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ABSTRACT

The purpose of this study was to study quality control of Six Sigma system in the
manufacture of hard disk drives at Innovex (Thailand) Company Limited. Six Sigma was used
with the aim for standardization, efficiency, and cost reduction. This system had been
implemented as a business operational strategy and was to be strictly employed throughout the
organization. Six Sigma could make the company a worldwide organization by reducing variables
while improving customers’ satisfactions. Its principles were based on work culture, more
convenience at work, and maximum wealth for shareholders.

It was found from the study of manufacturing process that the top two defects
occurred at the adhesive lay up and first inspection steps. The ineffectiveness of adhesive lay up
was at 12.5 DPU and first inspection was at 2.08 DPU. Therefore adhesive lay up was chosen as
the focus area of study because this was the step where clue was waste the most.

At the beginning of the project launch, defect was at 1.45% but at the end it was at
0.6% or 58.62% reduction. Six Sigma resulted in improvement from the previous 415 DPPM and
1,489 Lots Rejected to 191 DPPM and 246 Lots Rejected. LAR (Lot Accepted Rate) was raised
from previously 86.30% to 88.61% or at 5-6 Sigmas. Moreover, standardization system was

implemented and employed through Standard Operation Procedure (SOP) at adhesive lay up step



to control the defective level. SOP required high level of attentiveness from employees. Even
though at first implementation of SOP the employees’ productivity showed a decrease from 795
UPH (Unit Per Hour) to 475 UPH, down 40.25% but the employees adapted to SOP and later

their productivity was back to 795 UPH within only 2 weeks.



