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ABSTRACT

This independent study is to reduce the adhesive squeeze out defective rate at multi
panel lamination process by using six sigma methodology. The flexible circuit products model
CNN300, CNN301, CNN307 and CNN308 have been selected since they are the same product
platform and they have been manufactured in this case studied factory. Those products have been
produced for 5 weeks with the excessive adhesive squeeze out defective rate average at 4.95%.

The purpose of this study is aimed to find the real root cause or the significant key
process input variables (KPIVs) of this excessive adhesive squeeze out defect, using the six sigma
tools, named design of experiment (DOE) in order to improve the multi-panel lamination process
capability resulted in the reduction of excessive adhesive squeeze out defective rate average less
than 1%.

The study starts by reviewing the general knowledge of each product, the excessive
adhesive squeeze out defect characteristics and every manufacturing process steps from the first
process until the last process in order to thoroughly understand each individual manufacturing
process and their key process input variables in each process. Next step is to use the six sigma
methodology bring their related tools or techniques to identify the suspected key input variables of
the excessive adhesive squeeze out defect from each manufacturing process. By using the process

flow diagram, the process mapping technique and the fishbone diagram then can identify total 47



of suspected key process input variables. After that, then screen those suspected key process input
variables by using the cause and effect matrix (C&E Matrix) and the failure mode and effects
analysis (FMEA) until get the most suspected key process input variables. Finally, total 3 key
factors have been indentified they are the prebake time, lamination pressure and the lamination
release film type. By using the design of experiment full factorial design type by 3 factors, 3
center points and 2 replicates to analyze and optimize each of the significant key process input
variable. With all the six sigma tools those have been used are able to improve the multi panel
lamination process capability. After improvement for 4 weeks the excessive adhesive squeeze out
defective rate average has been decreased from 4.95% to be 0.51%. So, from the result is interpret

to this independent study can be achieve for all objectives.



