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The objectives of this research are to reduce the loss and improve the manufacturing
efficiency of case study factory with lean manufacturing concept in order to develop and maiﬁtain
performance indexes adhere to case study factory’s goal.

First step is to study and gather the working time of each process from the case study
factory’s specialists. We found that there are two problem occurred one was the using calculation
method not according to the theory and the other one was the unsufficient of the data. The OEE
(Overall Equipment Effectiveness) of October, November and December was 69.97%, 67.41%
and 72.20% respectively, then the calculation method has been improved according to the theory
and we got of the new OEE 67.90%, 68.96% and 72.54%.The new data collecting from which
more detail has also implemented. The second problem is a lot of loss in the process, therefore
loss data is measured and collected. After that the loss analysis is performed by the Quality
control tools such as histogram and pareto diagram including fish bone diagram. Then the major
causes of loss have been identified and chosen in order to minimize by proper lean
manufacturing such as visual control, skill-trained and cross-trained workforce and pull
production. After the improirement phase, we got the loss reduce from 12% to 8% and the OEE
(Overall Equipment Effectiveness) increased up to 77.78% in January 2008

Furthermore, this research is preparation readiness for demand increasing in the
future. Thus have to define controlling and monitoring system to keep good performance of

showcase manufacturing in long term after improvement.





