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# # 6170965921 : MAJOR INDUSTRIAL ENGINEERING
KEYWORD: paint thickness
Visarut Vanlapapan : Paint thickness reduction in the painting process of car bumpers

by adjusting spray gun’s factors. Advisor: Asst. Prof. PISIT JARUMANEEROJ, Ph.D.

The objective of this research is to study the relationship between clear paint layer
thickness of automobile bumpers and other input factors, as well as to determine appropriate
settings for such input so that the thickness of clear paint layer is as close as to the target value
of 17.5 um. Based on the cause-and-effect diagram, we find that gun pattern, paint flow rate,
and spray gun distance are three main factors that greatly affect clear paint layer thickness. We
then design the box-behnken response surface experiments for the identification of equations
that well explain relationships between clear paint layer thickness and these three input factors.
Our experimental results indicate that the appropriate factor levels for the gun pattern, the paint
flow rate, and the spray gun distance are 15 cm., 200 cc./min, and 10 cm., respectively. This
setting is proven to be notably effective as clear paint layer thickness could be reduced from
22.22 um. to 17 um. — a lot closer to the target value of 17.5 um. - by the departmental master

trainer.

After applying such a setting to the whole production line, we also find that clear paint
layer thickness is satisfactorily reduced to 17.4 um., with a good process capability — Cp and Cpk
are 1.49 and 1.45 - leading to a significant reduction in painting cost, and so the improvement

in the quality of painting process.

Field of Study: Industrial Engineering Student's Signature ........cccoeevvevniennes
Academic Year: 2020 Advisor's Signature .........cccceveveerin.
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Wlevhnisusznaufudiuianunaiadu sasudazgniduindeuludaumun
qAviny ABLHUNATUANAMAINTBITABUA (Quality Control shop) Liteyin1snTIaaey
fasavanualii1azidululs o9wes Appearance , Functional , Safety defect wag

Testing Static/Dynamic fieuitagyinnsasseaulviiugnasely

9308 UANIUNIATIFADUANN NS AL Tn8uRvzgndenaludmiiaru Vehicle Logistics

diewssuvuadlugaiunuimitenissma dandluinudanssuiunisgui 1.3

Logistics
Quality
Press Welding Painting Assembly
Control
. J

Resin ] [ Part

JUN 1.3 usuanszuiunsndausazdunauniglulssny

1.3 msfnwan g wazaudrdyvasdymiludagtu

N

Y

9%

e

LivinsAnwiludiunuveinszuiuns@alugunanafnuiesendi “Resin shop” suilu

nszvIunsHandudunanainiililusaeud tneldinsesdnslunsdntugunaafntunndududiuves

SOEUR Fa8NNTUY

o  Auruninsasud (Front bumper)

®  AurunAITnEUA (Rear bumper)



AuBUAUY1 (Rocker mold)

Aoulgantinsasus (Instrument panel)

AMSUNTEUIUNSHANURANUIUNTN- MR vDIsaaus suludstudgiurauloanglusasus dau

£

AaneAdeiu tnganinsaasunseuIunsnan el

1)

Augunin-nag (Front , Rear Bumper) Lﬁuﬂdu%udwﬁL’%I:,Jéfumﬂﬂi:mumiawﬁugﬂwmaﬁﬂ
Tnglfiadosdntuguuuy Injection machine Intududausindnazgnasiolussnssuiunianu
Alagldussnuaulumsiudiomn 8 aoniinisiu 37fldeed 3 $u devhnmsviuAiasedu Sua
%Qﬂa'alﬂv‘hmsﬂizﬂauﬁuﬁaumﬁmu \YULYDSVAY %uehuzjaEJﬂJaaﬁ’wuu%QﬂUssﬂaUL%’ﬂﬁ’véh
furu wddwiolussiununismsaasuamnin (QO) ludunougaineneufiasdsolussgnén

wiownunUszneuluduiiasih@ududinanaliinisussneudussasely duandluguil 1.4

Injection Painting Sub Assy Assembly
iRy —> fro— 47—

v
[

U 1.4 TUMDUNISTHANVBINAA NN UTUNLN- NS

CaNl

v
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aoulsaniglusasusd (nstrument panel) tunduiuduiiiuvhmsnandasnsdatuguudads
soludinszurunsviilnly (Foaming) tneldinsasdnslunseuiaudunisdrsusneuleadie
pnusspoulsasneudlsfianuasn doudwelufununysenoviudmuitetlusenoudiiu
fsn viderhaslufunundseentuduiiovddlunediinsszme
ANNLANANIYBINTTUILNTHARTB AR INGUHAR o insTUIuMnuATar diany
Tunguiurunih-sdasiniu warlumendusunguuesneuleanelusnsudaziinssuiumsyinlag

Feldusngluniswdaiuguni-vas dwanddugui 1.4 uag 1.5

Injection Foaming Export & Service

@n—)ﬁfﬁw
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JUN 1.5 Tuneunsnanvewdndnrineulsanielusoeud

FRduinluAnwnnslunssuiunisdnvessundatusunanadin Inelagdunszuiunisudniing

v
o v Y v

AUANANNANNTONNMIHERUTILUTTTR (KPIs) M58 4 it Suuszneulude



1) Safety v5e auvasadelunisvihnuysenaulusensanidnisviinuiesnuuuuuiugu
vainuUaeasie et muneausiaainnisiingUfmgluaiu (On job accident) w3agUfinnieuen

914 (Off job accident)

v A

2) Quality #39 AMAINYBIAUAINA ATININAIIUABINITVOIGNAT NTamuANaUUR

(Specification) YOITUAIUUU FIOENTU AUNUITOITUT ANUTIU WaZANULTBINTIVDIE

3) Productivity #3en1saiuaurandnatunsaianalagsenantseandulunudmneiimvunll

meldszeznafimun IngUsANNISuYAYedaEnITHER

4) Cost %150 FiuNUNIIHER NaNABANTONERTULTITAMAMNEBNINAETRRUNULIRTg I LA

a v

neliAnsuuigaat saufadmunglunisyihianssuanduruauuleuieluidaslvesusem

q

TagtuunundadugunanafnansnsnaluaudIulsiinAua1u1IavTesnTEUIUN AR lWITe

Safety wisonuUasasglunsihauldiluedsilageenwuvaaiinisyiauaundnnnisanudaeasie
Srufundnnsvesnisemans wade Productivity wian1smauauuTuiamnananiseanisde Tulildmu
dhmaneanunsoussaihmnediseldfduegnai udeshslsfinnalude Quality Ssnsidamamnmd
gnAmuiae wu Jgymdlva dane Siludn uaziateres Cost niedununiswdndiuiuaindym

AnIN vty nilusesweansldingAun1emss ey ingAunNNEaNIINAUNTNNINTTINAIVIUA Aaty

v
v a

nelunsaliazaihnmsfnwwazyhnisudlalayminnesdesiuide Quality uas Cost iWundn

DPPM Jaymmaunwifindunngluunun
100000 100%
90000 90%
80000 80%
70000 - 20%

60000 / 60%
50000 50%
40000 / 40%
30000 / L 30%

20000 / 20%

10000 0%
° 0%
A A o ae® e G &t e
S R R R .
L0 o
Np

JUN 1.6 nyminusldvesdaymannmiiniuniegluunun
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Wendasiutunaunisnudnisluwnun Faiiieangunindaueiiiesvlaneininnsviudnenguuesiuyy
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soeud Jgnvesnsvinddudulymisesiusnenilssuautislagiu annsildusnunduiideasisy
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YBIWNUNY dnwazrastymazifeitosiunuiivestudnllauysaineliiAnJavnduaunin ieswin

Y
USinaesdnluineg uuimduanulidnwueiliag Jsdwanaliiialavdwindlva, yu, ldSeu 7

£%

nsindudianuduiusiunisaivauauuvestudivlanudneauauaudingnamvun

Y

o

AatuaniIvelalianudgyiunisialatymvestunsunsnud Tnensfinuiniuniivesduy

U

& Suuawemaniivhlidedaymannin wu dyu dlve JliSeu

1.4 FnQUszaeAvauiTY

o A

WBANWIANUAUNUSVDIANUNUITUFIIUAUTITEUII NG9 kAL ULAT DI DN EDALTN

=

s ladgmaunimiieUsuuglymauninuesununsauisaunsoansununanydeadle

EYRe 7

1.5 2ULYAYRINTTANLTUIIUIY

o

1.5.1 uddeilagyinisnyiangdudiunadaneluiaundatugunatain wiidy

v
o

1.5.2 NUITHIYIINITNAABAANIETUAIUYDIFUAE AN TIY
1.5.3 Anwianizusnunsyuiunsngluunundatusunatasin

1.5.4 Tumpunsnaaesiudldntnaudinaeuusydunun Wit

1.6 HaNbASU

1.6.1 anansansruanuulsiuiiiaduneluununiine iindeymsiunanm uagduyuilia
G

Y

1.6.2 nywdadedniniidudAguasniuigenvangaunasnzaunsauivedymenu

=]

AN UaAUUNE
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1.7 Uselpaiiilas

1.7.1 MdunsaldnwdmSuaisnisuanvodlssu e idunisvenenaludadiunudu 9

melulssnulunmsvhfanssuuiulanssuiunsegwioiios

=

1.7.2 annsavuugenssuaunsedniiaidyvnaanmanasdaalinununagdeaniosas

wazanunsaudstuiuaudslugnamnssueus Uil

1.8 IUNDUNNTIBLAANTUU

1.8.1 2M9ueUlATINTS (Plan)

=

o  YSnwiiuguivnsvedsanuisaniunisal wazanudeinisiudagtuierinisden

@

WievensuTulTsnsruIuns naensusiududnduladnaduisesilaudftygaan

=b

Fuduiezfosfulye
o Jhnsdassrasinnuleeiifdininnuideduimiheasinu uwasdifuimsves
Tssnusudlvidsnm

o Javhuruau (Action plan) wemaueuuaunsienlidulumunanfisiuall
1.8.2 ms3tgynniiegluagldu (Clarify the problem)

o FAnwanuulsvaunmelunszuiumsiamuanazinundnunidud o Wefiazlaises
ANUAIAUVDIAUEIRTY
o yhnsAnwlymlaeazidealuiewesnnuulsuiuiaula

o yuiiserinsznindsfinisniu uazddiiluegludagdu
1.8.3 Aunaulun1sinszileyn (Break down the problem)

= a a
®  AnWINSTUILNSHANIAYALLIYN

o yhnmsiasgitymlagldiasesie “SWiH”
1.8.4 AMuualIRN8Y AU (Target setting)

o  Muualtvueuan (Main KPIs)

® Myt unesae (Sub KPIs)



10

1.8.5 Msanszimdunavaslynn (Analysis the root cause)

® YIMISEANAIILAR (Brainstorming) seninardnviniasiiieanaluisewing o ey
Uaduaneaiiieades
o Apsztymlagldiasosdls “aM” (Man , Machine , Method , Material)

o AprzntymlegldieiodiowmalinnsinsizidounniasuazNansznu (Failure Mode

and Effect Analysis : FMEA)
® yNN1TPRNLUUNIINAABY (Design of Experiment)

® AszUIUMTIATIEI AR AllHATe e EdAA1e 1wl ANOVA , Multiple
Regression

LONTIUTIAUFUNUSUDIFMUT TS99 U Y

o yihmamAesdadeuninfnaalagld “Response Optimizer”
1.8.6 MmaauNun15UTuUTe (Develop countermeasures)

e HeonAestadsuninnsduiludnseuiunmeaes
e ihrwesladuindnusudsitinisasuudaeniglunssuiunisunge

L4 ﬁwmiwmaamaz%’mLﬁ‘umami‘mmaaﬂ

1.8.7 Naﬁwé%mmﬁﬂ%ﬂiﬂ (See countermeasures through)

o =1 =1 1 £ U
o yhmswiyuiigunanIsaaeIneuLaEnaaUuUse
®  HANISNARDINIATILITIULTIAT

191 Descriptive statistic , T- test , Process capability Judu

1.8.8 nMsUsziliunaansuaznszuIunis (Evaluate both results and process)

o IMsUszluNaNIINAReY LagajunanIsnaaes

v

o udluSeusuusnszniunisBnasuiielinaansnaedy
1.8.9 a%’wmmgﬂumawwﬁﬂssaumma"qL%fa (Standardize successful process)

e JnviunuaunnsgIu (Standardized work sheet) Tomsinaudufiaaunluldauld

TunszuIunSHEs

1Y

v o 4:4' ° ! = A o a o
® fﬂmmLL&lm’lu%%uﬂU‘Um&JNﬁfﬂ@Iuﬂi%‘U’Juau ] NUNWULNITNIWNIURYINUY
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UNi 2

[

NgufuazuITeneadas

v
=

NIl manglunisandunuussunundadusunatain iaenadesivaniunisaives

geamnsIue e udludagtu uasulovievesuimssgrvadunssnwnailsvesussnnsdldny lng

Ay aa

nsansunureInszuIuNsHan i luiesdnvimgefuazanuideiinesdeswneg ieidunumiddunis
<)

AUMILIAR Lagdsnislunisanduyuussianee 4 sutnsfnyiaiesdenvaianindudeddly

JunpunsuFulTInszuuns neuuseenidu 2 dw fall

2.1 1p3esllonsadAnineatesiuauidde et ldudladgmilunuide

o v v A

2.2 nuieiieades Wunsnwdeyanuddendmdaieiunsansuyulunssuiuniswds

ANusINItesiunszuIunNsHLE uazvlinvesingiuitanldlunszuiuniswin

v s

A aad a aw
2.1 insesdiansananinedasiuiuide
2.1.1 N1552ANENBY (Brainstorming) (Us¥ynassal, 2004)

anuilunnveansszananes iunszuaunidunslildindanaslagldnnudn
aduasAfienseuvdeasy Aldsumsimutulae Osbor (2473) luvnziisssumiandy
fuimsluvionlavansuiideidoddutasanga w.a. 2473 wiilanuidednesanslag Anues
Usvaumnuddaldfmensinadassadiiailinalin “Guamms Wumihiduiiugues
uywend” wenanindsldnand Tuanumsaileg Tasemzedisuiivssguanudallyg

SuuduAgNYIaeRIBNg ANTINUNEENTBIANUNNINT ANTaYeNTUANNANTEIUARABLY

v
° o LY ' 1 o '

Tneiarzmnuudalvg dulsifdwdnminudunenieldfunaaueandfilddmumioge
81119 é’aﬁ?ulfuﬁﬂélauaLmeqﬁamhaasmawqaﬂssmmmﬁu’uwﬁ?aﬂmﬂﬂummﬁaﬂamﬂéaa
AnuAnaiassAvesnueaninldosfumuaunsafensruunsSuaudiefidng il
AumBiUsEALLLIARA1eY sonulinniiannelunseuszznaiifunddiuunnauiuly
MntuTsihunssuunmsnsonfisluuauAndusensenailusiegn 9inuadanaiavils
FrsszauauosawAailisuarudsuumdnaseentvegnanivndunalait msganunn

nagihlUlduasidulselovdronsinsaineg lailuoee
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nglun1sseauasadlag Osborn (2473)
1) ¥a3ansad

NSYUIUNTNSARAULLIANARL 9§ FDsuAazAUNLEUeNNaEnTEYlan

FOLIDNNFIINAVTUADUVBINITTEANAUAR LS AU UL T

2) sy nliiaueauAnLuUenuenguennale

a a A

nsiauenuAnfideenuennsauinunuilanBssiiieniagliild
wwIANLARLUIANNAnIuanT wazaninsasesenluls unuisReusglindiuans

a =3
AMUAALIULA9
3) Usunaunnne) Wl
nstauekImNAngunnlenmaniaglugnasnsiiaanidliazanndu

4) suTuarUIuUse

1%

HinTazAesiiulTuULnRandIsiuseadlin gy waenininis

o a 1 v e f 2 1 a [ [
BUoWUIAn 2 sgransununteladuiuifnlnduiy

nuiteiiezdmdnmsszananesdilytelunsyhnusuiuduiindiendeagulu

- v o o v A a ) Ao w
Lim‘uaﬂﬂ’]iﬂuwﬁ]ﬁ]%mL“U’W]LﬂEJTZJENﬂU{]iy%WImmLLmGU

2.1.2 Lmuﬁmammauaxwa (Cause and Effect Diagram) (Usganassad, 2004)

LLNuﬁJﬂLLammmmLazma (Cause and Effect Diagram) daruaiuisalunisuans
puduiusszvinedam (Problem) fuamaisuadidululdnenaiineliandeymainaiitu
(Possible Cause) L31913AWABAULNUR a0 hasNalUTDTaY Haf19Uan (Fish Bone Diagram)

Wesnnuihnusuniiianvagaseuaindeudinwieas s Aue3Inlutevenuisddng

1 (Ishikawa Diagram) &sl@suniswaiuiasausnlag Ishikawa (2486) wisumInedelaiie?

dielsdaelfunuiamauasna

1) WodpansAumanmneingg Mvililaviinty
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2) WadeinsvinsAnwihanudilavieyinnuidniunssuiunisdu q insedied
nsideinaUan asvhlutsanunsasnssuiunisvesrunduladetuieiaglduily

Tymandnanuitagviamgluiuivewmuming

3) Wedensbillunwimslunssyanauesdazdaglinn q aulimuaulalutym

Yoanguuandliniivan wasdieiusgauaufaiiiovmaivaaneiviiliin Ugymitu

3

2D

U

RGN IS G BBV R A IR
adsddnlumsasunudsdesesinduiimieidundulneldduneu 6 Tuneudsdeluil
1) fmuadeveslaymiivvanlidaay
2) ﬁmumﬂfjuﬂaé’aﬁ%ﬁﬂﬁﬁm{kgmﬁ?u6] 11 4M
3) szAndLed (Brainstorming) Litevnanimslunsazlade
4) mampvanvestdym (Root cause analysis)

