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The aim of research was to reduce the defects in automotive headlining
manufacturing process less than 15,000 PPM. Now the sample manufacturer was
loss of non- conformance product amount more than 10,000,000 baht.

Firstly the defective automotive headlining data was collected and classified
into the defect types. The defect types were selected by using Pareto Diagram to
obtain the defect types which have 9 types consisting of the glue permeating, the
indented, the dirty, the out of checking fixture, the peeling, the swelling, the crimping,
the soft and the break. After that, the causes of defect were analyzed by Cause and
Efféct Diagram. The Failure Mode and Effects Analysis (FMEA) was applied in
manufacturing process. The Risk Priority Number (RPN) of each defect which was
more than 100 marks was considered to be improved by engineering technique and
work experience of concerned persons.

Finally, this research could reduce the Risk Priority Number (RPN) average
55% and the defective automotive headlining manufacturing process approximate
59.51% of 9 defect types. The defective proportion before improvement was 33,912
PPM and the defective proportion after improvement was 14,877 PPM which was

reduced the loss approximate 57.11%





