { @ -4
FunaminnuiddalfiRouegodalndde IWdunamantsuivesminauiidias

3
@ w A =

b 3’
o oaa o o R o w
ﬂgﬂﬁqqu“ﬁqﬂﬁ"lﬂ 9 ATY UDgyInalueal ﬂ?ﬁﬂuﬂﬂlﬁ@ﬁ“iﬁ%ﬁ?ﬂum@@QWUS'J‘JJQQ

4 a A

w : \ @ ¥ o 2 2
Snvaziruvsunieainsuasintosionld uenuinil avsdmuagaiFudulunilsou

U NAAE MIAMUA OPERATION BASE 182 STARTING POINT



35

Q = o o [} 'o [ 1 y 9/ 1 oy
Mimsinsizimsiauluduiidiadinmiag oz Wdawrsouendsyam 1duiy
[=1 I
YA (Work Unit) Ifigsaesauyn niodudiusznouvesat (Work Elements) 11
1 o [ I 4 Qs =y I~ W o qr
FENNNTRIUAT 9 Arariioadu n1sidu taznsse o1enaaduiideddyvas
KAIZEN 1§ 3edaaldmsasaeaouiitinnnuiuig
ar Al = ar 9}4:2 1 1 = I
MNALHUALAZNITAABUNUDINUNNY AR dIua1vewenaTNMIfnEIIal e
@ 1 3 £ o @ d‘l :i & Ao w o ey o
urNAInaNIINIiL Seihmstuinmamdeuivesminaunmda jianulunilsou
=] Q’ [:3 Q‘J =TS -] A
71591974 (51910 PIumIinuIunssiainauiuedruysanissouns
RIUANAIAL
a e o & 4 1 o - o . &
Yuinnswazieaveuiionaulunilasenam ladeyaiuaty (1) Jig / ginselzy /
3 ¥ .:g} 1 1 @ o W ) : ¥ ¥ b4 4
FUIN (2) FoFudruozlva (3) msdadiaunisvinau iioldaiuisndilaldsds
3
590157

natuEmdnmMuiifos ity

' o
= T !

=4 = o o w A Aq @
anudana luwiimiunauiliedugaudasyeumsiiau uagdufinnaild ldasly
vnpefuludufidvua sazdsideiunaimsden fuvgauiiniunar Jase
yooa . 4 M 2 i % s
TduimdonarihouldGes 9 aunseis (1) droudmuaaieauysel uay
a o = a = 3 o o Ao [
wiineundu lingumshianudnasa () drouauseumsiaundudusuaia

7 d‘l 3 o Qs g ¥ dll
auysal Ao ldmmsnhmitunar Idededeios



36

&i =) = W
UM 3 NeazipgamsUinau
3.1 NSl una

A15199 3.1 ueumstracm

szaziaa vy (filai)

wdiaou
1({21314|5(6|7]|8]|9|10(11]12(13|14]|15(16

1. Process & Quality Traning

2. Work Shop M/C—1-ZC

3. Work Shop M/C—2/3-LNC

4. Work Shop M/C—4-KM

P2

A

P

A

P

A

=]

A
5. Work Shop M/C—5-ZR P

A
6. Work Shop M/C—6-HQI P

A
7. Work Shop M/C—9-LNC P

A

e

8. Work Shop M/C—10-GUY P /m

A

7

9. Work Shop M/C—11-ZD P Z

A _
10. Work Shop M/C—12-K P %

A

7

11, Work Shop M/C—Sub-Assy P 'é

A
12. Final Report & Power Point P
Presentation A

fgdnwal P Aa wrunsUfidouingty 7

A Aa maUfidenuaie



a a
3.2 ADBINIZVIUMINANTUAIN Shaft, RR / Axle

Incoming
(Steel
Round Bar

—>

Air Cooling

J

Shot
Blasting

Centering
(1-ZC)

Grinding
(10-GUY)

J

Drilling
(11-ZD)

Storang

—

Hot Forging

Surface
Treatment

Storage

e

Material
platform

—

Upsetting

Cold
Extrusion

Packing

G

Shot Blasting

J

Chamfering

I

Straightening

Inside Fult
Inspection

5U 3.1 Flow Process Chart (Forging Line)

Turning
(2-LNC)

—

Turning
{3-LNC)

Crack
Checking
(12-K)

—>

Turning
{3-LNC)

—

Straightening(
8-PHS)

Part Assy
Bolt -Hub

—>

Inspection
(4-KM)