5) InansuALE A YaLane (Ranking Priority)

6) WuumInsUsudgsisndu

1ATIAT N VBIMNUR IR L AEHA

HannsUanusenaumediuige feneludl
1) daulayv vi3enaans (Problem or Effect) Faazuansagivinuan

2) duane (Causes) azanunsausngesaantadndu

o Uady (Factors) Nidsuansenusioleynn (Hvan)
®  FunAuan

® fuwnday

anwsvaslgmazdeuliluineUausazing sdesiluanmmuasineseuay

isseaduannnesimandusiu Asgui 2.1



Igau

4 e
303903

iy

/L

A

duadon

PO,
R FNCERIT

N

Jarirnanin
Y1In

Ha

JUA 2.1 1AS9a39V0 UAURIE IR LAL KA

(Usyanassal, 2004)

nAsavuatadeuunialan
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o o ] o My v & ' oA o v v &
wianunsaiseimuanguladveslsilawndeiulainnguinisdmualiduladetu

P ' v ° ' v =4 I o
ﬁ’]ll’]im/lQ%‘U’JEJSL%LTILLEJﬂLLE‘JSLLaEﬂ”IVTuG]ﬁ”ILMG]‘G]’Ns] 1®EJE‘JNLU‘LJ'§5UU LLGSLUULMQL‘U‘UNGIWJ

dnnndnazldndnnis am 1E Wunquilade (Factors) liteazihlugnisusnuezannn g &

4M 1E 31970 Man A 5enting1u - Machine 1A3839n3 - Material ngauiildlunszuiunis

- Method NTEUUAITYINIU - Environment d@ATNLInA0N LagUIIuINIANITIeU

nsmuuaidetlynnivan

nsmuuaimitetgmiaasmuualidaiau wnsinuualseloadgmiluddaiausue

winazyhlmaldanunlunisfumainsuazarldnamiulunsideinsainisivuadeym

hvan 1wy dnsweads AmnTdwesang § wuA1 Cp Cpk SD Ndalallamutmune 1Wudu

aziulainnisivuaiidedgmludsau wadanisseauauAali eaglenneand

azuamsnuAsnIsauily vlu il lumslsunsazinggos
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ToRvauNUIUa

1) unugiimelanldlunmsmiunuanudnvesauniinynaulagaunsaluuenanudn

< [
LJuniInmyRIge

2) ilvnsuanmguan wazatmngesvaslyiiensvamsiuiasevesdaymvinli

e sauitdaymnlagnis
TordeveaununinieUan

1) anwAnlidasuilesnndunugfitnavandusiivusanudnvesaundnlufivasun

Taegunuginaa
2) sesldEninnuansogilunisIzaAUAn

nATelueFilasihunuduanavguasnad lUlglutunsuvesnismdunevaatym
(Rootcause analysis) Inein1siiaTevlugliuuves 4M Liveuenyssinnuedanmgfivia

TiAatlgym

2.1.3  M3USEIUAIANUEINITAVDINITZUIUNT (Process Capability Analysis)

(uhaanad, 2559)

A15UsZEIUAIAINAILITVDINTZUINATT WuaSaailafldlunsUszfiuanuaunse
984n52UIUMNT Me51aUlaluT 9L UsUINYBINTEUIUNTT UIBNISTIAINEIUITO IUNITLIN

Inaldmunevenssuiuns lnenssuiunsnnasiinuaudind1dey 4 Usens fe

1) nszuiunsianuEes (Stable)

2) daduvendslunszuiunisnn (Small proportion of defectives)
3)  ARdEreINIEUIUNSIlnaAdIMINY (Mean on target)

4)  ANUWUSUIUVRINTEUIUNTSET (Low variation)

A15USEMIUAIAINEIUNTOVBINTLUIUNTINT TN NUANEMITIAU ST NOUNY LU

! -

IM51AIUVDITUN UM ALADTUNUNHAR LA avUA (Defect rate) DRTNEIUVDIVDIAADUDINHAS

Y o

NI (%Yield) wazAn Process capability index (Cp wag Cpk) %agﬂﬁmuh il

Cp Ao AINUIUBNDIONTIEIUTDINITNTZABF2 (USL — LSL) LilaLiieuiu 6 sigma 11n
nsguIunslag 4n13n52a18d99 A1 A Cp azdAnge nienanaladn nssuiun1siue &

ANALNTaNA laeaun1sn 1 WuaunisnlglunisAiuiaman Cp wefivuali USL unu
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YOULUAVDITOATNUAA LU LSL WNUVDULUAUITOAINUAAIUENS tay O wnuAdulesuy

WINTFIUYRINTTUIUNISTAULR

C. = USL—-LSL 0
p— 60

Cpk AD ANUTIULNBUTZEZUNTENINANAAIVDINTZUIUNIT AUAIVDULIANINRUA
wnzaulasunilanlnafign mnnseuiunsle dn1snseanediiian A Cpk eiANgs vise

nanlein nszUIuNSHue Sauanunsad Jeunsamunamelalagldaunisi 2-4

Cpre = min(Cpy, Cpy) 2
_ USL-pu
pu—LSL
sz P G (4)

IATNFEIUVDUAADNUIY ABAIUBIDRSIAIUVRITIUIUTBLALlUNSHNARYRNANA U 1

v

Ju (DPU : Defect per unit) lngilgnsn1sAmuinsisaunsi 5

FruuaunTestaunnTes

DPU = i (5)

FrunuavaveslsNanf L iInGn

2.1.4  AFMsNURnaUEUDY (Response Surface Methodology)

(U1seue, 2545)
ABn1siuRmevauss (Response Surface Methodology #se RSM) 1WAsn1seenwuu

=~

nInaaassUkuunils Fand

Tnquszasdndniiiemervesdadeiliimnzauiian lavende
wiallavneadinaans wavadidnungaslunisadrauudiaeniiolasmentaymiifisuls
UIUNIN Iuﬁzymﬁuﬁ'mauauaadaﬂmg gvinsvaaesdnaglinsuanuduiussening
NAMDUAUDY hasfiuUidase Qmmaaﬁﬁ%ﬁuﬁmmﬁaLLUiﬁLﬁmﬁTmﬁuq finzauiio

3Bl UNTINAI AN LA URUS N3 95ENINIANNBUAUB AL F LU SDATENN TN
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1) Central Composite Design (CCD)
Central Composite Design 1Jun1seanuuun1smaaeaitednwnanuduius serinadi
wUsAgsnudILlInauaues Nildnvuraudunusivuduladndluduanidass

(Second-Order Model) n1snaaaaguuuuilidunismaaesil 3 szau wazdnisiviunaives

Y a A £ P

Lwiazizﬁmﬁu -1, 0, uag +1 nMIneaeawuu CCD 1U0R Ao WYAaDIAILNITALEDAUN Runs

U

v a

wisuanznsvaaesidniu welilddeyafiismenonisasiuwuudiasmisadale

AFNSTUMLIEEMUSUNTNAABRINTVDIINANIUIAT II1UIY Run LAZNISNAABINLAUNUAS

9y

nsAnw Central Composite Design vianuaswls 3 61 anunsauansnegy eaziiule

mseenuuunismaaesnzUsznaulusie 3 daw fte 1) Factorial Points dslufiilifunisii
2-Level Full Factorial siudrunilsuasnavaass 2) Axial Points un1sufudidusle
Futswilsluvnedl Fix Weiudsduegifininars 3) Center Points 1funsuiudwesi
wdsynduysiiainans Inedimsidendn Alpha = 1 w3e sge¥an Axial Point 1U8s Center
Point tu 1 Geerdananainagimunzaslumsufos (undaSen design 7 alpha = 1 wuu

1171 face centered design) Asuandlugun 2.2

? ?
| t
I _® 1 _ol
- [
+o———_—,w—’——-¢ -_— o-—tief-—1ie
o A
| t
é é
Factorial Points Center Points & Central Composite
Axial Points (Box-Wilson)
Design

E‘U‘ﬁ 2.2 Central Composite Design @5U 3 Factors

2) Box-Behnken Design
A598NLUUNITNAABILUU Box-Behnken {UN1500nLUUNISNARDILUY 3 SEAU 1D
Tlunsadraiuiineu uazgnasilulagn1ssiuiusenitniseeniuuwnnneiiea 2k fu

a 4

n15e8nLUY Block 7 liuiysal mnweuifisudunisesniuun1smaassuuy Central
Composite Design (CCD) Hu n1500nuuUN13NARBILUY Box-Behnken axiifanitlusu
yosmudaveuvosnisnaass iilesannisesnuuunismaassuuy CCD sgldqagudnans
Lﬁaﬁmauéf@ﬂizmmﬁuaammmﬁﬂwmﬂLa‘wwa;m@uéﬂmaﬁgﬂ§u1uué”aﬂLﬁaaﬁ’uLvi15u U
TunseenuUUNIMARBILUY Box-Behnken Design a¢liifimssauiiyalaganisesgnuiar
mnuAaziinsmuauiiedndifnuuazaisuny 3 avangiunsmeassifidumulunis

NAADIES
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o & &

Turuideilazidenldn1seontuun1smaasuuyu Box-Behnken tisainidunisnaass

aNay

AfUszaNS A wasidunfeudmsufnudaden 3 seau lesanizlunsdindoanisn

a1

AN UsveIlaTeUS Ul (Quantitative factors) LU AIMURUIVDITURNNY LA
gaungiinldlunseud

NI ULULATDIL BN ED AT LA AN WILALNUNIUN ML BIVDTIDNSNURINDUEUDS
(Response Surface Methodology) WazN13UsZHIUAIAMNAINNTAVBINTEUIUNNT (Process
Capability Analysis) i ounlyUSUUTetadatndsie q Alinanedwdsiaulaiienay

aansavsuAbiidiganiinaunula

2.2 NNV

2.2.1 wwaliluvasnszuiumsnudvesanavnssusasudluauian (Schulz, 2013)

o
g a

AsnoudiTnqusrasdifiotlaaduiiufinvesisasud waztielaiunnuaisanyes
amdnvainieusnliiundsasud iensuausinnufiswelovesgnAluguuuuvesdussiamsing
7 1w Ausiadn , dlvda uazdvioye Adanudouluiegdy luvueiinnudesnisvesgndnd
ANt meiueslssnurEnsoeus nsvuiunsiudiiunsyuiunsiilindany
wnilgn uazdununsliaiiiyadfiinn melulssnundanszuiunmsudsasudsidudesdda

wieuddldanuiougs duludsndusosefomaluladluaiolnd 4 deazaunsaldvineins

Aa 0w

MiflogeteAu W3aliuszavanmasan wardinadnuaunnvesnseuIunNsHaRlAauYsal @y

Y 9

v
o

SeetesAUszneuveduarasiadeudtudinadunnuinmeveninsgaamnssusaudy
AeteatuAusIuuNIEnusenIenenn | il uaznamans neldusinasulunisugady
AusuUNSHansEAUlan MsIanTruINsHARRIEN1ILELRS N INER I UsEANEnmEs
g9 wazdin1siiTeq nano-ceramic pretreatment 1wl lunszuaung iieusendanisld
nFsuliuazannissosuady lududwiedeuivan nadeviilslunsguisnaslulua

Usznaulumeans Solvent Niaendn 1% wazliifians tin Wesesiuiungumuneves Europe

wialuladidog Skid-free conveyer SaunsnatgliiianizusinszuIunig pretreatment
WATINTINTLUIUNT coating inszanunsntisannsldiundsnuadld esananufoud
aaydeludunislday skid Alnafluen oven. uazanemunsnanvossviuddilvgagl4ans
dunanvesiduiviharans (water-based paint) Wundnidesnulevienisdnunauindes

7AnIAuUUTld Solvent WWushviaraie (Solvent-containing) wadsmsiinisusulsilanaingd

Aon1svinszuIun1INudLUY wet-on-wet application {uguuuunswudnsaudy 15ufuang
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509U (primer) , 434 (Base) uagdla (Clear) yirnsviululnedelasnunisoutieyinliuiaiin

elusiud HafnlARNINNIL LS D9YBINTLUIUNISHANTAUNTT LALANNITOANNITITITUNSIUAR

lowazinsuansuaiyienas

nsann1sgaydsannszuunswudluguwuuvesnslituniu lngaziinnsiuimsysiu
vaaUsgansnmnsidanudlvunnndt 90% nslusuwvuvesmswudlasldiueuduarnisldauly
nsriuieNIzanUTIIANTIEETUNTEUIUNMSHAN LA WA DALY UVBINTEUIUNTNERALAEA TS

LD

o

wwndlunsusuusadanaanedideladiluinmsiauesierdsfaydaywuddsldaunse

U

dnldlaluaAdeasediliosandndudesaugunsallunisusunszuiuns uilufiarsan

Anasaluaunan

2.2.2 Fapwadwesdmiumsldanudiueiusud (Patil, Patel, & Purohit, 2017)

o W

nsldauiannarafnaunimgamaudusowiiunumdidgyluanainnssusasud

<o ]

€

'
[

Wesnnanusaneulangnisldeu (functionality) ddununisuaniisn wagiiiwinudesasie

701571071503 TNATNTUIBAINATL INSIaUsaanutnveIsIsaadlaUseuna 10% dsnali

RSINITUS LNATNT UL BLNEIRVRUTEUN 5-7% LALYILaANISAANTBUSLEZENITINNTIBUNY

o

Fanfidundn ergnsldnuremaiainazetgeniuiunit , aunseduguldegidaszaisny

waznavausienisesnkuuuinnssuluguuuuln q 10 uudaneulandiseswasrinudasnsds |

o

anuUsendn uazfidrAaiigadedutanfiausadindunildlmdls (Recyclability)

q

' v v
' =

Uaqlurnadeveniminsasus 1 du fminvesudwiidunarafineguszuna 150

ke. Wisuiutudwidulansegussanas 1,163 ke. fuulduiiuaineds dauandlugui 2.3

weight/car (kg)
160

140
120
100
80
60
40
20
o il

1970 1980 1990 2006 Prevision

JUN 2.3 uansienisiiinduresnisidanududiunatainlusoeus

(Patil et al., 2017, p. 3808)
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a

nsfnwIazd polymer 13 Useian fatunsaldanulusasudle 4 3 Ussianuan ¢ i

o

Fodrusuiuingu 66% fideuldlusasus 1aud Polypropylene - PP (32%) , Polyurethane

- PUR(17%) , PVC (16%)

1). PP (Polypropylene)

Y a =

FanUssamilfidelusuanuuduss ANnuudunss wasaunsalunisvugaumgiias

U

nuldunnilndensau wazlnsiaugnihluldessuszauanudnsalunisiuguvendule

v
a2 o o N {

Wesmnfimuwdwsaduiivay uwasindlnsiduiidundsdunarafniidundnuigaiidaiig

PULUY 0.905 15U / 9. TAnuauisalun1snumeasaillaeg19id gudanununiumesed

Aaa

UV anian uaziinisldiuegraunsvanglugnamnssuneasnedneie

A5l ; Aurusasud, dafvaisiedl, auuaswada, nasaiuwunnes, nselesingiy

2). PUR (Polyurethane)

a < A 1 ' v

néfyAeuds, angu uavsouiu gTmuianuiuniuienisingiisiges

9

GRIGHON
WlulndgTmuudaldnaneaduianauiveg1aniarnaieonindnisaiemainusoud uaz

o o

Usendnsunu Thduawiuiuainudeu wasnisldnuiu 9 axgndiin ndgsmuldanunsaegsen

Iafillognuasuanlaensviseduiaiuiiinaraivansduysddiulvg

AT ULy, WH9RWAINTNY | ABLAYENISEUR , TUAIUTINENSOUUR , FUAIWNAERN

I3
bbUN

3). PVC (Polyvinyl chloride)

v
o ]

Janilldlugeainnssueueudlunistesiuiinuiuanwesdisosudiiauntesyn

a

sousiarg q wazaglnusnaliviessn lneauaudfvesianuiadfonnuuds wasaudanegy

FuepgiudTinamidny Ianuiunuifsenisinnieuvesanswiuasiviazaty Jauamy

AoanIzaumngiinneg 16

nsldeu : meulwasaewd |, Mdwuldviassosud | vio , Uszg , wisdiivaisind
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4). PC (Polycarbonate)

Indasvaiundnlddmsuaulugrainnssustueud Sauaudfvesninuuds, Ay

wiled wagdanununusisanweinafisendey danauiAniinuiou LagaufuIuse

$98 UV fawazanulussanaenvovesan

MU : LaudvalnTnsasus , Ntnee , waatndasosusnsoLeseslu

5). Acrylonitrile/butadiene/styrene (ABS)

Sapidumeslunaradinfinumu iulawediueiiadstulasnsindiuesalaiu uas
ovmlalulnsdludififndynuieou dlaiulifmarafnfinnuuarlifui Sinledudaduans
g1slirnudanguusilugamadisn arnsadaudasidnainmateiiieusudgannusumiuuss
NFTUNN , AUVIUNIY , NUANTON, A0 NeINA WagANUFUINUsea1TIAT

o

sl : Yudweueud , urUesa , KATeudenAniiagandy , Minin waglangui

6). Polyamide (PA, Nylon 6/6, Nylon 6)

