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This research is using a design of experiment to optimize factors in cotton bud
production process of a case study in a factory in Khon Kaen prov\\ince. By focusing on the
causes of defective product, finished goods fell and machine breakdown, broken slidever is
the most importance cause. Therefore why-why analysis is used in this research to find the
factors that cause slidever breaking which are production rate, slidever thickness and the
gap between slidever and the machine that lead to defective product, finished goods fell and
machine breakdown. The result of the research shows that the optimize factors to operate
are: »

Adjust the production rate of 1300 pieces per minute which is controlled between
1317.68 to 1355.85 pieces per minute,

A Set slidever thickness of 1.4 gram per meter which i(s controlled between 1,22 to
1.64 gram per meter. h

The gap between slidever and machine is 20 centimeter which is controlled
between 20 to 24 centimeter.

Following the optimize method affect to minimize total cost 537.88 bath per
kilograms (Total cost means the combination of finished goods fell cost, defective product
cost and machine breakdown cost.) from total cost of case study factory uée 610 bath per
kilograms. |

According to this optimized factors, controlling factor methods for production
process of a case study factory to minimize total cost are suggested as following:

Adjust the production rate of 1300 pieces per minute by randomizations .of
production rate each for one minute, 3 times in the morning and 3 times in the afternoon
sessions. The production rate is controlled between 1317.68 to 1355.85 pieces pér
minute,

The slidever thickness is controlled as 1.4 gram per meter by randomization of 2
slidever rolls, 2 samples from a one lr;later roll are tested in one day. The slidever thickness
will range between 1.22 to 1.64 gram per meter.

The gap between the machine and slidever is 20 centimeters. Slidever roll will be
placed on the leveler and leveling will be performed every 4 minutes to acquire the gap of

20 to 24 centimeters.





