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091

19,255 DPPM 9.5

2545

fih.

Process Capability of Dt(October)

i, Box-Cox Transformation, With Lambda = 0

Process Data

USL 25.7000
usL* 3.2465
Target *
Target* *
LSL

Mean 19.6586
Mean* 2.9693
Sample N 5045

StDev (Within) ~ 2.00758
StDev* (Within)  0.10145
StDev (Overall)  2.73874
StDev* (Overall) 0.13393

Potential (Wthin) Capability

CPU 0.91
Cpk o/l
Cpm

Overall Capability
Pp
PPU 0.69
5 0,9

9.5

(Cpk

USL*
Within
Overall
2.5 2.7 2 3.1 33 3:5

Observed Performance Exp. 'Within" Performance Exp. "Overall" Performance
PPM < LSL i PPM < LSL* * PPM < LSL* -
PPM > USL 39445.00 PPM > USL* 3149.64 PPM > USL* 19254.97
PPM Total 39445.00 PPM Total 3149.64 PPM Total 19254.97

091)

(Mesh)
Brazing
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(Statistical Process Control)
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