Indorludduisdndulunuludeu 6/6 wislugeu 6 Wuludeusiunyszasifiannsa
Pugulsnsuuundenazuuudaiugy luasu 6/6 dnuaudRlnansnusen1sdnuse daunuim

v '
a ] =

wagdnnuudausudinags Jaqulwasiiuag nsuszendldnderludndnfenisudntudiu

el

melachnsylusminlasdilugaldindezlua (PA) wienduasumeliiuesnaia

nsltdau :Aes, sl gnden, wude, Fudunglinnselusasneud

7). PS (Polystyrene)

woddlp3udunefiweindsusnadeuiafianuud, 1190, aununiuseaisied

waz bl ﬁm’mﬁmnqmasLﬂmmiﬂimmnquﬁuﬂmw WWunaafnAndndenaianusuniuy

falas UV Nlif

nsldau : duseugunsal, Ju , Fudisosud
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8). PE (Polyethylene)

v
a

wanainUszinnidenldnuiuluseaulan Wesniidadlunsdanguy waznaaudfsg

9 MU lUNTEUIUNITHER TAUAUNIUANUTUNR wazauyulun1sHEne

ASIEY : Aa09se (ESusmensean) , auaulni

9). POM (Polyoxymethylene)

N

Polyoxymethylene wiefi$dnlude Acetal , Polyacetal wag Polyformaldehyde WJu

Y

a

Wnawesimnssuuszananmas Mluguduifinnuuiud@doinisanuudgs usadeanius
wazAuluAveliivendey AaautAmaildamuatioslugumglidn POM Swmusieansiadl

wazlyomaslan

A5lFaU - AeuankazANBuen | STUUREMAY , tnduiieng , TWude | awsdnda , drdauay

duUsenoureanasiiaes

10). PMMA (Acrylic)

YanUszaniidumeslunatafinla durndniun nienusoniswaninfifniinszan

e UV 146 uaznuseanime1niAnmunnuasfias s1a1gnnin PC usinseslinduledng

AT : windows, FDLERING, N9

11). PBT (Polybutylene terephthalate)

AuanURTAmuUUReansall wazauau RSl gg [uTanTiuduazimies &

ANUAILMIUFBANUASEaL ULl AW TInALS U

nslde : dSeusazlidovuen , daunthwiamaieiing , fiseussuvden , defulsen

Fuduasyisnes



12). PET (Polyethylene Terephthalate)
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NOALDNAUILINNLAYN TaAINAA 8N UAY PBT 4AUAIAINI9AMUSDUN AR auTRN4

195 waziinuaudfvesiuinnnbey dulugavldlunmsaiaduloduaseilazvianaiadin

q

AneRInduuuRandein meldve” Indeanas”

P

nsldau : iauuksukasNegondaifes, Ndaluvin, dhaseuinieseud

13). ASA (Acrylonitrile Styrene Acrylate)

'
1o

AauaLRTlannursnatafnUsziviifedenumiles muudanssifnunoansiadl

wazAUAIINIIANSaUldAusaan weInAlifean1sldueTIuIL TdvEes Auiuad

g9 Yaidefnillawnasiiniiinaiuily

A5ty : Aaseulusinasudiunelukaznisidnunaiass

TnganunsaasuussinmvaananainiurlUldlusoswdladannsei 2.1

M3199 2.1 Ussanveananainailiasneninlunandurudiusasud

(Patil et al., 2017, p.3809)

Component Main types of plastics Average Weight in car (Kg.)
Bumpers PS, ABS, PC/PBT 10
Seating PUR, PP, PVC, ABS, PA 13

Dashboard PP, ABS, SMA, PPE, PC 7

Fuel systems HDPE, POM, PA, PP, PBT 6

Body PP, PPE, UP 6
Under-bonnet components PA, PP, PBT 9
Interior trim PP, ABS, PET, POM, PVC 20
Electrical components PP, PE, PBT, PA, PVC 7

Exterior trim ABS, PA, PBT, POM, ASA, PP il
Lighting PC, PBT, ABS, PMMA, UP 5

Upholstery PVC, PUR, PP, PE 8
Liquid reservoirs PP, PE, PA 1
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NuITelvNsAnwnuantRvematafinUseianee o wialinsuiisten Teiduvesinghiu

o w1

wanaintuusazyseiny wagnsudstadninde neunagyinsusudunssuiuns dwsuiudiuiuey

ni-ndwedssnunstlifinwiazidentdiannatafinuuuuseian PP (Polypropylene) d4aflus1uves

auudaussanansanusiegumgigunsiludesedon1sdatuguinamngia

& £

9 Y

223 mnneideyanainvamasunldlunsnansnsudlaednludi

(Labbus et al., 2019)

mAfeivihnsinvidefuiimsssdudoyamsldnuliihnelulssnusdnsosud
3§ﬂﬂﬁﬁ1%a§1u{]aﬁ;ﬁ’uﬁaﬂﬁﬁw energy load profile TBIAAZLAS BT INAUTURKUNNS
Nan lazgonisaoNines Im8’3§m'§€fﬂﬂéné’mqﬁﬁdamaiwdwﬁay‘awé’qmuﬁwnﬁhaﬁ’u 9
dutanusvasdresmidetuiifioadnsssviiened wazdumundanulinsuianisuilae
Tihaelulssnudieilildnilunsnununiskanesnivsyansamiielfaunsendnaudn

Ianneleduyuisnfan

q

msUsziunsldndsnuvesadasinsudaziraunsaild Tnonsiuameaandu
nawils wislvnsuisanugmsvinussaeiosdnsluaniug ey faguil 2.4 wdniudnluiiu
wazasrslnnalunisviunelagld KSE : Kernal density function aunsgiisldariioansndasui
2.5 et lUldmulunmsaunuresssuunisnanlnl wazUsouiisusnsnisiundswdle
dieufuluusozieiesing defdldannisdniluasiifio aunsoan workload Tumstleutoya
Tnsauiietougniuzmsimurenesednsdiluiissuulngldaunisvhueammdsnului Ju

P28 Kw i NS Iui9an1ue NSy uUaaAI oINS kaas s

a.: 15 minutes acquisition interval

Wq[klng
% Standby

Power [kW

6

40
Off

0 | ;

Operational
0 P

0 10 20 30 40 50 60
Time [h]

b.: 15 acquisition interval, simple load profile
30

260
=
§40
520
a

0

0 3 6 9 12 15 18 21 24 27 30
Time [Min]

c.: 1s acquisition interval, complex load profile

20
215
10
5
0

Power [K'

0 3 6 9 12 15 18 21 24 27 30
Time [Min]

JUT 2.4 nmluansiastiiilunsdagyasa

(Labbus et al., 2019)
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a.: Histogram:
600
- Off

Standb
400 aneey

Count

Operatlonal Waorking
200

o |..|.I||||III||‘ "l"l""""“‘ l

D 10 20 40 60
Power [kW]

b.: Kernel Density Estimation:

0.08
Operational

Standby

Wurkmg"-‘

0 10 20 30 40 50 60
Power [kW]

JUN 7l 2.5 nsmiuamaaslviindiansnsnyinneldain Kemal Density Estimation
(Labbus et al., 2019)

AfeRdiTeldmunuluguiinaiviimsanduyurenisldaundsaulrifindmiy
i3esdnssneg melulsesnuannsansuaniuznisihnuvemniaissnielulsanu sauldis
AwasaiAssmIINsUslnandsnuilugamaninsalunisdrdanisldauminiisnduay
Aalianu130anfuuN IR IUNENIUAY wardIausaan workload vaaninaulunistau

Jaya
Y

2.2.4 naa Wﬁ‘l]i]\‘lﬂ'ﬁ‘]ﬂ'l'\]ﬂ%tﬁﬂﬂ~ﬁﬂ%ﬁﬂ1ﬂﬂiuﬂﬁuﬂ1iﬁ'm%"l]ﬁ'lﬂﬂﬂiNﬁﬂiﬂﬂu@ﬂWﬁﬁiﬂ

IS4

Tsanuiisiduyudiiga (Pujol, 2016)

TngUszasAvatuiIdelaanisuuslufieg19velssuniuInsgIusa9nsdnnig

H

v

uyuiAluszaulanlnenisldndnnisues Lean production wierindnvaadeuseinnsiigg n1s

'
Y ¥ o % A au a

wafimnnzandmsulassainesanslunihnnsuieveulni 9 Nsfinyidednvivunuisnngn

soeuRlUUSELINE Romania

d01un1salnaInsaeud bulsEina Romania aoudfiuualiusie 9 aunsaasuladu

[

UssLiusail

o

o sosudilunlufimnuiliiduiidudouiinfuiuinanusinou Tnaanzeeis
gafgiiutudiudidnnsedind (infotainment) gunsaid1uaudasnded

LU ANLAILNTAAIUNSTUT MluTRiaiuANVaEAInasunglun1STU

oy
aNa =

salviRgety
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Y a

o uansnsuddnlnglinnudidgyiuniseenwuuiiugiuressasuifiaiunsaly

U

v
a |

NuruaunulAieanaAlgIglunsTaILN warddeTudrulml Feavvinli

FIANBsTUAIUYNA

o gnenildnusasudiinnuaanisluiesweinmunin uagn1suuldaanzves

AULDI
®  ANNUNIAIYRIRAANVNTTHYIUUATNITUUNTY UWarnadulusaaesIANIn

®  JAN19IBINAIAAIIIIRT LU NN ITUBIMITAEURLN aRaUlaNg NS IEa Uy
FInUsrINTUTES1IAUTTNTR

£

nsiannlssnulidulssnundnsasudidduunsadndfign sududeddudnns
299 Lean antslunisdassanssumsuiugsnssuiumanielulssnu duusndenis
nszuaunslidunssuiunssdaiiiied Layout lumswaniivnzan drufiassiensinisan
dunuidludesesssavsamilunsldnuaudeisutiuliinamuitegas msanduludes
vosiuamulnl uazanaildanedug nndszinn ieanusnandunua daludmiauluses
yeansinnsruIUNM T ungan fegrtu vuvemdnaunauamsazfunuiiads

AauAliuneadng nszuIuNMsiigmsazinisdnitdymens Tanusaneuiulddie wWeilaz

aunsaudetuivesdnsneuenls (Auansaguluguin 2.6)

1. Simplification 2. Cost reduction

New layout (material flow optimization) Efficiency improvementin HC, based on actual
100% of Lean implementation & utilization figures

Easy lines and machines Reduction of investmentcostto 50% less
Easy production concepts Reduction of other costs to 30% - 40% less

Reduction of services & internalize

Fix costreduction with 30%!

T
)

3. Process optimization 4. Achievement of competitive advantages
Every employee mustadd value 7.5/7.5 Internal lines & machines: designand local suppliers
Improve the flow & the continuity of the plant Pre-analysis ofthe optimal process for new product
Improve alladministrative process in the plant & development

indirectareas Improvementin all plant areas

Make visible everywhere the deviations, delays &

problems

JUN 2.6 a3Unann15ves Lean

(Pujol, 2016, p. 391)

dmsumadaluidunisusud susnudinislulssnu i eusudganisivaves

NSLUIUNITAANISIINUNILEINITANINTATETUNUN wazanlia1resnseuIunsuantulssu

1ngN153ARHUAIlTsUIng Tnefia1sana1nNITIRHUN1SREATINAUNITNIRAT MU gaY
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(Optimization) lin1sldaunuiitesign Usingasguin 2.7 Auansdaunudslssnunouliuuss
wazuasUIUUse

$301440

[ S301440 || |

Fig. Layout_2014/Q1

Fig. Layout target 2015/Q2

JUN 2.7 wndslssnuneu-vdanisuiuse

(Pujol, 2016, p. 392)

nszUUNINARTignUuUTRzaansaiukInsiunmshnudisunssuunisndn

wuv Batch Tinaneiduszuu One piece flow ifieananududeureinszuiunsuazdiaunse
andiunle Asuandlugui 2.8

B i BT
SO aey Minise

Before optimization After opti;nization

JUN 2.8 wnulalsesnuneu - nasmsuTuls

(Pujol, 2016, p. 392)

Aanssudulsansyuaumsisuagndavihunduna 12 wew lssnudsnarsldiauwn

Dulssunafiandusiugunsede Tagamisoanduyunisudnld 50% wazandymuszdriud

WnTule 80%
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v

Y ] o < Y a
aunsoasudafeuisnudiialanadl

1) vimnnszuaunsTidunssuiumsiig

2) vhnszuiunssaslidussuuseios (work in flow)

3) damaiuufiRoundentautmnensiny uesunumnihiinsuiaseuliday

4) anveuds vidodwilidnduyndsadliruiioaanuiitinuen uarliunUadgmBsiuas
i

5)  nisfidusausywinawhanududdiddy

6) nsafeiiununfiesulatuielssnuvensiilulsnunafian

o

NUITEMNANIT9UTEUAINITUINENNITVBS Lean production LUsAUMAIL
geywan visenisgadeniglunssuiums wefasannsavimsandunulanieuianisnAves
Jadeidnnafian degrlumiuddeasmsnwnudiniglulssnulndiieiinssuiunis

nuiusgansnmasianniglinisldanununndesian

%

225 nmsaafuyunanlagldiaasiie QC tool wazn1sdnn1stayandviauuy

Realtime (Shivajee, Singh, & Rastogi, 2019)

geamnssususudiunumnddylussuuiasegiavesssinaduie Andudadu
wanved GDP Uszansnelulseinaduiedia 7.1% wazAnidunisdnenuia 22 druau lned
wlliuveansuanguguduszianassdenelulseimaiuualdugaduiaraaigaluussnyn

Usennueagnuguanilinsaanneludseine

YOANANUBIYNUIUAUSELNNERIR DT EaANSHANN L UT U N Taedlauidediuiunia

o o =

MasnuluewemnIsinnsauyuvenseuIunsHanlaeiidminghe

e LieszyasAusznauvasmuyuiiuanglulsanuluusiasnszuIuNSTRNTEUIUNS

HARYUEUA
® a1 1ATBW MR Quality tool uax IT tool lUldiiieanduyunisuds

®  AuIYINITIATIEINANTENUAeY Tunseuaunsndntanunsaviliandununianis

nanle
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o W

Fumeulunsduundszinnesiurumandnduiomeaudnldun Aringhumanse
ALTIN1IRSY wagdunulunisulasanimvenszuiunde dnsivdeyadunuiainaningld
SCADA waz SAP dwfulssnunsdlfnwnidulssnundneueudussiavaasdeiidiununisnain
a9 46% wmmandniivilifsenueiigdeidesauannsnvesdnginsuilnevesiisus

U 9

LATISIANINNUIBNAN

FunumMslasdn nveInszuIun1skanianunsaiutayalanuandunsnad 2.2 uans
Tiiude dunuilinduiassdinaude Frame plant Uszneulumenssuiumsideunasnuadl

AUVUNITHENFONUIENIEY 57.25 UIn/MUIe , Machine shop 37.25 U/viag Uag Frame

'
v a

assembly fAUNUADMUILYINAY 5.5 VInseniie InedT1eazidenaunuNaInNITUTUUTIA
wandlunig199 2.3 919 nsansunuuianldlunis Tiauseuunnieu Anseawdnsy

nsAnusalunszuIunInud anAgllenldlunszuiunisen air filter

A3V 2.2 LARIRUUTDINTEUIUNIINENTDILTIUNTAIRANYY XYZ

(Shivajee et al., 2019, p. 6)

S.No Sections and Manufacturing cost Determinants Cost/Vehicles for FY 15-16
A Frame plant (Weld and paint shop) 57.25
1 Gas for oven heating 17.00
2 Paper masking for painting 7.18
3 Graphaics Rejection 6.00
4 Other chemicals used for treatment of paint waste 4.90
5 Brazing Fillar Rod 3.15
6 Sheet Metal Parts Rejection 3.10
7 Paint Removal Chemicals 276
8 Pretreatment Chemicals 2.40
9 Mig wire 2.11
10 Buffing Abrasive Wheel 211
11 Oxyacetalene Gas 1.24
12 Air filters 1.16
13 Liquid Argon Gas 1.05
14 Hand Gloves 0.83
15 Sanding Disc 0.65
16 Copper Electrode for Seam Welding 0.63
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AT 2.2 WARIAUNUYBINTZUIUNIHERYRALTIUNTEIRNY XYZ (siR)

S.No Sections and Manufacturing cost Determinants Cost/Vehicles for FY 15-16
17 Sanding Belt 0.59
18 Rust Preventive Chemical 0.39
B Machine Shops 37.25
1 Tool cost 26.20
2 Consumables 9.50
3 Aluminium and Steel Parts Rejection 1.55
c Frame Assembly 5.50
1 Assembly Parts Rejections 2.60
2 Consumables 2.90

Total Manufacturing Coversion Cost 100

M3 2.3 UAAEIAUNUVRINTEUIUAINEANFIUTUUT
(Shivajee et al,, 2019, p. 6)

FY15- | FY17-
SN | Manufacturing cost Determinants 16 18 Saving Improvement details.
Frame plant (Weld and paint
A 57.25 35.67 | 21.58 Saved US $2.2 million
shop)

1 Gas for oven heating 17.00 10.88 6.12 Change of propane to natural gas
2 Paper masking for painting 7.18 1.5 5.68 Masking layout change

3 Graphaics Rejection 6.00 2.56 3.44 Graphic size optimized

4 Other chemicals used for treatment 4.90 2.5 2.40 Sludge being transferred

5 Brazing Fillar Rod 3.15 2.28 0.87 Altenate supplier introduced

6 Sheet Metal Parts Rejection 3.10 2.66 0.44 Process made defect free

7 Paint Removal Chemicals 2.76 0.76 2.00 Rework improve

8 Pretreatment Chemicals 2.40 1.97 0.43 Now chemical introduced

9 Mig wire 2.11 1.5 0.61 Wastage reduced

10 | Buffing Abrasive Wheel 211 2 0.11 Rework reduce

11 | Oxyacetalene Gas 1.24 1.92 -0.68 Supplier increase gas price

12 | Airfilters 1.16 1.17 -0.01 Alternate supplier introduced
13 | Liquid Argon Gas 1.05 1.02 0.03 Wastage reduced

14 | Hand Gloves 0.83 0.86 -0.03 No improvement observed
15 | Sanding Disc 0.65 0.64 0.01 No major improvement observed
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AT 2.3 WAASRIAUYUYDINTFUIUNTHAAMEIUTUUTS (D)

FY15- | FY17-
SN | Manufacturing cost Determinants Saving Improvement details.
16 18
16 | Copper Electrode for Seam Welding 0.63 0.54 0.09 No major improvement observed
17 | Sanding Belt 0.59 0.56 0.03 No major improvement observed
18 | Rust Preventive Chemical 0.39 0.33 0.06 No major improvement observed
B Machine Shops 37.25 | 34.87 2.38 Cost reduced in tool segments
High performance tools
1 26.20 23.65 2.55
Tool cost introduced
2 Consumables 9.50 9.69 -0.19 Cost increased
Aluminium and Steel Parts
3 1.55 =553 0.02 Improve daily work management
Rejection
C Frame Assembly 5.50 5.28 0.22 No major improvement observed
1 Assembly Parts Rejections 2.60 243 0.17 Process made defect free
2 Consumables 2.90 2.85 0.05 Improve daily work management
Total Manufacturing Coversion cost 100 75.82 | 24.18 Saved US $2.2 million

NARINTNTIUAUNUVBINTZUIUNSHAAKED bitiasesdio QC tool lunldmulaesusduain

o ' a

Pareto chart UandnaduaNud1AyTesdynluis osvasiunuUeINTEUIUNSHAATHAEWdn was

Y 9

L 3 YooY -:4' < 1l 1 v ::4' £ '
ansadunamiulddndunuigsiiansgil Frame plant lnguengosussinnvasiunuingsanlaun tool

9 Y

cost , gas for baking oven (sananslunny 2.9) Fslminadesdloununininelan wse Cause and effect

diagram iielvinsuisladeseqifeddesiunmsidnusiuuiananings Gauandugui 2.10 uag 2.11)

Pareto for Frame plant Conversion Cost
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90%
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;
20.00 e
60%
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40%

10.00 20%

. 20%
i 315 310 290 276 260 10%
155 124 116 1.05 :

0.00 0%

Tool Cost

Air filters

Gas for Oven Heating
Consumables(Machine)
Graphics Rejection
Brazing Filler Rod
Consumables(Frame)

Assembly Parts...
Pretreatment Chemicals
Mig Wire Dia 0.8mm
Buffing Abrasive Wheel
Alumininum and Steel...
Oxyacetylene Gas
Liquid Argon Gas

£
8
E
<
£
]
®
g
<]
E
]
<
g
©
£

Paper Masking for
Sheet Metal Parts...