U

Tempering
(7-HTL)

i

Packing

51t 3.2 Flow Process Chart (Machining Line)

37

Cold drawing

U

Shearing

Final
Shearing

U

Water
Cooling

Serration
Forming
(5-ZR)

U

Hardening

(6-HQI)

Storage




3.3 NSTUIUMIHAATIINNIIANEI1Y9Y MACHINING LINE
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5). Hardening (6-HQI)
1. MIMIANIITNITRINUYBUATDIINT

2. UM IMOUUAATBIINT

5101 3.7 n3gVIUM3T Hardening (6-HQI)

6). Tempering (7-HTL)
1. ¥1m5AnY1IT ML AT 09iNg

2 ﬁuﬁﬂnﬂ1ﬂWiﬁWQWH%ﬂQLﬂgﬂQ%ﬂ‘i

71/713.8 NIZUIUMT Tempering (7-HTL)

40
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9). Grinding (10-GUY)
1. MMIANEIIENTNINUYDUATBITNT

2. UANINMIN UV UATBIINT

10). Drilling (11-ZD)
o ey o e!'! ar
1. MIMSANHIIBAITHINUYDAUATOITNS
2. TfnaINIMNUYeUnT 89903
3. MNSANEIITMTNINUYDAAT DI ATAVWINIIU

4. UM It NuUBINina Y

517 3.12 ATV Drilling (11-ZD)
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11). Crack Checking (12-K)
1. fmsandsmsiauveunieding
2. TufianamsThanveuniodng
3. fmsanETIEmMsThausunsesdnsfuminam

4. TunnraInsiaueantinay

319 3.13  N32UIUMI Crack Checking (12-K)

12). Part Ass’y Hub Bolt
1. fnsfnuiimsieuveuniosins
2. Tufinnmnsianeeunsoeins
3. MmsAnEIIEMsTOuYeunsesinsFumTnY

4, TufnaIN s MU BIningIu

5191 3.14 N3¥UIUNT Part Ass’y Hub Bolt



13). Packing
1. MNIANIITNMTHUUDINIT NI

2. uNnnaIM NN NI

31N 3.15 AIEVIUMT Packing
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1-ZC 2-LNC 3-LNC 4- KM
Centering :> Turning ::> Turning l_;Jl> Inspection

8-HPS 7-HTL 6-HQI 5-ZR
Serration
Straightening <:| Tempering <—_—| Hardening <—_—-’ Forming

9-LNC 10-GUY 11-Z2D 12-K

— > ) | chea
Turning Grinding Drilling Checking
Part Assy

Packing Bolt -

Hub

gﬂ“ﬁ 4.1 Process Flow chart for Machining line
= aungNnANYINIZUIU Machine

Y . T . ] Ly = oansy
Wi 1n lunszUIUMT Machine Tudnaoaiio line mspandalindnaulfliaau
$19u 4 au nmisdanamsdfiFveswinaunuinalumsiaugyds lilidesan
M35013099n5 391411 ANN1T Motion and Time Study WM IMAaDA luuaziliuilgs
A 1 ¥ o [ S g et a a d A
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1119991nA52UIUAY5 1Y Machine LINE G 1015 RUN  SETUP(MODEL)

e

A ' 3 & -
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i
[V Y

o 1ed - o o as =
IR lifouidunasgu SeihmsilSudgamanialdenn dadu

o o
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SOMEDON GROLE

Man-Machine Chart Study for Machining E-Line

Record By:
Date:

Miss. Chiraporn P.

Time:

