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The purpose of this research is to increase the performance of the production process
of main components affecting the product quality which leads to the cost reduction and
quality improvement process. Production management is applied to meet demand in right
quality and quantity and to develop a performance measurement system as well as to improve
the agriculture tool production process in an agriculture machine part manufacture in Ubon
Ratchathani. The research method begins with literature review and data collection from
relevant people including managers, supervisors, and employees to fine out main factors
effecting the production by using Key Result Area as performance indicator identification.
Focus Group Discussion of stakeholders in production process is conducted. Then, each
factor is weighted by Analytic Hierarchy Process (AHP) and the 8 highest weighted factors
that are available to use departments in the factory are selected. The performance indicators
before improvement are also selected. After that, the department with. The lowest
performance is studied to examine improvement methods. In this case, internal customers in
this department are participating in improvement process. The improvement process starts
with identification of causes of error using fish-bone diagram. In addition, quality function
deployment is used to transfer customer requirement to the HOW part of the house of
quality. Therefore, improvement methods can be identified and implemented on the
production process. Then performance indicators are measured among the “before

improvement” and “after improvement” in order to comparing them.
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The study of main machine parts production indicated low performance in turning
and welding departments. The improvement in turning process can be done by performing
Corrective Maintenance and training on cutter used and sharpening. After improvement, the
Quality Rate of machine has been increased 5%. The Machine, Labor Effectiveness and
Material Efficiency have been increased 5%, 8% and 0.5% respectively. In addition, the
Average Waiting Time of parts per day has been reduced 9.5%. The Reject Rate has been
decreased 6%, and the Percent of Defects in the production system has been 2% lower. The
improvement in the welding process is done by the design and use of jig and training on
welding process and techniques. The result showed that the Quality Rate of machine has
been increased 1%. The Machine, Lab(;r Effectiveness and Material Efficiency has been
increased 2.5%, 10% and 5% respectively. The Average Waiting Time of parts per day has
been reduced 23.8%. The Reject Rate has been reduced 15% and the Percent of Defects in the
production system has been decreased 7.5%. For the study of disk-plow’s neck part, itis
indicated that the lowest performance is on cutting department. Therefore, improvement can
be done by performing daily maintenance. Consequently, Quélity Rate, the Machine, Labor
Effectiveness and Material Efficiency have been increased 10%, 8%, 4% and 2% respectively
while the Production Waiting Time, the Reject Rate and the Defect Percentage have been

reduced 33.3%, 9% and 1.5% respectively.