JUN 2.9 UNUAMNLSIALARDEAUAUNUNSHARTIeER

(Shivajee et al,, 2019, p. 9)



Probable Causes of High Tool cost

MEHTOD

MACHINE MAN

Not used right
specification tool

Tool mounting loose

Componentsare not being
checked as per standards

N

3 High speed

Tool getting heated

,_\| Less coolant flow |

—
& High Pressure

Viberationintool |\

Unskilled Manpower

holder

Lack of tool and
process knowledge >

- 4‘ Skill

|

Less light on the stage|

Standardsnot |——> Tools getting
defined broken
frequently
Components are
—, .
checked by wrong Tool material
instruments having less life

MOTHER NATURE

MEASUREMENT MATERIAL

High Tool Cost

standard

Depth of cut more than

| Raw material have
high hardness

JUN 2.10 wnunninsdaniedinsieindadeniiestesiu High Tool cost

(Shivajee et al,, 2019, p. 10)

Probable Causes of high gas consumption

MEHTOD

MACHINE MAN

Wastage of gases | ——>
High unburned gases

Leakage in pipelines

Error in reading —

/| Delayinburning
L e |

Unskilled Manpower

Very high flow rate

knowledge

Lack of operator

\"\,\ Skill

LN Y

Environment
temperature varying

—

Gauges are defective|

Norealtimedata | >

. Low quantity | 3
being measured r

given by supplier

MOTHER
NATURE

MEASUREMENT MATERIAL

High gas
consumption

Impurity in propane
gas

. Low cost gas not
explored

JUN 2.11 ununniadaniedinsigyivnUadeniieidesiiv High sas consumption

nsAnwdeyanmuanlsnulivsulnadadeiiiestes iendlatymniinyy

'
a a

(Shivajee et al., 2019, p. 10)
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paper masking @1313aUSuUTIwwIRlimIganiuiunnldanuls wasnuildlunislianuiou

Yaaun1aunglunsruIumsnudaiunsausulld suansiaiuseinnludfaiuisalaanuluga

gaumnininIlaegnedivsednsam



33

agllainenavnssueusuimanzUszaunueiunsudstuiunglungulusosves

k% a o

FuvuNIINEs fauluanuideild

o

npUsgasnlun1sAnwesruseneuvewuyuelulssu ua e
Funeulunisuiuugmmuannsavesnsruunmsianlnenisliiaiesdio QC tool anfiltu pareto
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226  MIBARUYUATZUIUNITHWUE  (NIANA, 2020)

n1sfnwranmvensyuIunsuaas el gainduesaniauannes dgymin
aoamsuilufe Jgnisesnnududdesnisldd@uniivsuiauin meaanailulsznauunuy
ana1veINsEUINNITaNd s sAd oud1edan A ldlunseuiunisudn uiTeiIninisns
AfiunuAeniseeniuuiIasisnluAuamIn 2 310 Lo Tunsiaaeunisriudneutasnas
Y A o 2w = 1% v = o '
n13USuUTe Wevihmsiiudeyanisviudneuuasnainisusuusaqunn lneddadendeanie
- Y Y a A A = da a ¢
A e sudlun Aniled wswiulni ussiuan uagdniniallellanfenisinseilam
wazuilodgymvesnunudd ulngldunugduanavauazua (Cause and effect diagram) 714

wansliiiuisnuduiusssninsamavesnuRaunfdulSinaeugadeiintuaina i

AN Laganungay

HgyitnuAennumundvesdusazsieddreglunusigauazifuinasgruih i
nslFdAunIAUnR dwansenudefunuiidudeaiuausniu SdldldinTesienuay
A sdeiiedumiladoiiivitosiineliAntam Woasdnausuugeelifdetu Tiun dn
o usatulalil uazkssiuau MnaAteanmsonuldhanssulnih s aufigae g7 90
Alalaadt wssduaude 3.5 115 wasnavaaosrwouieAfimzaudmivA AL AEbuYAY
60% udv139wiiu 80% vasndnisusulTadainandmaliusutunslddmanas 1.02
Alanfu anunsaAnfudunuiianasldivindy 69.36 U diFeuanas 1.02 Alansu AaLdudu

104.04 U wardvnanas 0.84 Alansy Andudu 79.80 U Tnedndutdude 12 Juau (A
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eazduanTusnanslddneu-vdinsuSulsddugun 2.12) uasdipsanunsanmunuamunIn

YBINTEUIUNSLADNIY
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JUN 2.12 nsmilSeuimgudinaunislddneu-vaanisuuus

o

(W3RN, 2020, p.527)
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227  nseenuuURalssuiNaanduuAIvuagdansErdteaaniiny Tuarenisuan

Pre-manufacturing (nuN15584, 2020)
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nsldmgefnsnneunudslssnusgraduuszuu (Systematic layout planning; SLP)
32uAulUsuNTy Auto-cad Tuanenisudatiialtiungievinnisusuusanseuiunisiuassillag
wwannalunisusuugeasy wduluiissauanuduiusveswnazvanidan dunenislve uag

NANNISEANANTANUNNTYINUYB I LE

wafilsnnnisesnuuuisedlssnulul fuavilszornsunisvudeiananas 40.46%
wazaBNIaUTUUSIATIIANIN TN T UL IR LA RNTUBN 10.72% dwalviFunuaiusmis
mqﬁLﬁﬂmﬂwﬁﬂmuﬁuudﬁaqammwhﬁ’u 317,250 Usal AT SRt oiaueuuyIfiuhy
Wearudesesninhiladedegfiiesdeaduninnsanlunisesnuuuunudslsanud ewili
szozmslunisvudsanadlddn wazanunsoandunuldifiudusolulueuian dweslssnunou-
vdansUiuUss dauandlugui 2.13 delssnudlasssnanounsusulse avaansadanauiule
11 faedlssnueunsuiulsasiidnvusseadumaudsianseniandiuifaududeou
waginsdansaninsvienludnwaeiinnsnszatedieenaindu waglugud 2.14 1usy
unuiflssnumadeniioenuuuiulmilnelilusunsudnanasmieiiiolfssszmslunisuudsd

108 Inefidnwaiznisisaanfauidudunse

— VNC

0.

e LS =
=
1=l

r_m_ n

w 9

U 2.13 ddlsanuidnlassneneutiuuss
(AUNITIE, 2563, p. 1181)
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— Shared

AR

JUN 2.14 dalssnumadeniieanuuuiul

(NUNI58Y, 2563, p.1181)

2.3 a3UNMINUNIUNQE] wazauITenineItes

nsnumunguindndulunisaiiuvauveadifesuiuainnisfneiai eslensadfusiaz
Uselan 1y uHugin1aUal , nsUseluAIAINaINIT0ve9NEUIUN1T (Process Capability Analysis)
MADAIUNITIDALUUNITNAADIAIEITNITWULINOUAUDI (Response Surface Methodology) laeil
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o 1

dmsunsnumunuddeiiieites gIdelavinnsAnwnuidendegluisewenisandunuves

kY

nszvrunswannglulssnuvidluzuiuusne Wy miaadunudeindslunisvuddlagn1suSuuTanuRs

a

melulssnilnl msvsuddsuniedislunshnunagyilinunuresgunsalifanas n1susurila
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WiFnA waramy (2020) danulndifssiuauideluased MdudasnsujiRnunsuduainnisly
\A383ilaua9 QC tool 1Y UNuIAIaT NMTUATIER 4M N13TEANANBIINITE 1YL DT IMAUA WM
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U 9

testing) WA¥ATNTILATIFIANLUTUIU (Analysis of Variance) liteasnsanudosiulunimaassitlaua
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uni 3

JURBUNISIAIIZINITR TN

3.1 M5zl

vy '

Yymalauduenuaiiunsideluassil tNeadesiunis@nwmnudunusyesnununUetud
MmAgesiudadeindisingg lunseuiunisude dedudddglaidrlunwinssuiunisvesunundad ugd
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Material Injection L Assembly Assembly shop
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Mixing
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3)  YumpuNSNUE (Painting)
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finuvannuatevesdninuulinusiad wazaudenisvesgnd gavineuniswudla (Clear)
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Judunuasaadsgudl 3.3 lnevihnsiiudeyaluiiow nsngiau 2563 §ideiadendlanldnulungy
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v
[ v a1

Fudlaluuinufangts (SD) dudiAngandn 2.73 dawavitlviAn Cp = 0.40 uaze1 Cpk = 0.36 fisnineni
gugauls (1.00) {I38islaidonyiinisfnyinisnsrurunswudlaluusnadnanlagagidonywm il
Anadsvosnrumundudlalianaadiutegfsnanssinedndrfaduans (LSL) uardadosinduuy
(USL) Bnviadiasjanelifen SD shas A Cp , Cpk frgstiu wazanansaduuumdumsusuusmaviudlu

USNUDY 9 VIlIHAnAtueinusunt wazururaswessosusnelulusuian

M5 3.1 Toyaanuvunvesdlavesiuyundafiuiin zone B

Thickness Thickness
No. No.
(um) (um)
1 22 19 24
2 22 20 23
3 25 21 19
4 22 22 16
5 23 23 21
6 21 24 17
7 24 25 20
8 22 26 26
9 21 27 25
10 22 28 24
11 21 29 29
12 20 30 29
13 22 31 22
14 20 32 22
15 21 33 25
16 22 34 20
17 20 35 21
18 24




41

=22.2um. LSL=15um.
| USL =20 um.

21 24 27  Unit:um.

JUN 3.5 nswimsnseaemanumuvestiudla feunsuiuls

3.2 Yumaulun1sineanngasdeym (Root cause analysis)

3.2.1 YUABUNITINAINNITY
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3.2.2 mydmszvimanvgveslymaltsunuisavauazka (Cause and Effect Diagram)
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Switching of pressure Clear paint
Sprayer thickness of Rear
Bumper at B zone
Paint
is Cpk lower < 1.0
Spray vicosity
round Paint
Gun .
distance Paint material
formulation
METHOD MATERIAL
JUN 3.6 wnuniimeUauanstsmsineilaglandn am
A15799 3.2 Yadeidnuaziansenurealadenamununveatud b
o @ o 1 P 1% o o 1%
ANAUN U Uawidn NansENuUVaIUawULLN
1 Man Hand speed
AULsaile Anustlelurazidufuunuani&dmivg

asuutueilngazdeddnuilofiad
wazananadelunsiutiuiiduiuluey
damarhliAntgmiludewosdlnasu
dlownandfinuesnuneeziiunin
19557 wazlunensIuTILmNE 1IN ULAY
YuSuAuniawasgiuazadmaliainng
MNTBTUAMNI RSN T Tz 0 E Y

v v

viusuulateeas




aq

A15197 3.2 U981 IMaEHaNTENUIIU8MADANUNUNVRITUELE (5D)

¥
v

anunl | uany

dadgdndn

NansENuvasdadgtn

Man

Pitch path

sverlunsnuLa ey

nswudasuLiTun UL lun sy
Snwazuuennaiiion wazluvaefidnism
Huiredosius i dudediszorlunsviud
wiaenfufuLuIMURL Gz iinasorumn
YoutuALarUTInaeInsI¥alnenss d1mn
TszerlunsnumdouunnazBailisua

Tunsldiiugadu

3 Man

Experience of sprayer

Useaun1saivesnany

T
a o

Uszaumsalvesthanuiioduduiiddgy
dlosniitadenarvesafiisadasiugig
Wy Freeagy AuATilunTsy ANS)
Tunisanduazdosmadl Msiussesises

v

YuUAUTUNUILADIAIN WaTATADIVINANULA

£ v f Y

URUSAUEIINIUVDITZUUNTHARLABILIAN

takt time wJusfivue

q Man

Switching of sprayer

ANSAAUTIINU

H33AT TN TAFURIVRIY WA NN WY
nsvhauiiiedestunudssunsely
nsriAagdosihalifuiuae 4 42l

TnsUnAudnanfitneminUdsuvieadudiu
Tuthsusndnazilonavesnisiiadgm

A wAntuiaiualunsadunEeud
Pranudadudumisiiddydenanmyes

FUIU

5 Machine

Paint flowrate

dnsnsluavesd

fns1nsivavesd (Paint flowrate) Wullade

Yudwennsasnsndaseniisianunsausu
nlgistiuniud Tnonsfnwidavinms

USudsumsnsnisivadi 3 seeu de 200

, 220 uag 240 cc.
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A15799 3.2 Yadgidnuaziansenurealadunannurunuestudla (o)

o w a
GRIZA]

RUIANY

Uadedndn

NansENuvasdadgin

6

Machine

Air pressure

LS9AUBINA

usauene (Air pressure) Ludadetndn
youpsasdnsiamsaususenls Tussuy
yosturudasiinmsldaudruiionss
Fundeudinueenly Fdumnuisedvhns
USudsAnusasuemMafiumnenat 3 sedu

f 0.15, 0.325 Waz 0.5 Mpa.

Machine

Pattern

AUNINIUTN Y

Anun ety (Pattern) Wutladeiign
yeuAtesinsfianunsauusanld Tnaaan
NIN9VINTN VUL AINANTENURDAITNTE Y
FrvesElununte uazUSunamedildly
AN dmsuAauniswesMtud
imsfinuniley 3 sedu Ae 15, 17.5 uax

20 cm.