10.00 am. - 14.00 pm. |

Part Name: Shaft Sub-Assy, RR Axle Part No. 42301-0K040 Model: 272W

16-05-2008

ansarduau 5156
(Cycle No.1j
=
1
|
|
T
] 51.59)
14 snap gauge nsRsay @
LyhoR)
i inspection Jig vAaifadT
S L)
mark 3
14 Plug gauge Rasayy
(Go/NOT )
— Wrfuanuaed conveyer
— infusmuinatos 12K
. — Fathmsuudindn
sy | o o 740 -
{Cycle No. 2) — viamienRaEausanim
= = EL]
— (740}
—— ifia spline TRolt Bevil Gear
R4
kG —_—
= snfueruapnindustu
o2 — Asuuuimén
e — anaEay @
— e — 11 snap gauge AmARIINLTY
O] - E— ] nfuoounTdy, adndmnifau
4418 —— — T
14 snap gauge AT13RaL @ 353 ]
3 dumie ) 1 =]
1% inspection jig tAR1GAd — F—1
e PCD wizn ——— —
R — ——sznau Gasket, Deflector, Bolt-Hub)|
mark § 3.60 — —
= —]
1 Plug gauge ATadaus e 1 = z
(Go/NC : — 4875 — — wfunuaanuasiuaiae KB
1 ) ; == e — ysudAuinndaafuoiuneily start A2
Wi conveyer 19 1 — .
==} urfiuenmdnatas 12-K — — — | ass
] mark 38 |
vimmaEune 5158 =1 L — — - 14.78
1  (CycleNe.3) - ——  vntsemsdousasin i — 185 IR
e ERiE 3257 6 Sk
—_— —_ B — Wrfuovld palist N
: — 115063
— viin spline TAeld Bevi Gear — — — [ 14 7 |
== E— ST — —
E) O 33.46 — —— p—] b— E—
"~ 1} wrfusupahefuaty — o= o — R
==} —1 515 —] — 1
= Em— — === = —1
— 1 | seduuuivdn 481 R = —
— — — 51.59) — —
] — | —) T an3gay @ 11 —
e fF— —\ — i shap gauge ATIRATINOTY 1.98 Rl — Leal
—] I— — ] wfuouneuutds, ndndudan | Lo, — 3678 —
N 5158 T — A ]
| 3 T — — ) ‘ —
I —— —— 1s=nau Gasket, Deflector, Bolt-Hub| 13.21 —
=1 — — 5156} l:
] —— — — — ihfusuaanusinates 187
] — w Rl m— — vrusuTondarduoy,naily start 125
1] 1] ==
==} —] mark 38 8.83
| vi‘\{r\é\::l‘l;f:l:’]w —  — —] wimsda 1478
— 3 1257 —— wuoild paliet an
— ESRE | E—
— — i i
= = = \ =
== —
| — E==]
3 3650 ]
[frer] Wo 3678
| Line Balance Chart
MMA! 60.00 =)
Working Time (sec) Idie Time (sec) Cycle Time (sec). Utilization Percentage Y e .
1A3ag 11-ZD 51.56 0.00 51.56 100.0%
= L7 40.00
Operator 1 (padna) 18.10 33.46 51.56 35.0% g
0, o
Operator 2 (3¥n1l) 12.93 38.63 51.56 25.0% 22000
v
widay 12-K 7.40 44.16 51.56 14.0% Sl 15.06 1478
0,
ey DL AL TR TRRE T o) 4.81 46.75 51.56 9.0% . e 7
QOperator 3 (fuua) 18.99 32.57 51.56 37.0% .
o
Operator 4 (31731) 15.06 36.50 51.56 29.0% | 0.00 PR TR e e
\widag Bolt Press M/C 14.78 36.78 51.56 29.0% |

