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11 - 2547

SMT 2 2 6 6 5 2 23
EvapA 0 2 ! 4 1 2 16
EvapB 5 1 4 9 5 2 26
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6. (2545) