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The object of this independent study was the improvement of manufacturing process in
order to the group of standard block unit products KTB189 by loss time reduction from over
production, cost reduction from raw material loss from repairing process, and loss time reduction
from repairing process. The study of standard block unit products KTB189’s process found that
the top rework mode was incomplete plane with 4.40% before improvement. The high rework
ratio found in plane process and product transportation process th_at this study aimed to. The result
showed that the rework ratio reduced from 4.40% in the beginning into 2.60% or in term of
DPPM after applied six sigma concepts, rework ratio of KTB189 product reduced from 94,160
DPPM into 71,889 DPPM or 2.9 — 3.0 sigma. Production cost and raw material fro repairing’
process reduced 44,076 baht/year with 4 months 19 days payback period. The study of efficiency
improvement principle under 6 sigma concept with consists of 5 major steps define, measure,
analysis, improve, and control could apply in wooden toys factory to reduce the cost of rework in
production process especially for plane process and product transportation process. Gauge R&R
used to evaluated measurement system of inspection process, cause and effect diagram used to
find possible cause from plane process, failure mode and effect analysis used to analyze risk and
effect from the process, and design of experiment was applied to study the sharpness of cutter
blade and speed of conveyer motor to control 2 factors properly. The improvement of plane
process resulted in blade record sheet and blade exchange period at 40,000 pieces. The
improvement ol product transportation process resuited 1n storage contamer change, to reduced
possibility of product knocking together during production caused surface of product to be
scratched.