jﬂﬁ 4.2 Man Machine

Chart E-Line

o



Man-Machine Chart Study for Machining F-Line Re Miss. Chirapomn P.
Part Name: Shaft Sub-Assy, RR Axle Part No. 42301-0K010 Model: 272W 21-05-2008 Time: 19,00 am. - 14.40 pm.
Wamaiarsfiuary 49.98
(Cycle No. 1)
45.38)
14 snap gauge an3may @] 799
3 s
755
=l 14 plug gauge n3Raug 277 Y
(GOINOT)
{13.36;
14 Inspection Jig 1fatfiad 349
PCD (1655
= 613
Mark §
viimmanzfuey 4598 2 55}
(Cycle No.2) g Tinef sonveyer 262
195 Fm: 3
- = ihfusudedag
—— N
——  Sethomauwividn
= 7.45
lﬁ%ﬂ\“’!'\ﬂ'\ﬂ.‘ﬁﬂﬁiﬂh'l
Pl == in 2
4
= = fim spline TanTd
Bevil Gear
1 wususpnhofuaty
“ssh — — —1 suetasdn e
(- —— Fuminn 2885
i snap gauge AmARY D] oo Eo— = — aTAdaL & A2
3 fiuuia I — 1 msaTusdauwu Tanld 222
—1 m— =] snap gauge N
S ] 1T andununeuutas, aane 242
— 4253 — =] auduau e
i plug gauge AmRAIYI — === N B 1
(GOMQT) . M 23— — —
e 1iznay Gasket, Deflectar uRY 831
i Inspection Jig 1Raufias 349 1 =] — Bolt-Hub
=] — T (1872
Mark § 613 e P— — \ Urfusuan-id wias
— —] — }——— Hanfuey, A start
vhmmnsuee 4098 et 'S 4612 — r
——1 — - = |
{Gycte Ha:3) LI conveyer 262 woss | ] —] — eT]
| = indusninatas 229 wosm 1  S— — j .
| — o= thifusld pallet adaevihnidin | '
—  feosssssimin 3 — — B
wiaevhmsdrsarin 745 — bV4 3328 — N |
—] b 414 — = ] 55
{1456
¢ 2438 ]  T— :
| E—— 1A spline Taold = | —1 — 1 s
i Bevl Gear a8 — | — = —
1 wduvnhadusts 427 — — =] B E—
Eu s usty -
e — I tivuatasdng R e
B | sunuwimdn A (4958 h sy T —
— 1 RIIREIY @ 177 ] —
— f— — ATAsaziauMIy Tanld 222 — sl
S L — snap gauge — W R
I — T afueunouulaz, ndndy 242 — ==2
_ — s — — (davfue — —
ko 3231 p— — — [
== 1 [ usznau Gasket, Deflector uas 0di "
== Bolt-Hub ! —
B ] =] LK —
—_ i —1 L] — Wfuauaan-iii wiae 175
"  — == fe—] —1 Hoafuey, nA start 1.57
inaatefuiu == = =
(Cycle No. 4) “3 — — KN e o e
— | — B — Mark 33 5.82
I 1 fe=—ul Uriweuld paliet 277 wiaavinnIdn
— 0 TS —
=] byl 827
P 3542
==
I I —
Line Balance Chart
MMARY - - ]
Working Time (sec) Idle Time (sec) Cycle Time (sec) Utilization Percentage
w¥as 11-2D 49.98 0.00 49.98 100.0%
Qperator 1 (adn) 25.60 24.38 49.98 51.0% |z |
Operator 2 (g¥uil) 13.53 36.45 49.98 27.0% 5 Hﬁ
|
wae 12K 7.45 42.53 49.98 15.0% .
wiasdnEuuungn 3.86 46.12 49.98 8.0% ‘
|
Operator 3 (g&%a) 15.72 34.26 49.98 31.0% = ]
Operator 4 (&A1) 1171 38.27 49.98 23.0% | :
| wifua 114 uart (g o 2 (P9 e 12 wiodamshndn e riord sy oidas s b s
1¥aq Bolt Press M/C 14.56 35.42 49.98 29.0% . 2 _ paE e . i - ‘

3ﬂﬁ 4.3 Man Machine Chart F-Line
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Man-Machine Chart Study for Machining G-Line Record By: Miss. Chiraporn P.

Date: Time:
Part Name: Shaft Sub-Assy, RR Axle Part No. 42301-0K030 Model: 272W 10.00 am. - 13.00 pm.
t =
1 = = - I -
T
viipmanefuaiu (Cycle|  53.31
No.1)
1
(B3
i snap gauge Ry @3 —]
o 14 piug gauge ATIIARLY —
(GO/NOT)
B s
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PCO pam 1
Mark 3
urfusTued canveyer T !
—] fuuEa T
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=1 . ® 423 | 1
ages || i Bue gy fuats | l 1
— 4 [ | 1534 | |
= | 1  swaisadwavmnivdn A T |
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7 P | -] =i ArasszuztauMTL TAoTE snap gauge ili !
== ) — wue e Tdz, sdndnfoutiuny :i: T
— — A w2z —]
W snap gauge armay 83 37.97 [ |
— At a2t i ‘
senau Gasket, Deflector uy | 13.90
i Bokt-Hub
14 ph TEEELA
P o, e —]
i Inspection Jig (Hadast 317 — = = 2089 I
= PCD === - 1
= = 3 infusuaan-iin wWia ]
Maric § 3.64 — = Soafuai, na start -
urfuatuied conveyer 225 53313 = 3
A — W wEweatas 185 Mark 3&
| — Smbssuimin 345 | )
mmnnefui Oyle) 5331 | whaavhmadasavin 7.09 | Wndfuanl pallet wasviimisia
No.3) —
= | —— 4 363
— [ \#spline Tauls Bevil Gear | 217 |
==} | |
/ mes [ wfwmmhodusty | 42 p— 1
I  Eo— I RN |
:u--— == == Wwatovdwauimuiivdn | 424 e ‘
[: — — 5237 | {
E =] il aTAdaL § | |
| — — !
‘ — — amrenstaounay Tanld snap gauge 3 |
—= et = ] inuuenutas, wdndalautuvon
e | — h w2 [ = A
1 3797 — / 5= |
=] —]  ir:nau Gasket, Deflector uaz
S | alt-Hub
— E mas
‘,_i W 85 Wifiuesaan-iin wiaa 276
== ——| E— — &arfiuay, na start 1.49 (53.31)
== i Mark 38 533
| : 1636
LG = Cycl | =] — Wnfuauld paliet 354 alaniinida
1n1m1NQ\j)w (Cycle|  gaa4 | \ .
Az
[ A =
1 | N ‘ 3585
Line Balance Chart
SUMMARY 6000 ) .
50.00 — -
Working Time (sec) | Idle Time (sec) Cycle Time (sec) Utilization Percentage
1 1 40.00 +
wwiav 11-ZD 53.31 | 0.00 53.31 100.0%
1 - .
Operator 1 (judtas) 17.65 ; 3566 53.31 33.0% § -
- o, £ |
Operator 2 (1sedus) 15.34 | 37.97 53.31 29.0% 5
1 wiag 12K 7.09 [ 46.22 53.31 13.0% 20,00 1 :
i P = R | <
| wBavdesuuwimdn 4.24 49.07 53.31 8.0% | 1000
| Q
Qperator 3 (waa1) 20.89 | 32.42 53.31 39.0% | 7
Operator 4 (ay¥ani) 14.12 39.19 53.31 26.0% ! L S I I T Oparser3 (o) Openstor 4 (owtend] il bk Prce MIC
4 9
\A3a3 Bolt Press M/C 16.36 36.95 53.31 31.0% {