Method

Gun distance

1 =l 1
FLYLMINVDIUUNY

sypviavedunufuiufivesiuny Tne
szuzviefinaninaneazessdiieanunain
Uanguoalunuseeen1 wagn1sNEAeUes
e ATinnasULFITUNY szyilFHaes
sypzvivastunuiiuasunasiy fina
TnensafomuMuITetuE Wnszozinees
Yusiuannagyldmnaumunvestudanas
Tumansaiutnuminsseginsosunun

Thdduauunnvilvenuuivestudunn

Method

Spray round

F1uusaUluNITHY

sruseulunsviude Tagundudaen
wmsgilunmsviudimual Siduegi 2 seu
é’mﬁaqmmmmwama 5 Tunseeniuy
anflunsnud Avualaedalusnng § wu
ANILEIVESENNIUNISHER UsELnnveEi

Aenfuszezatlunsuiwesd way
suznaTunmMsdafveddnouiiasdnluh
nseu ulUBsnnuniavesanndniswud

d' v ) . A '
LT3 ULIAaN cycle time Alalunsnu
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A15197 3.2 U981 NI IMAEHNANSENUIBIUITEADANUNUNVBITUFLE (5iD)

o w o ' o o Y o o W
aau NUIANY Uaeudn nansznuvslaveuti
10 Material Paint viscosity
ANUntinvesd Wetasiunuantaniwednidlunismu

ANUNTIAUDIATINAM DL EEIAUNSLEAE

SrgE AN lUNSNUMNIvadLAazanl

11 Material Paint material anltlunisnusasuRiivaInianesnATaEN
UszLnnuesd Wit (1K) Hdruusenauveaidiieasi
WEd ASUITABINRYNarasUKEY
WU Auues vsedonuselnnAedwiieti (2K)

& aaa '3 & v a Y aaa
WuavilesnUsenaumenduasaLssunsen

(% a 7

PRIINN TR ILAI VLT AUALUR MR

q

I3 =

ﬂ’J’]SJLL%QLLiQ'YJ@Q‘BJUWaZJﬁQ gAnunuyu gn

Y

a a

Wnneled dUsznvdeu Fvtindaziiiediig)

aNa ¢

maImam%auﬁqmmﬁ 120 - 160 C f7aw
Adaaniun farundauswesduiiaga
g9 nusleRiazateuazansIALiang 9
wenantudiinnsBaneiBouann ey
WA NuRsLaLAn Lagastuannadlady
aehed AvdniiAedililulssnudsynay

SDEUATILSIANAIANW

12 Material Paint formulation aerUsenauneludnlalunsnudsosusd
a v a0 o v 1

GEGHRIRNG ansldnisnandnewdluldnulunsmu

Usenaulumelled vianediu wiu wed sy

avane asusuLes wazansivinlnawdasn

VA o

Aielasmiulunisseauaudavesiinau lnedinausinshinzuuwrewsasTadeinertasiv

AMavUYestud Iau@niia 3 v Gdanisunun Havidiaans uazimtinguresnunud ameuuu

v v a

Tnuurazdadeuagswiuausanudn wuamsnisudlatyn wezsiududadulasgradussuuswiu

v

naINtuIasUteyavesnsiuularasuanuduiusveiar Uadeninarennunuvesiudla uas

'
a1

insdndunuiladendmalirmanunuivestudladaiuinninAunsgiu aaenauinunseiuveslady

ziludnuselaedidemgy Weldidusumalunsveassely



a7

PITNT 3.3 LTINS IRAZLUUANENRUSTENITaTERNee AUANRUNYBITUELE

STAUAUFUNYS AMUNUNYVDITTAUAUTUNUS AZLUY
1nitgn Hadeilrnuduitusdonnumunvesiuduindia 5
11N Haseflrnuduiugrerumunvestudunn il
Urunang Hadeimuduiusserumuvesduauiunans 3
1oy Hadeiauduiussenumuesiudiios 2
DRIERN Hasefimnuduiudienumuvsstuddesinn 1
laiflua Haselaiflennuduiugrenumunvestud 0

A15799 3.4 N5UTERUATLUUANLFUNUSUDILAaYUITuNdINanDANNRWIYDITUE L

a1au Uadeudn A 1 A 2 Auii 3 | Ay
i AZUUY AZUUY AZUUY 37U
1 Hand speed a4 5 5 14
ANLLSile
2 Pitch path a4 3 3 10
szoglunswumdon
3 Experience of sprayer 4 4 5 13
USEAUMIAIVBIY WY
4 Switching of sprayer 3 3 3 9
ATASUYIINY
5 Paint flowrate 5 5 5 15
nsnslravesd
6 Air pressure 5 5 a4 14
LIIPUDINA
7 Pattern 5 4 5 14
AMNATIIUTTU
8 Gun distance 4 4 5 13
SEYENUOIUUNY
9 Spray round a4 a4 5 13
Swauseulunisnu
10 Paint viscosity 2 3 2 7
ANNNLATOIE
11 Paint material UszLnyuosd 2 2 2 6
12 Paint formulation qmwammﬁ 2 2 3 7




a8

A3UNATINVDIALUUNAMNETBIT691e 3 v waaslugufl 3.7 aunsodanaiuitnsuuues

Uaduindmia 7 dafiandilndiAssiusidahundieseise nsusndunuinmgves am

Score of each factor concerned with Paint thickness

100%

90%

80%

70%

60%

50%

3

=}

%

2

=1

%

1

=}

%

0%

JUN 3.7 wuannisiidnawiuraTinvesrzuuyesdaein

° ) Y] a I v & 1 v o v a4 1% )
dwsuladelunuinauy (Man) aun3n wazglernglianuuil Jadedndineitesivau
' 2 a ' -:4' . 3 ' '
W AaLslunIstAuty (Hand speed) szozluniswuiwdeu (Pitch path) uazUszaunisalaognanu
(Experience of sprayer) dsmansgnuseaImunuvestudaneziuuilasuludiuiu 9 uikwamisly

nsmnaggaiuluinsuuugsmuanansaveminaunudlnensiindueusy wasnsUseidiunalag

wisnuiisulaveunisvi Skill training Inen1sinuinvznsinuvemidnauluneyerraiioguds

) v
[ o

Tuwsuny finsdanisiiduszuvegud Tunsideluadelfsliviladeiddnluvhnmeassse

dnladelumneaveaniesing (Machine) Wuladefifieadeaiunisusumavesgunsallunis
WU 9 1wy nsUsuRlunldluniswu wienisusunsszsuvaunldnielunszuiunis dmalaensese

8051n15navesd uazauvuvestud ganlunuideiddanduentadelunuinillufnwse Weswin

nquved machine lunsinarduazuuusiuazliegludiuiy 4 laidentadeusdiuainuuinisnig

v
v oa v v 6

(Method) Afle szezirsvesduiudunudisindnwaie Wesindanuduiusiuaunuivesduaiu
Tngnsa dwsudauseulunisiudtueainadonuuvedud widiuuseunswudgnivualii 2
50U Fsliausalsuasulasuiioananaininsgprulunisesnuuuanidvincundszeziian (Takt

time) Tun1svinauniindssndudesnsadedlin 2 seu



Wasannnsasuwlastiadeludgiui

YSudguiia@nunle aetutadenana

1)

a9

Tadelunuiningdu (Material) gniviualinunuaud® (Specification) vesuunudimvualy

Ya o

NATEL
Y

o a

wansenuifeItesiunsAIvANANN YR Fdliannse

o

donaLunisAnwse J9diiies 3 Jade felisngazidennadl

AUty (Pattern) Ludladuindweaasosdnsiainnsausuaeale lneaaaunitewes

PNUUILAINANTENUABNNTNTLINYAIVBIA MUBLINING wazUSU1aURadNLgluNISNY dnSUAIAINUNING

voshUuivinns@nwiley 3 sedu fie 15, 17.5 uag 20 cm.

2)

§951151ave9d (Paint flowrate) Lutladeidnveaasasdnsdndadonilaianusausuals

Tagluns@nedagyiinisusulasuadnsinisivan 3 seeu A 200 , 220 wag 240 cc./min

3)

528¥11199990U (Gun distance) 1391958881958 nI19 AUt I Ludadeininiu

IFN15NdAN TnYSEeLAINaNILAINARBIYEYNNSIUAIVD9E MaonIUUSUIUNSIEEMNSNUNYINLALA

17

Anuviuanaiugslunmeaes §ideldivunsseziiavestuld 3 sedu 7 10, 15 uag 20 cm.

15199 3.5 aguladuihdhnthludnusevselitludnuise wazwuimanisuiulss

A1AUN | NIAnY Uadeinda iluAnundie | Lidhludnude WUINeNITUTUUFS
1 Man Hand speed V
ANUsEe
Jademnenuaulukaundndu
sUnanafnaeiivienunag
2 Man Pitagipath v SURAYRUNEINUTINYY
segglunisny A
. ANMUAILNTO LAY LAY
Vi P5AMUANNTANIUNITNUE
TagRN L ANUNUSIME NS Y
) FauuwazRnHuinweMNgIve
3 Man Experience of v
Aunsnud lneilo1a1sed
sprayer
. NSURATDULATNANAIS
Y3eauni1saUns R
D UsyiliunaagataLan a1y
Y9N Y
a @ A 1
AsUseiiumusIsalunisnu
—— FUNUNAEBU NMITIRSTEY
4 Man Switching of V , .
WIABY NISATIVFDUTUIY
Sprayer . &
v PHIRINTHUETIFU
AFARUYINY
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115199 3.5 aguladeihihnihlufnusdevselidlufnuse uaziuimnsuiulss (e)

¥
v

a10UN | uaany Uadeiudn i luAnwnde | LidludAnwde wwIMaN1sUTUUR
Machine Paint flowrate y Jadeu e veaiunig
dnsMsivavedd Uunsrvasgunsalifeatunis
WU LU DH5INTINAV09E way
LR UDINALNA LA EASIADNU
6 Machine Air pressure V . VP o
. AUNANNNT PatUTUTDNENY
LIIPUBINA 5 L
995115 raved Feil
ANUFLNUSAENISTULAADUA
: p0n YUY J9tady
7 Machine Pattern V
v sananlUoaniuunsnaaea
AUNNMTTUU p p p
WomAmunzanigaly
nAdyluesel
8 Method Gun distance Vv
SYHYPIIVDIUUNY SY8LPIIVRIUULNARDAISHN
NSENUVDIAAIUUAITUIU
At Uadeilludnuise
syuAuAutadees Machine
9 Method Spray round N \Wesnduiuseuazgninne
F1uusoulung AN 2 5BU MIUNITOBALUU
Ny Ypsdn I NNUBaL USUNUNSLE
Pmvualy
10 Material Paint viscosity V
AUntinuesd Yadelumnaingdv (Material)
gnivualinnuanaudR
(Specification) UoIUTHNLN 9
11 Material Paint material v . o4 4o
. laannsausuilasuiiedne
Uszlanuesd . 4 . .
10 \isaniinansenusion
ANEABUTIIUIN LAY
12 | Material | Paint formulation y AasaudRvesdlulagiunsanny

gnHANYRE

A150BNWUUVBIADNLNITNUN

Tlutaqgiu
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3.3 agunatunaun1sias i dadeingn

Junoun1siasizimdadedidiuduainfnwinszuiunisvesnun2alugunalainedns

a ' v

aziden Welimudeyalagazideanewiniinsesmianednlutewnunuvestud nglinuddayiva

lalosanduingiunimssifidadruusunanisidfndudunugsign laseglunisndndudlunguues

[

fuyumih-vdsidnsguiuniswud (painting) Jwhnisiiudeyanislédlalunssviunswdnaunseisnuy

o
o

Yy lunswudndenuvuivestudiaAniuniidannsgiuidmue dawaviliiaanuaadedaiugu

waziduamefinelinindgmmeiiuganin Jagtuiidnedevesnunuvestudlawiiiu 22.2 um de

1Y

Weuiuamnsgiuimuall 581319 LSL = 15 um uag USL = 20 um wagdandesuuninggiu (SD) 64

[

fiAnfigaviniy 2.73 dwavilidn Cp = 0.40 wagen Cpk = 0.36 drshninaiiBusexls (1.00) §3seTsle
Wenfnwinszuiunsnudlaluuiiiudsnanlagaziden Tagywmislidymmsnuauninanasuazdna
Tisuyunnugapdesananandias fe3smsAnntadudnifineades uazvhnsuivaadevesau
mndudlalianaadiunegAsnassenitedasidaduans (LsL) uazdndadiiaduuu (USL) samdsns

USuugeA Cp wag Cpk

v
[

Pndaymdreruilugruneulunmsdadafinanuduaiiveyilasinisuiulsanseuiunisiuasl

NEATANLTINanznngluuruadinsuiuszaauan iiwemdadedndrmgideiu

v

Anunuvestudlalunseuruniswudaiunisviinisussdiunuuliag iuuresladeiineidowns 9 way

a

asUnzuumduguuuurenunsifiieddutadeiilmnuddygefianludsnnuddyivesdign (e

U q

Ulvagusuamlunisusvusseswaazdadeing luunadadeduuimiddunisusudgenelunaun

sanamegudnsddhidndunideiuinluassll Tuundaadudadeimasusudiouasinalubes

YoIANNNVBINARSaIlaeRe Aalunisnvindeliauddgiuladeiifeadesiu Machine 1Wumdn

Tumsideluasell agudadedidnazsinluideselunsiiasiiau 3

v o

hafufe 1) 9nsInN15inavesd

n_)e

v
o

(Paint flowrate) 2) Anuninanunlu (Pattern) 3) 528Ul UNY (Gun distance) 399199 3 Uade

Pudnludnuseludraudald
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uny 4

FunauNITUTUUTINTEUIUNS

o
o v o

FunounsusuUsnszuIuns Buanmsihdadeiidits 3 fuds 1eun Sasnislvavesd
Aty uazsvezeestuny thumaseuauyfswludesuduiusiddonumuvestud
Ta fdunaiineliiAndammadiuamnin uazdunu Ingld38n1siuineuaues (Response Surface
Methodology: RSM) titeadsaunisanuduiiusszninatiadodndnita 3 fiiiinasornumnvestudse
3815 Stepwise Regression wazuAfminzauvesiladounazdlagld Response Optimizer. Tngld

TWsunsudilwmy (Minitab) lumsiiseviteya

4.1 N1F9DNLLUUNITNAGDY

4.1.1 nsnvuatadeindinasiludsnauduay

Jadgn1nirludtedvanus 3 Uade lawn 9n51n15tuaveed AnunI1eminty wayssesing

vastuny Jadens 3 draveglunszuiunswudiusuluaniidaunsiudvesunundadugunatain lag

VYa v [

§33eila veananluyiniseanwuunIsnnaed st luimssimanudunusiusiwlsnauauss A e

' v
N ==

Anuvuvestudla NinadeUgvinisiuamuaIn wassu gy

9 Y

4.1.2 N1999NLUUNITNAADY

Jaduidnlaanduseuiieiiuun 891udu 3 Jade loun emsinsivavesd anunitemtinUy
wazszezvinaasuny azgniiludnwisenieisn1sesnuuun1smaaes (Design of Experiment : DOE)

wuulend-lusiuau (Box-behnken Design) tilpsandanusiidndidnuau 3 Y29y 91uiuve9n1svnaes

o
o

Wmueduvadu 15 Msveaes Fadudwauiidesdinisesnuuunisnaasdlugluuuduy ewwienis
sanuuuneassuudend-uiuaulilisuerssauvesiadefignsenvesgnuiaifiasnaguaindigdn
wiomanvosunaziuls Jaduitielunisanduyu vieussndaaldanglunisnaaeslsd daudidedala

7MN15EBNNT0NRUUNITNARDY LUUTINT-UMILAY WnlFluadToasal Tnefinsivunsysuresiade

o A

Udusazladensedvas (+1) seAunans (0) uwavseausn (1) Ineduwimslunmsivuasyivvedady

o

YU Aazre Aad
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1) anuniaindu Wudadefanunsavinnisususeanlanesesdins Ineanuninwemintuae
AINANTLNUADNITNTLANYFIVBIA MLUINING kAL USUIUVDIET M UNITHY @1USUAIAIINNT19YBItnUY
Tutagtuivihnsldegae 17.5 cm. msfinwluaseliazinisuSuseauiu wavasdnseiu vilinismeass

13 s¥au Ap 15, 17.5 way 20 cm.

v
U a

2) dmsinsivaved Wutladuidnveandasdnsdndadenilsfanunsalsualalaenisususai
Usnaimdunud lnglunis@nwidazyinnisusulasuandnsinistuai 3 sesu As 200 , 220 way 240

cc./min Tutagtuldnisnui 220 co/min. Fedtlinagnuiuieumnnouunsodnsla

3) szpzvineuesluny wiedreszasiiesenineiluiuiurududadediddiuisnsiddey
1A8SLULAINANIAINARBTLEENNTIUFIVDIE MABAAUYSUIINSIIELUNTNUNYI A LA A UAU N LANGN

Augdunimeass §Idelanvunsseeriiavestiuld 3 sedu 7 10, 15 wag 20 cm. Tngfinnsgiulunis

nululagduimvunssegvitavesdunuiuiuanuegf 15 cm.

