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KLOMIIT, D.Eng., 116 pp.

This research proposes a quality improvement for Endo Tracheal Tube Production
process a case study of Medical Device Company. The defect is sealing excess area that current
defective rate about 8,807 DPPM. The six sigma concept is employed to make a significant
improvement of this process. The goal of this improvement is to reduce the sealing excess area
50% .The root cause analysis is performed by utilizing the cause and effect diagram and Failure
Mode and Effect Analysis (FMEA). There are 5 key process input variables or factors that
potentially affect to sealing excess area are; Die depth, Temperature, Time, Pressure, Product
size. Then, 5 replicate of 2 factorial designs is conducted to determine the significant factors that
generate the defect. A regression model is used to find the optimal process parameters which
yield us the lowest defective rate of defect. The confirmation experiment is done and guarantees

that new process setting can significantly reduce defect to 2,446 DPPM
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