4fi 4.4 Man Machine Chart G-Line
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Idea 1 —dm Operator 1 aan 1nali Operator 3 viruludiuasmuasiiianvin uasvitnulugiunas Operator 1 6178 Tanfimsandudunaunisvinoruluil srufiucufniueias 11-2D uduszgaandag
Tau conveyer undoaaiag 12-K

Man-Machine Chart Study for Machining E-Line

Part Name: Shaft Sub-Assy, RR Axle Part No. 42301-0K040 Model: 272W

Record BY: \iss, Chiraporn P.
Date: 16.p5-2008

Time: 10.00 am.-14.00 pm.

T
1 1
1 t
. 51.56 i
iy
15153) -
drfugrudniatag 12-K 206
Sahumsuudindn 244
F—1 wnsenagavsanin
fin spline Tarld Bevil Gear
03
wrdfusrusulinfustin
— 481
| aesuuwimin
;: PYIN -
wimnasiuey 51.56
}: % 14 snap gauge ANRA2Y @ 3 duuwi 353
Sie — ———i Amsszozi-dasuniu Taol snap gauge 1.88
BN B — — 14 inspection jig \auiasn PCD 3.24
b :_;7 —
— % 14Pug gaugs amadauy (G / NOT ) 582
— — — mark § 3.60
—— 1 udweurwuuiss, rénfidauduau 270
4875
 —— B¢ —
B158 E—
i 429 12-K .06 . o] 1321
DRI s — sznau Gasket, Defisctor, Balt-Hub =
Sadinwauwimdn 2.44 =
MR adauTasin 7.40 — =
4.96 z
] indusmuanawaniuatas
—1 = _ VinAuTondardunu,natly start
1fim spline Tmul Bevil Gear 308 — —_
thfusuyutha fuaiy 535 | E— — mark 38
1478
Yinisda
graamnuuivin urfhueruld pallet
VA dua 5158 —] — 14
e = —1 11 snap gauge Aamaday P 3 duvis
— 1 ———1  amasteni-sasuniu Tauld snap gauge —
] N S8 [y 1 Inspection Jig vRavias PCD PH—
3 <X-r O — 1 =] )
— — — i Plug gauge aTa3&aus (Ge / NOT ) vt
— e — 36.50 —_—
— — mark 3 3 | —
1 wrfuemneuuiss, nanddautuau )‘7‘— v e) we
s Loy — | e
i81 88y —4
sznay Gasket, Defisctor, Bolt-Hub =
— — thfusuaanuasninaia =—H
— 1 Buéuiondontuo,nmyy start 4 565
17.48 mark 3a
e ——r1 vhavsde ] 1478
E— wniueutd paliet
T wanmanzuo 51.56
3
b ¢ 3678
[
|
| |
T |
I
SUMMARY T Line Balance Chart
Working Time (sec) Idle Time (sec) Cycle Time (sec) Utilization Percentage - ) i
o
wasay 11-ZD 51.56 0.00 51.56 100.0% 51.56
50.00 — o
o
Operator 2 17.89 33.67 51.56 35.0% -
o 0, =
aing 12-K 7.40 44.16 51.56 14.0% % w
I ; = z =
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e 830 ¢ ¥ PRI
(5331 —— —
oo e b
MMARY Line Balance Chart
Working Time (sec) _Idle Time (sec) Cycle Time (sec) Utilization Percentage w000 T _ =
| wi3ag 11-2D 53.31 0.00 53.31 100.0%
| 0
Operator 1 17.65 38.66 53.31 33.0%
Operator 2 15.34 37.97 53.31 29.0%
widay 12K 7.09 46.22 53.31 13.0%
P — g
wiasdno uNLANAD 4.24 49.07 53.31 8.0%
Operator4 35.01 18.30 53.31 66.0%
| inles 1120 1 o 12K L A ‘Tparsiors inler S Prens MG
tiae Bolt Press M/C 16.36 36.95 53.31 , 31.0% | - b

U7 4.13 tuamalumsd$ud§afl 3 (Machining G - Line)
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d = ]
4.2 ?uﬂ‘nwwamﬁﬁﬂmnmmmgm Machining Line (1394 11- ZD —12-K)
= ) s . 1 =
PINADBAIANHUINTININTTIUG 1Y T Machining Line Glumwumﬁwswmmm
A = . w & & . o .
(1n79311-Z2D Iuaq Packing )mﬁwummmumﬁu 4 A4 "]Ni]'lﬂﬂ"l'ﬁ?’fﬂ‘kﬂnﬁﬂuﬂ’]ﬁTI'NWLIE’H‘E‘J3
o '
winuaazauudmuarlumsiiauveswiinauiuiiriamideau 1991 Man
. 3 =1 ' o a 051‘ =1 1 r
Machine Chart LLﬂ'J‘i]&?’T‘H'J']GLHﬂ']iVI'N"Iu‘Uf’NWHﬂ\T]uﬁH 3Jﬂ']§f)”|N’l‘L.!L‘WﬁWx'ﬂﬂ%ﬁ@ﬂ‘iﬂﬂﬂﬂ!ﬂfﬂ
NAT0999591973 (19504 11-ZD)  Laz1INMIRIUIM Utilization Percentage UDIWINITLIWUNT
¢ 3 o =4 = a r s . A & A an .
ediruddasinSauieuiua Utilization Percentage ¥93A303 11-ZD %91A1 Utilization
v o =2 qY . . ¥ v oA a o
Percentage = 100 % FarnT199 191 anM15 Line Balancing W lsnesielunsinsiziuas
o =y 9. @ o . : T
Ufuganszuauniswin 18finsdai Line Balance Chart tBANY19IU511115005291091

2 o 9
w7521 18 181114

=) 7, -~ o @ dv
HA9IANTTUATIZH Line Balance Chart  Fuan 19 umsU5utiye 3 uomia Aafl
1. @n Operator 1 880 lav1e Operator 3 1AM ludveIaoIAN1TA waz
Ufuaulud1uve9 Operator 1 A28 Tasinisirdutuasunisiiem vy @eansluy Man
¥ ] 3 ¥
. 1 = 1 w @ < w @
Machine Chart) lud@iuvesdunuizdandunsse 12-K Wn 9219 conveyer 1Hudldudas
F
FUNY
@ 9 Ny 1 ;:{ o oardy
2. 9 Operator 1 800 1au1H Operator 3 Ut IUTIMIDIALBD IS 1R
usj = I~ 2 wes
#nun151U5¥N0Y Gasket, Deflector, Bolt-Hub 111 aztaou1e Operator 4 1iudfiidunu
1 z;v Py T o : 3 o
(uermaly Man Machine Chart) Tud@mvosuanunsgaandunsod 12-K Wu 9314 conveyer 111
¥ r
TRUFHIFUNUB RSN ULUININNTUTD 9 1
w 3 o ey 1 = a o
3. @9 Operator 3 800 LAyl Operator 4  UFIRNUIUTIMVOMMB NI TR

ezl iR udaIuueg Operator 3 #90 (araelu Man Machine Chart)

MSAIMIM Utilization Percentage VoW INamyilsurlganazunams

WorkingTime <100

Utilization Percentage = :
CycleTime
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uImMamsilsulyan 1

® 11981090 Utilization Percentage (11019m515 115391 1 d1115U Machining E -Line)

17.89sec
Operator 2 ; Utilization Percentage = ——— x 100 = 35 %
51.56sec
34.08sec :
Operator 3 ; Utilization Percentage = —————x 100 = 66 %
51.56sec
15.06sec
Operator 4 ; Utilization Percentage = ————— x100 = 29%
51.56sec

" P15AIUIY Utilization Percentage (U17M19M31U501590 1 #1971 Machining F- Line)

17.67sec

Operator 2 ; Utilization Percentage = ————x 100 = 35%

9.98sec -

36.93sec

Operator 3 ;  Utilization Percentage = ————x 100 = 74 %
49.98sec
11.71sec

Operator 4 ; Utilization Percentage = —————x 100 = 23%
49.98sec

" 715619 Utilization Percentage (meﬂﬁmiﬂg Uﬂ‘g\‘lﬁ 1 A5y Machining G- Line)

15.34sec

Operator 2 ; Utilization Percentage = ————x 100 = 29%
53.31sec
33.70sec

Operator 3 ; Utilization Percentage = ——x 100 = 63 %
53.31sec
14.12sec

Operator 4 ; Utilization Percentage = ———x 100 = 26%

53.31sec
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uanramsdiulgen 2

" 115149 Utilization Percentage (UHIN19M31T01599 2 #9151 Machining E- Line)

e 17.89sec

Operator 2 ;  Utilization Percentage = ————x 100 = 35%
51.56sec
20.87sec

Operator 3 ; Utilization Percentage = —————x100 = 40%
51.56sec
L 28.27sec

Operator 4 ; Utilization Percentage = ———X = 55%
51.56sec

" /15149 Utilization Percentage (LL‘L!’.JWNﬂ”I'i‘IJ%J‘LI“lJtiﬁ 2 15U Machining F -Line)

. 17.67sec

Operator 2 ;  Utilization Percentage = ——x 100 = 35%
49.98sec
e 27.62sec

Operator 3 ;  Utilization Percentage = ———— x100 = 55%
49.98sec
21.02sec

Operator 4 ; Utilization Percentage = —————x 100 = 42%
49.98sec

" 13RI Utilization Percentage (LUN19M13 1511l 3991 2 #1450 Machining G- Line)

15.34sec

Operator 2 ; Utilization Percentage = ——————— x100 = 29%
53.31sec

Operator 3 ;  Utilization Percentage = 19.80sec x100 = 37%
53.31sec

Operator4 ; Utilization Percentage = 28.02sec x100 = 353%

53.31sec
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uImImsdFuilyen 3

® 11381498 Utilization Percentage (LL‘LJ’JVINﬂﬁﬂ%HJﬂ;Qﬁ 3 #1191 Machining E- Line)

18.10sec
—_— X

Operator 1 ; Utilization Percentage = 100 = 35%
51.56sec
17.89sec

Operator 2 ; Utilization Percentage = ~————x = 35%
51.56sec
34.05sec

Operator 4 ;  Utilization Percentage = ———x100 = 66 %
51.56sec

" M5A149% Utilization Percentage (11WIN19015U501/59% 3 d1115Y Machining F- Line)

25.60sec
—X

Operator 1 ; Utilization Percentage = 100 = s51%
49.98sec
17.67sec

Operator 2 ; Utilization Percentage = ———x 100 = 35%
49.98sec
27.43sec

Operator 4 ; Ultilization Percentage = ——— x 100 = 54 %
49 98sec

" msAaal Utilization Percentage (119M191151U511)5991 3 1450 Machining G- Line)

17.65sec

Operator 1 ; Utilization Percentage = —————x 100 = 33 %
3.31sec
15.34sec

Operator 2 ; Utilization Percentage = ———— =100 = 29%
53.31sec
. 35.01sec

Operator 4 ; Utilization Percentage = ———— x 100 = 66%

3.31sec
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1IANTAIUIUAT Utilization Percentage U89 Operator ¥83uuIN1IA151U5 U uAaY

P LI o = Yo
HUINTILAIW LA Ulization  Percentage °Umum‘ﬂNmﬂhuﬂ;mmmw 2 1df"Utitization

i Y o i A P { o @ {
Percentage NINAALIAUHEA Fauaasniluuamainininnldlumsdsudgwinige uagwa

! 9/ ¥
vinmatwnmelumsdfudiafi 2 swhmsdiulgeiulduassvanisnaaosdsdieenall

43 wamimaaas lumsiivdyalaeliamadumsdiulgamnmai 2

MINITNAADUREITIONSHAARAY? 7D Machining F- Line

Fuiihimafudoya : 2470672008

nalumadudeya : 9.00- 10,00 .