Uadundnne 3 67 uazseavresladedndini 3 sedu lagnivundiedydneal A, B uag C

wotluanliunuideseld anunsaazulanannsd 4.1

M1399 4.1 asudadediduasseavvesdaedidintdlunmmeass

szauUare
Heyanual Uade el
-1 0 1
A AMUNINUTN Y 15 17.5 20 cm.
B gns1nsiviavesd 200 220 240 cc./min.
C SYHLYIVDIUUNY 10 15 20 cm.

f3glavinnsivuan1sen1seanuuuN1sNAae (Design matrix) MuduInYesdafe1iill

agnsau 3 Yadedmedtnsesnuuunismaassiuutend-luriuiau (Box-behnken Design) lngiin1sinnun

¢

ardulunisnaasinuudy (Randomization) Tnguszasdiiielinanisnaasuludaszseiu Suiuvenis

7988979na19 AU 15 N15NPaBY IS99 4.2



A15199 4.2 H1319NTODNRUUNITNAGDY (Design Matrix) WUSRINTEAU -1, 0, +1

Factor
STD order Run order
A B C
1 13 -1 -1 0
2 4 1 -1 0
3 14 -1 1 0
a 12 1 1 0
5 5 -1 0 -1
6 9 1 0 -1
7 15 -1 0 1
8 7 1 0 1
9 1 0 -1 -1
10 2 0 1 -1
11 10 0 -1 1
12 3 0 1 1
13 11 0 0 0
14 8 0 0 0
15 6 0 0 0
AN57 4.3 M1T9NNTBENLUUNIINAABY (Design Matrix) wsmuszduvestlade
Factor
STD order Run order
A B C
1 13 15 200 15
2 4 20 200 15
3 14 15 240 15
a 12 20 240 15
5 5 15 220 10
6 9 20 220 10
7 15 15 220 20
8 7 20 220 20
9 1 17.5 200 10
10 2 17.5 240 10

54



55

A15199 4.3 A1319NTODNRUUNITNAGDY (Design Matrix) WU NTEAuYeIlade ()

Factor
STD order Run order

A B C
11 10 175 200 20
12 3 175 240 20
13 11 17.5 220 15
14 8 17.5 220 15
15 6 175 220 15

4.2 Yunaulunisaniunismaasy

AIdelaudiunmeassmiunisesnLuunM meaasilavualithesu n1svaaeassilazisy

NMIIANSUsEYNSwAUEANeTasMglunseuIuNsanTuIUna1afnnouN IS UN1INARBIILABIYN

U

wa o o

nsvepudlRfumes uIsnsiensuiavisunsnaaes tneiinisueurangnsinuliungiineide s

U

azaulun1snssun1sUTuAsgUnsaldmIntuny wae Nsuiiaveuluiseansilndunidnaugiemiu lag

[

ausaseussadutunoulased

Y A

1) dnUsgyugifgitosimuaivelinsiufunuiluusaz dunau

2) sflununaaeinugliuunisesniuunsnaaesilanualifimisnd 4.3 lagiinsuiusa

J998MAe1709NUMULNLE LagSULUUNSYINaUYBINTNU 19N UE
Y

3) UBUNUTNILNTNABBIRINaINYIINTInAUUNvestud Taeldndes Microscope Tun1s

o

N

4) IV IATURANIINAGEY NIoUNIBAUTIENANITNARDS

4.3 NaN1INAad

NANTSNAABIN AN IENAINNATNAABIAIUNITEDNKLUUNTNAFBINIEASUSURIA T wd N
Avualy Wusiuiu 15 asa vnisveasdlulfoudawnai 2563 1agafuiia1ndaannaunssuIunIsHas
Uszdriuriinmnnees Usnguanisveasseanuidudininunuivestudla (Clear paint thickness) 619

AN5199 4.4
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A15199 4.4 H13NATOONLUUNITVINADILATHANITIAADY

Factor Clear paint
STD order Run order

A B C Thickness
1 13 15 200 15 19
2 il 20 200 15 16
3 14 15 240 15 20
4 12 20 240 15 20
5 5 15 220 10 25
6 9 20 220 10 20
7 15 15 220 20 18
8 7 20 220 20 17
9 1 17.5 200 10 13
10 2 17.5 240 10 17
11 10 17.5 200 20 15
12 3 17.5 240 20 16
13 11 17.5 220 15 21
14 8 17.5 220 15 21
15 6 17.5 220 15 21

4.4 NSAATIZANANITNARDS

HATondannsunanisaassiieismseenuuunsmaassiiimuslidrsdulaelusunsuiid
unt (Minitab) SunsusielUfetunoumsiinssinantmanosiild Busuannsrmasouanugnieses
wWUUA1a99 (Model Adequacy Checking) Lﬂué’ﬁuLLSﬂLﬁa§u€1’udvﬁaaﬂaﬁlﬁummwsaﬁaﬂ%’m&wﬁﬂﬂ’ﬁ
AT1ZRAMULUIUTIU (Analysis of Variance : ANOVA) TunisnaaeuauddediAgnisadfvesdade
W3alil FIEN1INTIRNAOUAUYNABIVBMULTIRDY Usenaulume auufgiu 3 8 loun auufgiunisuas
LaLUUUnATesAEILANA1s (Normality Assumption) ausfigiuaumsiivesiaaulsUTuresidIu
ANATY (Variance Stability) wazauufgiuvesnnnsdudassvesdidiunnang (Independence of Residual)

N o o

RINATIRERY ideyadnanlvinimegeuanuidedifysedaduindiifinadenuuivesdu

o

# lngldwetdansiasgianuudsiiu wagyinismadeunsyauiudfayingu 0.05
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4.4.1 NSIATICHNANISNAADIVRIANUNUIVDITUF
4.4.1.1 NM1IATIVFDUANUYNABIVBILUUTIABS (Model Adequacy Checking)

I38a1130YNNIATURANNIATIIADUAIINYNABITBILUUTIADIURIANUMINYBITUE Tngdneda

=

NFUTN 4.1de58auBenstalull

1) A3VAADIANNAFIUTDINITLINLAILUVUNAVDIAIEIUANATY (Normality Assumption) Tu
n51% Normal Probability Plot @nsnsauanaliisiufianisnszatedrvesdiunnang (Residual) #1013
FmFeaiadunuidunss uazdan P-Value 110071 0.05 Aaduisaunsaasuladnardiunndiednig

ASTANLAILUUUNR

2) NMINAFDUANNAFIUAIINATIVOIANNUUTUIUTBIAEIUANAN (Variance Stability) lngdaing
91319 Residual Versus Fitted Value &3iin13nsganedavesdrunnAeseuwiwnueud uaztoyalid

anwaznsnszaemindunwliy Jagdlahdmnnddiainnunlstiuniagi

3) N9 Histogram dzuaaslilAufaguuuunsnszateivesdiunndafilanuvaugaae sedan i

ansaasulaindiunndsdimansgaeiuuulng

4) Msnadevanufguresn U dudaszvasadiunndi aunsagliainnsm Residual Versus
Observation order awansliliufsnisnszaefavesdiunnaefiinisnszaefuuin uazavsdiedu bl

@

a < D = [ = v Y & a o
N ﬂmeL‘U‘uLLU’ﬂum Mi@gUiNWLLuuau ﬁ]ﬂmmiaﬁiﬁimmluﬁmmwmmL‘Uuaaiwaﬂu

Residual Plots for Thickness

Normal Probability Plot Versus Fits
98 50
/ *
20 Ly 25 [ ]
- [ ]
8 so S 00 ¢ .
T E# . *
e L4 & 35 °
10 . -
. 50
1 ’ hd
50 25 00 25 50 16 18 20
Residual Fitted Value
Histogram Versus Order
4 Mean -2.60532E-15 50
StDev 2.603
g N 15 25
e =
@ 2 00
& 2 o
o &
fre 25
1
50
0
6 -4 -2 0 2 4 6 1 2 3 4 5 6 7 8 9 101 12 13 14 15
Residual Observation Order

JUT 4.1 NM13NT¥LMAIUANANNYBIANUNUIVDITUE



4.4.1.2 HANTSIATICHAMUFUNUS 5TUI9URBU NI N UANUAUIVRITUT

va o
q
Y

Apsgimuduius szt fidmanomunuvestiud sensndeunszautuaAgvingy

Y

0.05 FI9LLARANITIATILINAIANG1TN 4.5

AN5197 4.5 HANITHATITNAILFUNUSTENI9TTLUNIALANUNUNVBITUE

glarfunsiasizndauantnainnisnnass nelaluswnsudtwny (Minitab) Waviglunns

Source DF Adj SS Adj MS F-Value P-Value
Regression 9 147.500 16.389 12.610 0.006
X1 1 4.667 4.667 3.590 0.117
X2 1 40.164 40.164 30.900 0.003
X3 1 8.221 8.221 6.320 0.054
X1*X1 1 5.769 5.769 4.440 0.089
X2*X2 1 39.000 39.000 30.000 0.003
X3*X3 1 11.308 11.308 8.700 0.032
X1*X2 1 0.000 0.000 0.000 1.000
X1*X3 1 0.000 0.000 0.000 1.000
X2*X3 1 4.000 4.000 3.080 0.140
Error 5 6.500 1.300 - -
Lack-of-Fit 3 6.500 2.167 - -
Pure Error 2 0.000 0.000 - -
Total 14 154.000 - - -
S R-Sq R-Sq (adj) | R-Sq (Pred)
Model summary
1.14018 95.78% 88.18% 32.74%
Y =-362 - 8.00 X1 + 3.825 X2 + 4.15 X3 + 0.2 X1*X1 -
Regression Equation 0.00812 X2*X2 - 0.07 X3*X3 + 0.0 X1*X2 - 0.0 X1*X3 -
0.01 X2*X3

dadeliinisiiesgrianuduiusseninedadedndiuaranuvunvestiud nsiAsIeRniTm

aunsANdNiusLUUNgY (Full model) 9naunisitldvzuanslinsuiianatvesdadonly

Y

NludAgy
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o

JgeY lARadNEeAT R-Sq iy 95.78 % wazAl R-Sq (adj) i1 88.18 % ludumeudaluagyiinig

o v ¥ v o W

AanauvesladuiiliiddedrAyeennieid Stepwise Regression MiszaUtBdAY 0.15 L1928 Tuns

17

Aa v 9

nageuiioindadenfitvdAyrennunuivestudiiieluaisaunisauduiusiuuansy (Reduced

o

Model) FaaglANan15IATILNAINS19N 4.6

PITNT 4.6 NaNITIATIZIANFURUSTENINTATEUILT A ANNUNYDITUE Lne5n1T Stepwise

Source DF Adj SS Adj MS F-Value P-Value
Regression 7 147.500 21.071 22.69 0.000
X1 1 7.518 7.518 8.10 0.025
X2 1 43.851 43.851 a7.22 0.000
X3 1 10.731 10.731 11.56 0.011
X1*X1 1 5.769 5.769 6.21 0.041
X2*X2 1 39.000 39.000 42.00 0.000
X3*X3 1 11.308 11.308 12.18 0.010
X2*X3 1 4.000 4.000 4.31 0.077
Error 7 6.500 0.929 - -
Lack-of-Fit 5 6.500 1.300 - -
Pure Error 2 0.000 0.000 - -
Total 14 154.000 - - -
S R-Sq R-Sq (adj) | R-Sq (Pred)
Model summary
0.963624 95.78% 91.56% 65.58%
Y =-362 - 8.00 X1 + 3.825 X2 + 4.15 X3 + 0.2 X1*X1 -
Regression Equation
0.00812 X2*X2 - 0.07 X3*X3 - 0.01 X2*X3

81989nRanTiinTgteyalagldlusunsuiiunyd (Minitab) fagui 4.3 wudmadvesdaden

v
1Y o

dmansznuag NITsdRYsoAUNUITEITUAN TEAuTBdAYN 0.05 %30 Uadeiidan P-value Uosnin
0.05 fivtanya 7 weu Jeusznaulumenansynunan (Main Effect Term) lawn X1, X2, X3 naui1dsaes
2090338 (Second Order Term) LaikA X1*X1, X2*X2, X3*X3 WaLaUIINanIENuUsINsenIandtade

a o [

(Interaction Term) liun X2*x3 deuwmenvesdadeiidwmansenuegalivvddyazgnihuasiadu
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aun1IAUFNTUSUUUan3U (Reduced Model) Mogluguuuuaunisluguuumiieiuiaze (Uncoded

Unit) f9aunisii 4.1 Tnenadnsvednn R-Sq ALAWINAU 95.78 % waza R-Sq (ad)) Wiy 91.56 % 34

v v
o

MENRIINNTY Stepwise regression dHalvien R-Sq (adj) Wudlengeu

Paint thickness = -362 — 8 X1 + 3.825 X2 + 4.15 X3 + 0.2 X1*X1 - 0.00812 X2*X2 — 0.07 X3*X3 -
0.01 X2*X3 (4.1)

namsinziduiideanseagllaintade X1, X2 uar X3 WGulaferiinimenves
NANSENUNGN WMaNNanIenUsINseIeanatade tawn Jade X2, U9dy X3 wasimeumasdasiadiwans

o o

ANuUBUTestudesltdedneylaun Jade X1, X2 wag X3 asiu dwsulladeniinansenusmszningges
Uaduideldidenldnsituinnaney (Surface Plot) WnldnuiieniseSuiganuduiusuassaes
938 wardmsumenvesHansEnUanazdenty nsmnansenuvian (Main Effect Plot) wanioraely

58S UNYANUFUNUSNLNANTENUABAIIUNUNVBITUE

Hady X1 v3e euntravhiiu Suansenulngasidennunuvestud Mnseduauniises
niithugsiignavdmaliimnumvessudtosiian WunanniadiauniwemiSuiidmwadofianans
nszaesvesdgnivindeusenaniitiulasfinnumuivesiudazniigadionnunirsveamdiiugie
tosfianvionisnssneimesduavdmalidfigniunnnszuentiuvslufntusmildunndu deaudiius

ﬁLLﬁ@ﬂumnWmamzmwé’ﬂ (Main effect Plot) 31J‘1'7i 4.2

Main Effects Plot for Y
Data Means

22
21

20

Mean

19
18

7
15.0 17.5 20.0
X1

JUN 4.2 naluanssansynunanvestady X1
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938 X2 %130 951A15tvavesd (Flow rate) HNansenulngnSImoAINUNUIVBITUE 91NTLAU
803 IN15IMavesdnsEAUNaEdIHARoANUNNTRITUAAMNEN RAINYTIIUSRIINSInavesdiilna
N1UNSEURNYUNYIN AN NAIUUTUNUT L AINARDANUNUNVDITUE 1n8DRIINTINaveedNsEaUsIaY

daralvinunuvesdudtesiian swnuduiusiuandunsnansemunan (Main effect Plot) U7 4.3

Main Effects Plot for Y
Data Means

21

20

Mean
-
[+

200 220 240
X2

JUN 4.3 nymluansmansenunanvesdady X2

7978 X3 139 52orur19vadl UL JHansenulngnsInaA LUV UE 11 9991NTE881Ng

FEUINTUNY waziudimaseUsunadnnsesninUunundeslufnivunu Inefisssevinavesunui

gengnazdwalinuvuveudtesiign uilumenduiuszeyrinaes unulusedunasaslanagng

YDIANUMUIVOITUFGINER Fsmuduiusiuanslunsminansgnunan (Main effect Plot) 3U 4.4 Tngi
sreyriavaslunu selinuduiuslnensadenisagdsdnanasuununeliin duumeinuingaums
MFINES Wy R UTBINTEUIUNTNENGITY

Main Effects Plot for Y
Data Means

20.0
19.5

19.0

Mean

18.5
18.0

17.5

JUN 4.4 nsmluansmansenunanvesdady X3
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va o

Yadusuninansgnusinseninsdasslady Bidulavinisassnsmnuiananeu (Surface plot)

Y

o
o

f95UN 4.5 @1UN50uaEnala31N15UABURUAIYBY X2 Y58 BRTINTHAAUDIEVLAINARBAUAUNUBITUEN

Y

WNTY uazavdAfanadiile X3 v3esrugvinaasUullaniiuay ieswindietdmtueeniiainduny

wfan1snsEeivedinguiidnnuluiadudmzunuladesas deliiAinnisgaydednianaslun

U

UShaiudanasasuuingAunimsaniingdu vilisununsninlagsiugey

Surface Plot of Y vs X3, X2

Hold Values
X1 175

225
00
175

150
15 X3

220 = 10
X2 240

gﬂﬁ 4.5 nsmituiananau (Surface plot) ¥ X1 uag X2

4.5 MImszauivnnzauigaveastadetnda

o

dadelandunssendmininsvaunisanneeuaniauduiiusseninadadedidnagainy

wveetud nduazinsmavesdadeindninzaniigana 3 Jady Ingldileidu Response
Optimizer lulusunsufifivmy (Minitab) temAnsyavvasladeninzauigaivelvinamunveatudng

muthnnefdens Inenanuunvestudiitnavensauaufsie Ul

- YpUadinaiuans (Lower Specification limit) = 15 um.
- awthune (Target) = 17.5 um.
- YpUedinnuu (Upper Specification limit) = 20 um.

va v A

ARediavihnsimuadhvingvesnnuuvesdudlaud antuayldiusunsufiiuny (Minitab)
Tnelg#sigu Response Optimizer iavinnismawesdadeudne 3 Jade Aunzauiiofazdnase
ANUnUYestudNlan it mueNfeIns Kan1TIlATIEAAINN15YI1 Response Optimizer aglaNaansns

U7 4.6



Optimal

D-pmuu H
o Cur
Predict Low

Y
Targ: 17.50
y = 17.50
d = 1.0000

X1

20.0
[15.
15

0]

0

63

X3
20.0

[10.0

10.0

JUN 4.6 wadwsanilandu Response Optimizer 31nlUsUNTH Minitab

{I3panunsnagunaann1s¥in Response Optimizer Tngn1sivuaandmung (Target) 131 17.5

um. IATBIIAAIUE (LSL) iU 15 um. wazdadadninsiuuy (USL) wirdu 20 um. lngusingen

YSusaiile fam519n 4.7

- " A v o v & v o o g v Y am v
AN 4.7 AAwdnzauestadulineang 3 {]ﬁ]ﬁ]swwﬁiﬂﬂﬂaﬂmmuﬂ‘uaw}uﬂmmmL‘ﬂ’mma

o o/ 4 s 1 ﬂ. L z ﬂl v 1
yanual Uase AUSuRInla “Ue
A AMUN I 15 cm.
B dnsInstuavesd 200 cc./min.
C SEHLUIVBIUUNL 10 cm.

Aususanlaazgninlvldusuldnunmelunssuiunisiudveaunundedugunanainiieduduna

mMsnnasslanaly
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4.6 ayUIunUNITUTUUTINTEUIUNIT

v '
o v o

Junaun1sUsulInszuIunsigInilddniunisidunsieseianuduiusseninedade
U1 wazAuestud Tngedeisnisiulinanauaues (Response Surface Methodology : RSM)
lagldi5n1seanuuunisnaassuuudend-luviuiau (Box-Behnken Design) 3M1n783ave4n15naass

N o 1Y

ansnagUlddrtladeindats 3 Jade fuansenvednaiideddysionumuvesdud andulideld
nsafsaumsnrmduiuslugliuutesaunismndamanisenitstadoinduasaruniiivestud
wazyhn1sanimnzaulagldilaidy Response Optimizer vaslusunsy Minitab 2unsztanuAives
Hadoiudnta 3 Yafefmngauldun avmnironiBu wiriu 15 cm. Snsinslvavesd widy 200
cc./min. uagszoyviwastiuniy whiy 10 cm. ndsmnillddusudmestades 3 Fousosudalifoay

Prarmananluusulalulsanusaly
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o
unn 5

g -

VUABUNTIAAANULASAIUAUNE
TUADUTANIADNITANANULAZAIUANNANTIINAGDY N1enasanAtadadeundindanuni 4
lldganszuiunisndnaie iievhnmsvessatasifiunanisnaasiieBudunansusuusedila swudenis
FavhunuauanasgulunmsyhaundmnnsusulgaiiedunesgiuliininauaenisudniioUsuld

nusioly

5.1 NNSNAAINBEUTUNANITNAADY
H33evinsnaaedagihAuuneilaidnlurinisusuauniesdnsnelunssuiunisnudves

a 3

wHuNAATugUNaNadn e iigadimarInnsusussadadeidilnivihluudasdmalvianumu

vostudanaadrgidming (Target) lavieli lngnisdmanisnaaesiilauvinisiueuifiguaineu-vas

M3UTuUse

5.1.1 JunauluN1sNAaa LN EUgUNANISNAaDY

' [}
= a @

HIulasuduainnsdnuseguiieasuigingussasAvesnimaaedduasidnieunedune

q

v

wnuulagazBualiunaundnlufiy, §7NgI799 wag{usmsvasunun visdiie iy

'
a

W829897IINS
FPLHTUULHUNITANRUNUY BaTLATBITNTWINSauiuNSAsuLUaswasrUsuded lrafiaz i lunnased

Iandumeunisuiulsnszuaunisiuund 4 lnediswazdeauiaiutuneudsslull

1) Suduanmswisudngavlunisneass degraudu nswssudlussuulvinseuiiosniunis

NeEaN

v
o [

2) vinmsususisartadetindvesnszuiunsnud aunlaanduneunisusuugsluund 4 lag
AMsUsunsAaunuENlglun1sAaDa

3) 15UNTLVIUNSHANTUEIU Fregralnetiadadetdn iUl

4) YN AUiIg1amdaaInnsiud wazvinnisiealaeldndaslulasalay

5) MR wazasUranlaannisnaaes

5.1.2 NaN1SNAABINTSEUSUNE

2

dadeldinisneasminduutuiuase meluaardnudlegldnamdaunssuiunisndnlung
nasiulusieuiueney 2563 Taggvinnisnunaaeddie rndeudszIunundadusunaiasin wagyiing

Guiinuanisneasadudiuiu 25 deya lnsanunsaasunadnsannununvestudlanlanmisnad 5.1
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66

s o | Aruntentlu | Sasnislvavesd | szesvievesliu | anuvunvestudla
e (cm.) (cc./min.) W (cm.) (um.)
1 15 200 10 19
2 15 200 10 18
3 15 200 10 15
4 15 200 10 16
5 15 200 10 16
6 15 200 10 17
7 15 200 10 19
8 15 200 10 16
9 15 200 10 15
10 15 200 10 18
11 15 200 10 16
12 15 200 10 17
13 15 200 10 15
14 15 200 10 18
15 15 200 10 17
16 15 200 10 18
17 15 200 10 16
18 15 200 10 19
19 15 200 10 16
20 15 200 10 16
21 15 200 10 18
22 15 200 10 16
23 15 200 10 18
24 15 200 10 17
25 15 200 10 19
1ady 15 200 10 17

o =

HAdeddliindeyaiildainnimaaeinaised 5.1 lhWSsuilsuanuvuivestudneunis

U5 wagnadansuTuUTaRann 519 5.2




13799 5.2 Wisuilsuanuvuvesdudlansuuiusanasnanisusulsanssuiunsnug
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NAR195E1IN9 . .
L . DA . NAANIZRINY
. AnaY AAIANUY A939 APIARUNY | Y
AIMUINBUAUDS Y v o v o . o o | NOUuAZVAY
Usuup PAUSUUE | vadsuuie | hazAnsenag .
. MIUsUUN
M3UsUUF
ANIVUIYRITudla
22.2 17.5 17.0 -3% -23%
(um.)

910015797 5.1 wae 5.2 1unisasunanisveassiiliainnismaassluaanduudifudiuau 25

A3 vinmsviulagldifnaeuuseduaun nuinanuruvestudlatimanumnnainisuiuusasintu 17.0

um FeanasainAneunIsUsuUsi 22.2 um. fdwanafianas 5.2 um wisAadu 23 Wesidud nadns

YDININAABIEILNTAYIIAAINAUNIVD S

'
oA

Fugiaanasls lnenisusunartasedtfsntu Geavdnalin

Anuvuvestudlaiunegluyasaivgu aeluseninedn LSL wag USL Asgunsivl Histogram U7 5.1

Ingiuansvaaesrmanumnvestudeglugiiansonivaununmavesgunula

il

7

15

16 17

18 19

5.1 N3 Histogram N13n5218MIv8IAUUITRsTUEnaIUTUUT
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5.2 MSARANUNANIITNAADY

YA o

AIdunenaanInmMIUTuuRInssuunsiug wasihnsvessaiedudunaudy neidedslaidn

Tuvinisdrsaenasuunsgiunslunszuiunswud teaduisnisuiRnuseantdnau waznis

<

Usunsladpunininestesiudilu wagvinmsuileadadeindiilainisusudgelmiiaduuinsgiu

Tumsvhau damsnen 5.3 Fazduenanslunuddiunuinsgiu (Work Sequence) Masszuiiaduneu

v
o

MU waziaTlunsiuLsartunouTeINTnUNuE wasn1519n 5.4 Wumseiszyiinisuius

v
' o

AtaderindnneatesiudUunuanindudeaneaineunazisunssuIunIsHua

A15197 5.3 TUABUNTLUIUAITINUYDINTNIUIN9NUE

APPROVED| CHECKED ISSUED

dl,‘i_ls‘i’mmo’]C:f‘i_lx'i’]‘l.‘lS\I’]lﬁ]ﬁc"{g"]‘I‘l(Work Sequence )

MGR  |ASST.MGRUP gL

U9 :| COMMON

wanevamanas: | L L LT T[] wih 1/ 1.
Fanu SPRAYER Takt Time .75
ngﬁgﬂnﬂﬁgﬁmmwm:ommﬁmwg O yanuds 0 uuandn oﬁqmg/ﬁm@uu o adunan O geiledh 0 geile’

O nefleans O EN O Ninsauayn/ntaayn 0 Ansasenid( wninwud ) o gadesiuliingdiad O wdum O mzmaien

AL WULAT AN lutiufin - pasn(undl

4

luanunmsgu Aty P fiAendes || wu
1 E-PTS-020R0011 AIIAABLIAUMUIL DT T NUT BT WU 8| 2
2 E-PTS-020R0014 ldfhquiBuniivinnmanu 12| 2
3 E-PTS-020R0028 s |wud 58| 2
4 E-PTS-020R0019 AIIARBLAMNIN MAININUA 15| 4

994 93| 10
FINTIUNA 103

1Tiufinmsulasuwlandluianans

Rev.No. faanianans mansldsundasuily unfnasiaAuld
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A15197 5.4 N15USURIAYaItaduLnneTeanuUunud

Painting parameter setting
fusn : | COMMON |
RHILULAUBNAT : wi _1_/_1_
Fasu: SPRAYER PARAMETER CONTROL Takt Time :1.75
Painting Parameter Before After Unit
Vicosity 16 16 Sec
Paint flow rate 220-240 200 CC.
Spray round 2 2 round
Pattern 17.5 15 cm.
Pitch part 100 100 mm.
Gun distance 15 10 cm.
Hand speed 600 600 mm./sec.
Air pressure 0.15 0.15 Mpa

VY ¥ a =

A33glavinsuSnunAuduisre sun@aduunanadin gdunanisaaedasld il naeu

Y

Usgdunun Tuniinadnisaannisinisnaaesdiudsitadetidilu Tnefinadnsfioninumnves
Fudanaaudrgyiemiuay (Control limit) dsunne3dedalaveviniseudiduneduinislunimeass
ldldnulunszuiunsndnaie innsiiusanisnaasaduaan 30 Ju ansludou naiau 2563 Liuwa

v [ v
o o U o o

maneaesiuay 1 Fu ndwiniuiuninanunuvesdudlaefiusivsudeyalavisdu 30 Ju ivdeya
Ingldnasunstuiinuanisnaaeiifideldvinmsesnwuuuasiiusiusindeya fwnsed 5.5 lnensifiu
v 2 v | | a A 1% o o & o

Joyasziiudayanmuauagiieadeaiud wu Amunuvestud , %NV, Wave scan , color shade
way appearance i afiazanusaiulalainniendainnisusulsanssuiunis avldneliiiadymn
mesunanmiieadesiuiadliinesdusewssenumndldldnuamnnsgiu , Aenudeu wazll

neliAndgmdlua



135197 5.5 mssdaiudeganisnaaes

Painting parameter recording form

70

No. Paint thickness %NV Wave scan Color shade Apperance
Spec
15-20 55-60 <= 45 +- 0.3 OK
=>
1
2
3
Avg.

5.3 waansvasnisnaaasnun lulglunszulaunisase

ARlmsurinvaaesuTudsidadsiidlniilatunsyuiunsnudve sunundntugunaiain

Tngldanlunisvmeaseisdu 30 Tu lae

UATEVIUNSHARNLUNZNANTIU 'nmﬂu

1

Y

@ v

AUAIDYWIUNUNIN

YDUAVNEU

o

ANnurwvestudla wassudrimuaniinetosiununmuesd

M13199 5.6 Han1snaaasduan 30 Ju

s TuduaY 1 Jusedu nnendiain

30 daya lonadnsusngianisei 5.6 lnensduiin

No. Paint %NV Wave scan Color shade Apperance
thickness

Spec

. 15-20 55-60 <= 45 +- 0.3 OK
1 17.4 57.3 221 0.13 OK
2 18.1 575 21.7 0.13 OK
3 17.6 57.1 22.4 0.13 OK
4 17.4 57.5 222 0.12 OK
5 18.1 58.1 22.0 0.14 OK
6 17.9 57.3 22.3 0.12 OK
7 17.2 57.4 227 0.13 OK
8 17.9 56.5 225 0.13 OK
9 184 57.5 21.5 0.14 OK




AN3197 5.6 wan1svaaaaduiian 30 Yu (se)

71

No. Paint %NV Wave scan Color shade Apperance
thickness

Spec

s 15-20 55-60 <= 45 +-0.3 OK
10 16.7 57.1 224 0.12 OK
11 17.9 57.0 223 0.12 OK
12 16.9 57.1 21.9 0.13 OK
13 17.3 57.2 22.6 0.14 OK
14 18.0 57.1 224 0.12 OK
15 17.9 Sl 21.6 0.12 OK
16 18.3 57.3 21.6 0.13 OK
17 17.1 57.8 225 0.13 OK
18 16.7 57.3 21.7 0.14 OK
19 16.5 57.6 225 0.12 OK
20 17.4 574 225 0.12 OK
21 17.9 56.9 22.2 0.13 OK
22 17.2 57.0 22.1 0.10 OK
23 17.5 57.3 22.6 0.12 OK
24 16.6 56.5 225 0.13 OK
25 17.1 57.3 21.6 0.13 OK
26 174 57.4 21.7 0.15 OK
27 17.0 57.1 223 0.12 OK
28 18.0 57.6 22.7 0.13 OK
29 17.1 57.1 21.6 0.15 OK
30 16.7 57.6 22.3 0.13 OK

Avg. 17.4 57.3 22.2 0.13 OK
SD. 0.540 0.330 0.383 0.009 =

A338lasunanisnaaesanintinurenszuIunsnud annisnaasadudiuau 30 A

= '

AR EVBIHARNST lAdANAY 17.4 um. agluAiAIuANTENING USL Uag LSL fan135199 5.6 avtiu

anusoaguldimaanngidevinisusussentadeindivesunudlg demaldianunuivestudanas

W19y lunTauvee USL kag LSL 53ufaanniuaufiiieitesiuamnInyesd %NV, Wave scan , Color
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°

1Jayaflaluyinsiaseinisnseanesilag

Y

shade Wa¥ appearance fin1enaINNITUSUUT {3d8l

'
=~

msliiusunsufiimy (Minitab) Tuileddu Capability analysis iieviniswasn ns1w Histogram sauluia

TAANNAINNITAVDINTLUIUNTHIUAT Cp Wag Cpk Aauanstoyavesdadoanunuivestudluzui 5.2

way 5.3 uansbiiuianisnszanedivesnnunuvestudla Tuwildunfdu lnensideudilgan UsL

wag LSL uavdadldn Cp uaz Cpk 91gadu

Process Capability Report for RR-B zone

LsL UsL
Process Data ! ! Overall

LsL 15 | | ~ ——. Within
Target ! \ -
usL 20 Overall Capability
Sample Mean  22.2 I ‘ Pp 031
Sample N 35 | | PPL 088
StDev({Overall) 2.73108 | | PPU -0.27
StDev{Within) 2.05987 Ppk -0.27

I | Cpm  *

'otentia fithin pability
| | P ial (Within) Capabili
| | Cp 040
cPL 117

| CPU  -0.36

| Cpk -036

I

I

I

I

I

I

15 18 21
Performance
Observed Expected Overall Expected Within
PPM < LSL 0.00 4190.59 236.70
PPM > USL 77142857 789746.15 857246.60
PPM Total 77142857 793936.74 857483.30

gﬂﬁ 5.2 Process capability ¥83A1 Paint thickness fiaunsusulss

Between/Within Capability Report for Paint thickness

LSL UsL
Process Data —— Overall

LsL 15 — — — B/W

Target * ! '

usL 20 i ! Overall Capability

Sample Mean 17.44 Pp 154

Sample N 30 PPL 151

StDev(Overall)  0.539859 PPU 158

StDev(Between) 0 Ppk 151

StDev(Within)  0.560621 Cpm

StDev(B/W) 0.560621 B/W Capability
Cp 149
CPL 145
CPU 152
Cpk 145

15.00

1575 1650 1725 18.00 1875 19.50
Performance
Observed Expected Overall Expected B/W
PPM < LSL 0.00 3.10 6.74
PPM > USL 0.00 1.06 2.48
PPM Total 0.00 4.15 9.22

gﬂﬁ 5.3 Process capability 9841 Paint thickness #84n15U3uU59
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3l Histogram v83 %NV fauansdayanou-naan1suiudsluguil 5.4 uaz 5.5 uansbiliubs
nMsnszemRfinuldundinsinwmmINaIsaveInTEUIung Inedunalaainan Cp, Cpk NHNAWS?

Tounnnin 1.33

Process Capability Report for %NV

LSL UsL
Process Data | | — Overall
LsL 55 | | — ——. Within
Target * o
UsL 60 ‘ ‘ Overall Capability
Sample Mean  57.9048 | | Pp 153
Sample N 40 | | PPL 178
StDev(Overall) 0.544235 | | PPU 1.28
StDev(Within) 0.365234 Ppk 1.28
| | Cpm  *
| | Potential (Within) Capability
\ | cp 228
| | CPL 2,65
CPU 191
[ [ Cpk 191
| |
| |
\ \
| |
\ \
| |
\ \

d

55,50 56.25 57.00 5775 5850 59.25 60.00

Performance
Observed Expected Overall Expected Within
PPM < LSL 0.00 0.05 0.00
PPM > USL 0.00 59.10 0.00
PPM Total 0.00 59.15 0.00

5U7l 5.4 Process capability 9831 %NV Asunisuiuuss

Between/Within Capability Report for %NV

Process Data —— Overall
LsL 55 ——-. B/W
Target * o
usL 60 Overall Capability
Sample Mean 57.2728 Pp 2.52
Sample N 30 PPL 230
StDev(Overall)  0.330072 PPU 2.75
StDev(Between) 0 Ppk 2.30
StDev(Within) 0.339585 Cpm *
StDev(B/W) 0.339585 B/W Capability
Cp 2.45
CPL 223
CPU 2.68
Cpk  2.23

55.50 56.25 57.00 57.75 58.50 59.25

Performance
Observed Expected Overall Expected B/W
PPM < LSL 0.00 0.00 0.00
PPM > USL 0.00 0.00 0.00
PPM Total 0.00 0.00 0.00

gﬂﬁ 5.5 Process capability 989A1 %NV naan15usulse
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N3 Histogram %84 Color shade fananstoyanou-maan1susuUsslugui 5.6 wag 5.7 uandli
Windensnszanednduuilduidnenwmanuaiunsavesnseviunis lnedanalaainan Cp, Cpk All

NAANSNANINNIT 1.33

Process Capability Report for Color shade

LsL usL
Process Data ! ! —— Overall
LSt -03 ‘ Il -2 2. Within
Target * | | _
UsL 03 | | Overall Capability
Sample Mean 0.122817 Pp 8.43
Sample N 420 | | PPL  11.88
StDev(Overall) 0.0118619 | | PPU  4.98
StDev(Within)  0.0116394 | | Ppk  4.98
Cpm *
| \ Potential (Within) Capability
| | p 859
| | cPL 121
| | CPU  5.07
‘ | Cpk  5.07
| |
| |
\ \
| |
| |
\ \
| |

-024 -0.16 -008 -0.00 0.08 016 0.24

Performance
Observed Expected Overall Expected Within
PPM < LSL 0.00 0.00 0.00
PPM = USL 0.00 0.00 0.00
PPM Total 0.00 0.00 0.00

gﬂﬁ 5.6 Process capability %841 Color shade naun1suiulse

Between/Within Capability Report for Color shade

LsL usL
Process Data ! ! Overall
LsL 0.3 | [ I — VT
Target *
USI? 0.3 ‘ ‘ Overall Capability
Sample Mean  0.128346 [ [ Pp 10.61
Sample N 30 | | PPL  15.16
StDev(Overall)  0.00942129 | | PPU  6.07
StDev(Between) 0 Ppk  6.07
StDev(Within)  0.0104913 | | Cpm  *
StDev(B/W) 0.0104913 | | B/W Capability
| | Cp 953
CPL  13.61
| | CPU 545
| | Cpk  5.45
| |
| |
| |
| |
| |
| |
‘ T T T T T T T ‘
-0.24 -0.6 -0.08 -0.00 0.08 0.16 0.24
Performance
Observed Expected Overall Expected B/W
PPM < LSL 0.00 0.00 0.00
PPM > USL 0.00 0.00 0.00
PPM Total 0.00 0.00 0.00

U 5.7 Process capability 83f1 Color shade asn15U5uUse
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379 Histogram ¥84 Wave scan fananidaganou-naen1susuusslugui 5.8 uag 5.9 uandli

o

wiudensnszanedafidualiufidmesnwanuaiuisavensyuiuns Tnedunaldaind Cp, Cpk 713

NAANSNANINNIT 1.33

Process Capability Report for Wave scan

usL
Process Data —— Overall

LsL * - - —. Within
Target * F
UsL 45 Overall Capability
Sample Mean  21.6454 Pp *
Sample N 40 PPL *
StDev(Overall) 0.531553 PPU  14.65
StDev(Within)  0.363717 Ppk  14.65

Cpm *

Potential (Within) Capability

Cp *

CpPL *

Cpk  21.40

I
I
I
I
I
I
I
I
I
| CPU 2140
I
I
I
I
I
I
I
|

22.4 256 288 320 352 384 416 448

Performance
Observed Expected Overall Expected Within
PPM < LSL * * *
PPM > USL 0.00 0.00 0.00
PPM Total 0.00 0.00 0.00

Uﬁ 5.8 Process capability 9841 Wave scan naunsuiuuss

Process Capability Report for Wave scan

UsL
Process Data ) Qverall
LsL * I - - —. Within
Target * |
usL 45 ' | Overall Capability
Sample Mean  22.1566 N Pp -
sample N 30 ! I PPL *
StDev(Overall) 0.383245 | | PPU  19.87
StDev(Within)  0.307413 [ Ppk  19.87
| Cpm *
| Potential (Within) Capability
! %
CPL *
I cPU 2477
| Cpk 2477
I
I
|
|
|
|
jﬂ“k |
224 25.6 .8 32.0 352 384 416 4438
Performance
Observed Expected Overall Expected Within
PPM < LSL * = =
PPM > USL 0.00 0.00 0.00
PPM Total 0.00 0.00 0.00

‘U‘ﬁl 5.9 Process capability 989f1 Wave scan #a4n15u5ulse
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ARt UELE uazA1AUANTAEITRITUANAINYRIE TIu AIAINAINITOVRY

v '
o

nsyuuN1s Cp , Cpk @unsaazula m13199 5.7 madnsanuvunvestudiiarunaeiiinigiv daaeie

g1 17.4 um. A1 SD fAvi1iu 0.540 denRvuiinisnseaneinuauad dwmaliir Cp , Cpk dnadns

el®_

Bew Wiy 1.49 uaz 1.45 auanu wandbiiiudaniendwinnisusulsagadeyaiinisnszanedie
neldnsauvas Control limit dmsuan Cp, Cpk Yoswaans¥ae Quality parameters 713 3 63 vesdgn

o

aAuAY AAEIUNMIATNIMLA A9915199 5.7 Wanadiar Cp, Cpk YINAGNSADU-MEIVBINITNAADY
avtuIdeansnasunaintmaasalddn nsusudsuavestadaindinifeidesiuluuddmal
Anunuvestudanandignseuaiualuauil control limit wazlineliiinlgymludenuniminty

MEraeRINNITUTUUT

M13999 5.7 aguanaansvesdadenifeitesivdnendinisnaaes

Average Value SD Cp Cpk
Control Evaluate
Parameter l Before | After | Before | After | Before | After | Before | After
imit
Paint
15-20 222 174 il 0.54 0.4 1.49 0.36 1.45 OK
thickness
%NV 55-60 57.9 57.3 0.54 0.33 2.28 2.45 1.91 2.23 OK
Wave scan <=45 21.65 | 22.16 0.53 0.38 & - 21.4 24.77 OK
Color
+ 0.3 0.12 0.13 0.012 | 0.010 8.59 9.53 5.07 5.45 OK
shade
Appearance OK OK OK - - - - - - OK
FAfenendaaininssuiunsaassisniasaduldinisisudisudoya damaunind

Andumeluuwundaduzunatainnountsusuuss Ghnsiiuteyaludieu nsngiau 2563) uazniewes
MnsuTulse Ghnsiiudeyaludiou aanau 2563) Aagufl 5.9 wag 5.10 awsadaunaviuldinnie

@ @

#8991nN15UT Ul TN 3Tela T wagn1susuuTImeiuvesiiesnuimuinwgluniswu (Skil
training) Yayyvnesnuannmilwunliuiianas anawmennuideaiunsafnwiasidnlanuduiusves

Aavuvestud dutadeihdiifeites naenaumsusunsanly AUnTEVeaINTaNISAIUANAINAMIL
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= )

vosgudlilamandmungiidenis dwadedymamninanaunniign 3 drduwsnlawn dyu dlva uazd

AN wazlgndue anasnuafu

da & ' @
‘ﬂfg‘lﬂ']ﬁmﬂﬂwmﬂﬂﬂuﬂ’l&ﬂmmuﬂﬂ ﬂauﬂqﬁﬂﬁuﬂé\i

100000 100%
90000 90%
80000 80%
70000 70%
60000 60%

50000 / 50%
40000 40%
30000 / 30%

20000 / 20%

10000 10%
0 0%

deing dlwa waud Usznauliatin

@ = = [ = 1
ay)u Luangd 'ﬂillﬁﬂ‘U IDYUVATIU

JUN 5.10 nsminnsidvasdymannniiindunigluisuns feunisuiuls

o a & o o
UJymanmuiifadunisluusun ndnisuiuss

100000 100%
90000 90%
80000 80%
70000 70%
60000 60%
50000 50%
40000 40%
30000 30%
20000 20%
10000 10%

0 0%
VGHE deing dlwa Usznavlsiadin
wand F08TATI dyu dliiFeu

JUN 5.11 nsminnsidvesdymamnmiindunglunsun nasnsusuls
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uni 6

unagUuazdaiauanue

v v
[ o

unilagnaninisasuseazdeanmuniun1sideluaiail Asuantdymiiosweanssuiunisnu
d N1599NLUUNITNAARY NTITLAT 99l an19ali An1eg aasnaun1suiAIUTUA Slud la luld el

ASEUIUNISHAMULSIUNTIANY) AADAIUTBLEUBWULLALTRINNNVBINUIVY Inadsuavidenssalull

6.1 a5Unan1sANiuuIdY

{33eladnluvinsfnyiludiunuven wmumﬁﬁmsﬁugﬂwmaﬁﬂsuaw%@’wﬂiajﬁﬂm gy
nsruauNHAnTudmwaainiildlusasud ludagtuununa dushslunisauaudusdin (kpis)
wuadu 4 delaun Safety , Quality , Productivity uag Cost uiagralsAnulusiide Quality Fapsnu
L'«aaﬂzymmﬂﬁmﬂmmwLﬁmﬂﬁuashwial,ﬁm fhegagu Jgmdlva Jgmdiluudn Jaymdens Tuide

Cost Aansnuiymauyunisndndruiuvandameannin vsedamilunsldingAumemsanniiuning

v oy
o e

Aanmsgiufmualy nuidelupssifsiadlunmsfinvisomesym Quality uway Cost iWundn minudh

v

wnteyanieluskundadusunarafinaznuiudymeaunimvainuatedaymy annsitausneiiu

Y Y

v o
A a o

Hi¥eImaueaun dnyarvesdymazfgidesiunuiivestudiliauysel iesnUsunavednld

v 6

Anaguuiunulianvugnliad Fedwaneliinlagmawindlva, Ay, dlisey Alanuduiusiu

nsauAnANUnLIveItudlldnnudmunenuauandingnAimue Tnefiidmnefasuiuusases

v A

voslinuAMAINYBINLN Wagaunsaannuiuigadaluls

Y

[y

nsAliunungITeazyihnusniugnifgtesnglunauns ivesiududaddiuauddyes

N

Tymmasunauninuazaunu iwenBusndaymiunuilududiduusn neasuilanuinudiuiinume

v
o A v o

Jymasgaiunfotusumivdsiunszuiunsnud lneddla (Clean Wuingiunnsefilidndiuves

Fuuiinduagaantgvnluowsnunn wasinmsliesgitsiuniwenisiialymamanazey

q LVANRE ]
v

#1 zone B suiflosaniuvinaiinuwelgywivendeuiniian uasiduiumisifiiuiinnniian gnd

)

ansanuelymliie Wedidediluinsiudeyanuiteanumuvesiudladnneioegn 22.2

Y

o v v 1 o

um. WawlguduAnsgiuinmunedlisenin@adednindiuans (LSL) = 15 um. wazdadedninuu
(USL) = 20 um. agdunapiulainanununvesiudladeginiiiuinsgiu wezdipdiandetuunnnsgiu

figawiniu 2.73 dawalvian Cp wag Cpk dAwinfiu 0.40 way 0.36 nua1dy wazdimainitaieeusulad

1.0 fAeRslevinsnathAnwisesladeiinettesiunnumnuestudlavesiusundsi zone B
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NMTIATIEA AU VDU YMSNAUIINNTTUIUNTIAATTNN WU TRMUATRRUUSENOU

va o

Tumemiiideie9 , Jannsunundafugunatain , mt1daans wae MIntvenquuesnunud st

wnsgimamnveslymilagldinTaalownudamauazna visunudamean Tnglivannisves am lu

' a

nsfumniadesneg iineadeatuanunuvestudlaniidgaiundtruinsgiu wuadunuanny MAN-

U

Ya o o

MACHINE-METHOD-MATERIAL {3deldsauiufinaulunisseauninufnuasadnzuuun A nuiuue s
arymAna AunseYsasUazuuueanuiednadudadendazuuugefian nasinvesazLuuflaain

HEINe 3 inwardladedidvianue 7 fndAaziuuswilnalAesiu ey 3 vinuisioni

U

M3EANANUARDNASY Tuladeves Man Rarsauduiutansyhauvesiseu skill training Aiin1s

Inousy wazUssanaunaiitaiaueguds Tudadefddugnindiluviinisveassie Jadeludiuves

wIednTzneIdesiumsuiudsUnsaiiunud warseuuvesanildlunssuiums fidvavihdadelu

I lUANESD 11991NTANULAEIVBINUTEAUTBIAINUNUIVITUR LAY WiuRenudadeluniy

o

method azdadelunmnavesingfiuiiosngnimuamianmavssnuidsldannsavinmiudaeula

v ' vy
[ va o P N a o

lupsell :nmsiasanegrdmunditadengideuasiunudendniunsfinwdedailvedu 3 Jade Ae
AMUNIIUTNUY (Pattern) TnaiAnun I duasinanan1snsE 189 lukuININg 9ns1A1stva
2844 (Paint flowrate) vl udladsund 1A sateed U1y warszeeniavastuny (Gun distance) 434

SEELYNIVIUUNULAL TUIUNLNARDNITTUFIVBIFAIUUTUIIY

Ja9880199 3 AUs LAwnonsIN1snareed AnunINtnUY warsTerrnaasUuny 7ilavin

o ya o

n1sidenun3de §Ideldinns 3 Jadeilluinisesnuuunismesesiieinluiiasigimanuduiusiui
wUsmovaus Aeaunuvestudla lagldisniseanuuunisnaassiuulend-tuniuiau (Box-behnken
Design) asanmnusuindnd 3 Jady sruaunisneassazlavindu 15 nsneass lnan1susunsa1ves

Taderindndu 3 sziv nsdudunismeassnunmsesnwuunmsveassiildiuualildgnisuduiudienis

JnUszauiinerdevimuaiielinsuiwnua sazdndunismeassioiunannunuivesiudi

]

Wasuuwdasly Weldnanisvaaeswd 37elaldlusunsuddmy (Minitab) i egelunisiiasigy

'
o a

muduitugveadeidnidmadonnumnestudlamenisnaaeuiisysusddai 0.05 Fe3Ens
waun1seuduRusLuuangy (Full model) lanadnse R-Sq winfu 95.78% uazA R-sq (ad)) Wiy
88.18% wazvhiunevlunisiamaiveadoilififoddyeendeds Stepwise regression axaawaliien
R-5q WU 95.78% wazen R-sq (adj) iU 91.56% AenaeaInn1sin Stepwise regression adnaliipn
R-Sq (ad)) u?uﬁmqa“fu amsasgianansoaguldidaders 3 d fweuvemansznuvdniidnasie
mmwmmm%uﬁiaaéwaﬁﬁﬂé’ﬁiy WeuNaNsEUTINAEiiTady X2 , X3 uasmeniddewawia 3 Uade

o w |

danangsiltpdAguReiy

s

A5 HUUAB lUNEIINANTIVAUNITON D8N WERIAMUFURUS Sz I9Tad et ez AL

MNveItudLT I uARNIIIANTImITaNTidaveis 3 Uade Ineldleidu Response Optimizer 44
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Tsunsuddmy (Minitab) iemenszduvestafoiidnfivnzauiigniidsualfinumnvoduingmi
Whwnedigesnisiaeiandivang (Target) Wity 17.5 um. , Fadedinans (LSL) wiiu 15 um. wazdn
dodiaduuu (USL) whify 20 um. Amadnsvastiadorudnimanzauita 3 daldun mnun et 7
f1 15 cm. , Sasmslvavedd whifu 200 cc./min. way sepzvisvestiunud Wiy 10 cm. Ausuddll
l#3dldgninlunnassnglunszuaunaudidusiuiu 25 ads itefudunamnaasdas finaouves
nszUILUNINLA HavTngiradsanuvestudla anasanArdeutiulsed 22.2 um. {u 17.0
um. finftanas -239% aunsaasulddnisusussindafoiudnfisatiulm dealiaumnvesdudanas

\ig¥aeas Control limit

va o

Aielmdnlunsaaeuienansiisadesiuninsgiulunisvinn wasvinisudleisnisugjifau

Y

wazn1sUsussAvesgunsal uasUunudlnl ndeuvivinnsveaedddlunssuiuniswdnasadunan 30 Ju

fimsiiuranisnaaesiuay 1 Ju wieundaiudeyavesAiniuauaagiieadeivd Wy mnumnves

o
o

Fudla , A1 %NV, A1 Wave scan , Color shade uay Appearance 1 ol ulalaa1n1enasainnig

v
1Y =

Usuugsnszuaumslunsiaglidsmasodymamunnuedfianiat uiuindliiandudesesaumun
vossuAilildinmsgiu viemadatgmaliGey mendmnnsfvieyaitunm 30 fu nadndaads
vosmunuestulailafainty 17.4 um. Aeuauieiiiidestuinniasainsadnmseiu
el control limit 16 §Adelsthdeyanlaluiinsiginisnszareslagldileddu Capability analysis 1o
Tusunsufifmy (Minitab) ilequualiunsnszanefvesdeya wazen Cp , Cpk Taganunsnagunaldind
Arusuesiudla warA1AIuANYasE %NV , Wave scan , Color shade amnsnasszfumINaINIaYes
Cp , Cpk fifidunnndn 133 Idmnen dumnefinisuiudssnisuiuseatiadevesturudluaded dewald
muMUYesTudanas LLam'wm‘uqmmS]maﬁuﬁé’amawmm%mszﬁuLﬁnﬂ,i‘léf IngldneliAndgmilu

LBIAUNIN

[ v

HaasUnsUTulsanssuumsasailuguluurewintiy anunsoasulanel dunuildine loun e

q

o

PAUNIATS (Direct material cost) Mlunsniunaass Wusnudy 3,474 U WaZATLSINISYINNY
a194781 (Over time cost) d@msuniinauludiy Wusuiuku 52,864 vn samﬂuﬁunuﬁ%@dmwﬁﬁu
56,338 U usegslsAmuainuanisnaassiildazanunsoviiliununs annsafiazanduyuardlalu
Funuimgavmesadidifesanmatiussarumuntesdud laensusuasnsnisivavesd (Flowrate)
911 220 cc./min. Wy 200 cc./min. szdsnaliUsinsvedfldlunisuantury 1 Fuanunsnanadldan
JuUSnmswindu 18.69 cc. fonsuEn 13U wie 186,012 cc. AonsHAnLY 1 1oy 13e 2,232,148 cc.
sonsudslu 1 ¥ lasannsadunaidufunuiiaansoanastélaingy 5.79 vy muwaidudugud
anasldluszezen Tu 1 WeowszausaanaA1ingiunmemsalavindu 57,663 vimidieu nieAndusedls
Wiy 691,966 Undel Feflgadunuldnislussezing 1 Weu wazdsausnuduusslymmasin

A nvasunun Wndulasamedymdlve, dyu, dlddey nluunldunisanasegiadna
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6.2 YaLauBLUY

1) Issunsaldnwanunsavensnanisisune lUgenszuaunswudnaaidnisnuddus laines

Wuandnswuasesivy, aaiiniswudase wazaunsavensnassludumungsdasa tnedidwunalunns

oy
a =

Uiuusssowaatymeannnlingwy

=

2) yuAdeiideviluessanunsadusuuunulunisuiulanssuiunisiegldudnnisnisadfiiie
wilvdgymegnafivsednsnin Tuennanlssnunstifnwanunsoaivauuypainsiiudnnuinesnuata

TNy
3) N5USUUTINTEUIUNTUDIBIANTABINTWSIATUALUNS ORANAUIINNIHUIN T T2 A U0

83ANg WeNzanusaussghmvnevenisyhAsnssulsuugnseuiunisle

4) n1susuusslgmmesuguamnglussdnsasldndnnmsnisadfiunienisunladam

p81sllUTEaNEN N Woanlaniansnauinvestynithugs)

5) NM3UsuUInssuun1slueuIAnAsIRE i sanfiessuulsanuenlud® (Automation) Mkdnun
wisiiy TngonaldRiuamuinligadn wagnanauwnuatnnsasuiliuuauiuly iwerdwvanglunisan

sunuatluszazen?
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