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The objective of this research is to reduce a number of suspensions defect
which have head lift step height out of product specification limit and improve process
capability (Ppk) to be equal or greater than 1.00 by applying Six Sigma methodology.
Current process has 14,147 Defect Part Per Million (DPPM) and 0.79 Ppk.

The step of problem solving will follow five-phase improvement model of Six
Sigma methodology which begins with define phase, measure phase, analyze phase.
After finishing analyze phase, found three key process input variables (KPIVs) which are
Dimple height, Lift tab distant and Spherical height. Next step will be optimize phase to
optimize these KPIVs for getting the best of head lift step height. The optimum setting
are Dimple height 0.150 +/- 0.006 mm., Lift tab distant 0.391 +/- 0.010 mm. and
Spherical height 0.220 +/- 0.006 mm. After that pre-running in order to confirm the result
before applying in production line. Then setting the control system for thrée KPIVs in

control phase which is the last step of Six Sigma methodology.

After process improvement, not found number of defect and get Ppk equal to

1.41 that archive project target.





