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The objectives of this research are to find causes and errors reduction of the
lens axis in optical lens finishing process. Applied statistical, FMEA, MSA anq DOE
were used to investigate the factors influencing and reduced the axis error bf lens.
The process began with problem identification by brainstorming, were choosen the
scope of problem by Tree Diagram and the causes of problem by Cause and Effect
Diagram. Before applying the design of experiment, the appropriate design on the
method and equipment of measurement were implemented. The process of
experiment began with choice of factors and levels of each factors which responsed
to variable identification (axis). Experimental design (The algorithm of the Design of
Experiment with 2" Fraction Factorial Design for blocking and Fraction Factorial
Design for edging process) was initiated with the experiment in order to achieve the
required axis and 3 degrees variance of the customer specifications. Statistical data
analysis were used to optimize the levels of each factors significantly. Finally,
improvement process was considered to decrease the axis error.

The result of experiment was concluded with the optimal of factors and levels
of each factors which intensed to the axis of the lens. For the blocking process such
as V.Pro blocker should be automatic function and edging process such as ES-3
edger should be the large of clamp. The error reduction of the lens axis were
decreasing from 0.2723 to 0.2215 for blocking process and 1.0829 to 0.9376 for
edging process. But the standard deviation increased because of the variation of
sampled lenses. It caused reduction of the Cp, were 5.37 and 1.86 for blocking and

edging process respectively which were above acceptable level (Cp 2> 1.33).