Shaft Sub-Assy, RR Axle Part No. 42301-0K010 Model : 272W

Working Time | Idle Time Cycle Time Utilization Percentage
(sec) (sec) (sec)
1304 11-ZD 49.98 0.00 49.98 100%
Operator 2 34.98 15.00 4998 70 %
19594 12-K 7.45 42.53 49.98 15 %
Lﬂ?@ﬂgﬁﬂuWNLLﬂlﬂgﬂ 3.86 46.12 49,98 9%
Operator 3 37.02 12.96 4998 74 %
Operatord 30.04 19.94 49.98 60 %
Bolt Press M/C 14.56 35.42 4998 29 %

M998 4.1 s lumsihauvesmiinaurdannimsdivlss

Line Balance Chart

60

49.98

Unit (sec)

fag 11-2D

Cperator 2

wiae 12K wlaagsaunwivdn Operator 3

Operatord Bolt Press M/C

Line Balance Chart nagn1s ‘;'/‘Llﬂfgxi
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4.4 Innzvivaminases lumsiliulzdaslfinnmdunsdinkyamoman 2
3
VINHANINARBINIBNAINTLTU 93 W31 Working Time ¥a9minauuang A
1 t . . H w { =2 1 a
AN Working Time Muaasluuuamemsdfinlgsh 2 Frondfinamannilinedu
Qs d‘l 9/ w c;. n' 4?’ A A o = e Qs t
VOIWUNNU, ANUBIIUBIWLANUAWNIAYY, w5oadauazgnyallumylgidauds
wioumazaglugimaasada lufinsduaTeesuussldffuminaummatumaiiom
A 4 & v oo o v 1 . o
mnga), Audlumsdgianuidd ilinnwazatnlum sl §idaumiinis, sramnm
w =] 1 ! o o o o o
msvunmoudurinmiminauausanszdulumstianu @iguazdrdealalumsianu
o N I - ar = A ¥ (] ¥ 1eg 1 =4 . .
#1) nisdluranarmwinaulaudosdiegneunds uafieod1915Aa Working Time V94
@ 1 =] o 1 = . = . :
winuuaazauAnadalin linY Cycle Time V0IATLUINAITHER  ( Cycle Time YDUNTD

11-ZD)



4.3 35m9{iAau (Work Instruction) MACHINING LINE

67

Centering

3-HPS

Straightening

2-LNC

Turning

7-HTL

Tempering

10-GUY

Grinding

3-LNC

Turning

4- KM

Inspection

6-HQI

Hardening

!

5-ZR
Serration
Forming

11-ZD

Drilling

[2-K
Crack
Checking

a A, =
NIZUIUMTHANNNINITANHI

1-ZC  Centering
2-LNC Turning

3-LNC Turning

- 4-KM  Inspection
- 5-ZR  Serration Forming
- 6-HQI Hardening
- 7-HTL Tempering

Packing

Part Assy
Bolrt -
Hub

gﬂ?‘l 4.1 Process Flow chart for Machining line

8-HPS  Straightening
9-INC Turning

10- GUY Grinding
11-ZD Drilling

12- K Crack Checking
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! 1 | Tvinmsulaguldsunsulviasefiuguey OPERATION STANDAF

1. 1vyuasy CYCLE a1n AUTO "l MANU

1.2 natlu MAIN

1.3. nmilu CENTERING JIG

1.4, ngilu INTERPUT TYPE NAME tilasiadauvunatay fiu PROGRAME Tifidiasodiu

1.5. nn BACK iandugutih MAIN

1.6.am1ju SERVO

1.7. Aniju S&F SERVO PROGRAME

1.8, nn ON 7 M/C INTERLOCK Twliudi ON
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fusnuiduuAn tlavinnsdananiffuuviu
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1.11 vihnsne MT M1 (fluasiasnudaiszasiwan spline)
1.12vinmsna MT M2 (funsimeuaainal Flange)

1.13 vilnsna ZM wdinaguiadaswune (nasifla)

1.14 virnsaanauaniaanisyyu MEASURING aduiunii BACK
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