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The objective of this thesis is to reduce defect loss in the corrugated paper
boxes manufacturing process. In it consists of 3 phases which 1) Define phase : to
define problem , objective and scope. Defect in the printing is a major of all defect we
scope in the 4 color of printing machine. After analysis statistic data, process capability
of process color in offset printing system which is bad criteria. 2) Measuring phase is to
define key process input are list by cause and effect diagram, cause and effect matrix
and FMEA and analyze the precision of measurem‘ent system is Spectrophotometer is
acceptance. 3) Analyze and improving phase is to use Design of Experiment (DOE) 7
3 centerpoint with 2 replicate to analyze interested key input variable. The interested
variable is effect to the print contrast is 2 variable is Dampening temperature and Ratio
of Isopropyl Alcohol in dampening solution. Because the design is a curvature
(quadratic model) then design the experiment by use response surface methodology
(RSM) to find the optimized level of 2 variables. The experiment result can increase
process capability of print contrast. The confirm experiment is run in mean and can
apply in real process. After control process by the control plan and standard
adjustment.

The data of process capability after improving the process is between fair to
good criteria level include the control plan action it can reduce a defect from 11.41 to

5.90% of all defect |





