T 150322

a e a dwdna & t:l. ol A a é ’ . .
mMylsgavuinanyszaidineaatSunnvasvaadoiiiaiuendr Pich Static
Attitude (PSA) vasurHILWISMBBNUBNTamnuaduNiairivasgnd Taoiitms
as a a € a , v A P= % ar Ada a
Uiudsanszuiumsaaauuwinadndg dna mﬂs‘:qn@ﬂmwaﬂnmmﬂwmuamwa
garauulsUinvas PSA  waswdanluimunzausasiladuainandlunindsniaz
Ml nuudsUvaaas e I@mwhU'?@Naszﬁumsﬂ%uﬂgwaamﬁ%mﬁﬁ”mu@ﬁa
a { o & . . A a

PSunmurasrasfeiieduluniay Defect Part Per Million (DPPM) Fynaun1ivilys

N3TUIURNITNAANLS U WU ILRELYINNL 4,456 DPPM

TUaaUMII LA AU LT HAIRALIT M ITNITNS Snsing 5 Tuaew laoisy
mnmsiv'u@auﬁmuﬁrym, {jb'umaumﬁ@Lﬁaﬁmu@mmqmaoﬂrym, Tuaaums
Tenziaungvaym Tamflodwiunauiiugy  nadwifilddonszuiumadon
ﬂs:nau?;ummﬂum:mummﬁmﬁﬁmmmuﬂsﬂsaumaadwguunnﬁq@ uaziaauiiudn

fisagyldun szoz ¥ vesyaidan, swaidudiugudnansabouuazausaaulnila aan

@
£

uuﬁoﬁﬁﬂﬁﬂﬁamui’:mﬁwmiaammumsmaaa‘lu{ju'maumsﬂ%uﬂgouﬁ"lmns:mumi
Banaanivasirfimanzanlumslinuilaiueil  dwsaduldin 280 Thad wwa
Lﬁumug‘mﬁnmdgm’%"au 0.234 URRLUAT WazIzHz Y maoqm‘f}au 2.017 HRAWAT INNT
e lunesoutitatiudunatauinlulfnuasslunssuiun1swde wasrnnsiwuaszuL
muquLLﬁﬂaéTuﬁmTwﬁf,%ﬂé“tyfixamulm}:m\aumsmugunsxmums %uﬂuﬁumuq@

UANNUWINWITAS Tnain

NndayanaInMIlIudanszuIumIwu i fSannwesvaadoifindulszano
997 DPPM dsfauiln 77.63 Lﬂaif‘fmﬁmaaﬁﬁmwaot.%nﬁaﬂ"L@Tﬁaun'ﬁU%ﬂﬂgms:mu
MINEa Lm:mmmﬁaza@mmg@Lﬁa"loi"l,ﬂm'hmuﬁu 2,750,580 v lasszunmms
mnﬂ‘%mmmsmﬂﬁwmmnﬂ'j’maou"’sﬁmﬁmﬁaunsngﬂﬂu 2545 DaLdaniiuiay 2546



TE 150322

The objective of this research is to reduce a number of suspensions defect
which have Pitch Static Attitude (PSA) out of product specification limit by applying Six
Sigma methodology to study factors that influence PSA variation and identify
appropriate operative conditions in order to reduce its variation. The measure of
improvement in this project is a number of defect in DPPM unit measured, and the

current process has 4,456 Defect Part Per Million (DPPM).

The siep of study will follow  five-phase improvement model of Six Sigma
methodology which begins with define phase, measure phase, analyze phase. After
finishing analyze phase, laser welding shows the highest standard deviation value of
suspension angle and key process input variables (KPIVs) are Y-distance, Diameter of
welding point and laser welding voltage, then perform an experiment of these KPIVs in
improvement. phase and from the experiment, the appropriate operating condition are
laser welding voltage 280 volt, Diameter of welding point 0.234 mm. and Y-distance
2.017 mm. After that pre-running in order to confirm the result before applying in
production line. Then setting the control system for these KPIVs in control phase which

is the last step of Six Sigma improvement model.

The data of PSA defect after process improvement show 997 DPPM which is
equal to 77.63 % of amount of defect before process improvement. And it could reduce

cost about 2,750,580 baht estimated from sales forecast from July,2002 till March,2003.



