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Nowadays, there are increasing demands of motorcycles, thus the motorcycle parts manufacturing
industry must supply the sufficient means of production. Moreover, the suppliers should not consider only
the quantity but also the quality too. From the study of the process and the defects data found that the
most defect in Forming process and the 100% inspection QC process. The defect from two processes
were 80% of total defects but it also unable to control the defect to reach the target. Furthermore, claim
was the least defect but it could affect to the reliability of customer so the objectives of this thesis are to
reduce the defect in production following to the target and to seek for the method to improve and prevent
the defect.

The type of defect that occurred from Forming process, 100% inspection QC process and claim
were Wound, Incomplete, Broken, Wrinkle, Unripe, Rot, Rip, Mould Mark and Indentation.

This thesis starts from studying the process and defects in the three sections then brainstorming to
look for the cause that effect to the defects by using Cause and Effect Diagram and Process Failure Mode
and Effects Analysis (PFMEA). After that, the specialists in each section analyze to evaluate the Severity,
Occurrence and Detection to calculate the Risk Priority Number (RPN). This research improves the
defects that have RPN value more than 100.The result of improvement can be shown as below :

1. The defect percentage of production before improvement was 2.816% and after improvement

was 1.938%.
2. The defect percentage of Forming Process before improvement was 1.345% and after
improvement was 0.998%.

3. The defect percentage of QC check 100% before improvement was 5.146% and after

improvement was1.927%.

4. The highest claims of 5 products were 7,979 parts/ month and after improvement, there were

no claim of five products.
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