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The main purpose of this research was to apply Six Sigma, a candidate method for quality
improvement, to solve the Electrostatic’ Discharge (ESD) which mainly caused defects in Hard
disk drive industry. Another purpose was to use statistical tools to analyze other problems and

making decision effectively.

ESD is currently a critical problem in electronic industry since the new technology has been
developed rapidly, the electronic devices became faster and smaller size. This causes an increase
in ESD sensitivity and damaged parts. To minimize this problem, Six Sigma procedures were
employed by following phases. Define and Measure phases were initially established to indicate
and investigate the causes of problems, respectively, by employing ESD Equation, namely Charge
Generating and Metal Contacts. Measurement system and proce§s capability were also analyzed
and assessed in this phase. Next, the Analyze phase was subseguently introduced to prove the
causes of these problems by using statistical tests. Design of Experiment (DOE) and Redesign
were later used in the Improve phase. Finally, in the Control phase, the process control plan was
assigned for maintaining the results of improvement. Results showed that ESD defects were

reduced to target level (0.3 percent) and process capability was evidently improved. Suggestions

for further improvement were also addressed.





