A

¥oI150INNTNUE MyaaRaad Il luNIHANaIAN 1Y

Taeldmaiiagns $nun

Y A A v
AIE Y YNNG AT
Sayan IINTIUMAATUMT NN (IAINTINYAAIHNIT)
dal a a ¢ 1w a
919158 NSn INENANUT HALAT.390AT FUNOU IH)
U |
UNAAYD

a ] a 1 a g o
1”ﬂ15ﬂa@]a’lﬂ@nﬂﬂﬂ Lﬂﬂ%ﬂﬂﬂWi@ﬂUUﬁuﬂ"I‘Ll‘ﬂa1ﬂﬁa18%uﬂllaglﬂuﬂ1u3u3~nﬂ

Yy 9

1 1 Qy dgl A qu’ Qy = ] 9 9
mwa1%munuiumscﬁammmmﬂw ‘Viii’ﬂullNﬂ5\1“IﬁNWULE‘TEJ‘H”IEHJHLIZJﬁ'13J”IiﬂLLﬂbl"ll]lﬂ

9

Ay AR Ao s A o 9 [ A 9 a A J Aa 1 ad
nueiiNTagilszasaoandudeunnsesuuiuau Iaelimalingng Fni1 3503
ao A o Y o = a A 99 9q =
Feisunnmismuailyn TaelddmsAnswmuninnszoiumswnan e ldid ledsann

o o a 4
P dmuarthwineuazveuwavesmsisuilgs minmsimsizidrsununinns Tauaz
a d‘ a 9 1 1 9 1 (Y] d' a A 9 1
mslszuanudsslumsiadeunnsoanni Jounnsesraninauurnau laun ada
o A v 11 Ao v Yy A A a
uuaasIa avesduulunuenduniamndimua 13 ses luduuivauinnaninms
Y 1 Y
a1 uazseensIwInUUALOUAMNANNMI A1 dou luduasumsianauazi1usaudoya Id
WINsinszdszuumIiavesnszuiumsuaz iannuenvesiunuiigndaas S1uan
1 { A u’/‘ c?/‘ a 4 o [l I
yaunnsesiiauuiuay nduluduaeunsinsizidoya lddinmsszavanossiuiy

1 Iy o 1 a 1 A A o Yy a 9 1 [ 1
ITNINKIY I’/hﬁlwaﬁ LLﬁxNWﬂﬂ’JUﬂﬁJﬂﬂ!ﬂ1W L“I/\If]“rﬂt’f%‘l’iﬂﬂ‘ﬂﬂﬁLﬂﬂﬂlﬂﬂﬂ‘l"liﬂ\‘iﬂﬂﬂﬁniﬂﬂ

q

Y o

Y v 9 ! caj [ A @ A [ a
Tdunudsdetar aeanluduneumsisvilsunevsaaunan lakinmsdSulysariaves
Y Y ] 9
dounwied A d1nsuilymalauuiaeiany ldeonuuunisnaaouion1szAUNITA
' = A A 1 A 9 v 1 Ao 14
AsIneveunsoInouuzay dauavesiuaiulunurvieninimiidivuald
o ! A o o 4 [ t4 a @ a
YsuulaeuitmsshnunezdlSulguniesinsginsal Tagldinaiianmstleosiunnuianaia

v Y
Tumsriau dauses Iuduuiuauldlsunasuasmsiianulug tazsesasiuiirldiinmsg

' v
o o A

< 4 Y o A a :l
i’]ﬂﬂ!t‘]J']Jﬂ”lﬁ‘V]ﬂﬁi’NLL‘U‘UL@]ll?JTJLL']JII Lﬁﬂ‘Vi”li$ﬂ‘U"’IJ@Qﬂﬁ]ﬂﬂﬁﬂﬂﬁ}mﬂi@ﬂﬂfmu”m ngea Lag



9

gameluduaounmisniuaunizuaumsnimanszny lasmuaniasgiulumsiiu Tae
Y
HAIINANTUMIAINTUADUAINGT asnaadounwsosuuiuauld Ao 1in@unou
[ a9 1 a 09/’ A 9 1 1 d' )
Y5V1390U9UNNIDIFHAAIAUUIAIVIA LazMIVBIHL U TULLIYINNTNANMNA MU
VUAUUNEY 1.95 99/1,000 A1519UAT 1AZ18.68 9A/1,000 MITINAT AINSIAY HAT
Usuilgeanaunie 1.62 90/1,000 A151UNAT 846 99/1,000 AITINATAINSIAVLALT
¥ ' A 9 d A a v A =
Pounnsosriasos lniuazsosasuihinanmMsauuAuIumas 11.75 11a5/1,000
MINWAT 1AL 9.63 1HAT/ 1,000 MITIUNAT 1A5V59anaanae 439 wAT/1,000 A1519
v 4

WATHAY 5.97 AT/ 1,000 MIT1UUAT MUY HuApToUNNTIrAAIALUIAINIA A1UDT
A 9 1 1 d' o 9}d‘ a Y 3’ d' a
Auaulunvienienimisvua seeluditnaannsane uazsesnsuihimannms

d19anad 16.92%, 54.71%, 62.64% 1a238.97% MUaA1AY



Thesis Title Reduction of Defective Products in Wire Mesh Production

Using Six Sigma Technique

Author Ms. Yaowanard  Sriwichai

Degree Master of Engineering (Industrial Engineering)

Thesis Advisor Asst. Prof. Dr. Rungchat ~ Chompu-inwai
ABSTRACT

During the wire mesh production process; there occur different types of non-conformities
ranging from a part or product that needs reworking to a defect that cannot be repaired. The
objective of this research project was to use the Six Sigma Technique to reduce the large number
of non-conformities found during the wire mesh production process. A definition phase was first
initiated in order to learn more about the current production process using process maps, after
which problems for improvement were identified. Using a Pareto diagram and risk assessment,
the study found that the major defects are broken warp wire, the horizontal mesh widths exceed
specifications, the burn from washing and the water stains. The measurement phase involved
analyzing of the measurement system and determining the length of wire mesh that is non-
conformities and the number of non-conformities found in the products. A brain storming
exercise was held during the analysis phase between the researcher and the production and quality
assurance teams, during which time a fishbone diagram was used to verify those factors causing
the aforementioned problem. The improvement phase then improved according to type of non-
conformities; broken warp wire that study the tension for set weaving machines, the horizontal
mesh widths exceed specifications then looked at altering work procedures and upgrading
equipment, applying ‘Poka Yoke’ to prevent work errors, the burn from washing that looked at

altering work procedures and water stains that study by present an application of the design of



experimental (DOE) using 2’ Full Factorial to identify the optimum setting of the washing
process. During the control phase, work standards were determined. After carrying out these
changed, non-conformities that broken warp wire and the horizontal mesh widths exceed
specifications drop from 1.95 defects per 1,000 square and 18.68 defects per 1,000 square meters
to 1.62 per 1,000 square meters and 8.46 per 1,000 square meters respectively and the burn and
water stains from washing dropped from an average length of wire mesh that cut off 11.75 meters
per 1,000 square meters and 9.63 meters per 1,000 square meters to 4.39 meters per 1,000 square
meters and 5.97 meters per 1,000 square meters respectively; an improvement; an improvement

of 54.71%, 62.64% L1ag 38.97% respectively.



