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Abstract 2 0 4 2 9 5

The objective' of this research is to increase a percentage overall yield of production process
suspensions model G by reducing a number of suspensions defect which have Pitch Static Attitude
(PSA) out of product specification limit by applying Six Sigma methodology to study that influence
factors of PSA before PSA adjusting process and find the appropriate operative conditions of the
production factor in order to meet the PSA of product specification. The measure of improvement in
this project is the percentage of overall yield, and the percentage of overall yield of current process

is 68.74 percent.

The step of study will follow five-phase improvement model of Six Sigma methodology which
begins with define phase, measure phase, analyze phase. After finishing analyze phase, it found that
only 4 influence factor before PSA adjusting process at 0.05 significant level is Tongue angle, Sag
angle, Weld diameter and X-distance, then perform an experiment of these KPIVs in improvement
phase and from the experiment, the appropriate operating conditions are Tongue angle 3.7 degree,
Sag angle 2.0 degree, Weld diameter 0.180 mm. and X-distance 0.388 mm. After that pre-running in
order to confirm the result before applying in production line. Then setting the control system for

these KPIVs in control phase.





