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The purpose of this thesis is to reduce down time in Hard Disk Drive top cover

Stamping process and setting standard in process to control down time keeping on the target

Initially, study processes began with identifying the source of down time in Stamping
process by research and collect the historical recorded data of down time. Then, Fault Tree
Analysis (FTA) was used as a tool to analyze root cause of all down time source in order to
analyze and set the problem solving plan. Afterwards, involved officers were asked to
evaluate and select the problem solving plan. The 16 plans were selected to be established the
operating plan for implementation. Eventually, setting working documentation in order to
control working operation and being standard of working operation follow the implemented
problem solving plan, lead to controlling down time in Stamping process keep on target

continually.

After implementing the 16 problem solving plans, down time in Stamping process
was decreased. Average percentage down time before the improvement was 10.25% of which
company target allowance is only 8%. After the improvement, average percentage down time

in Stamping process was 6.54%, average 3.71% was decreased.





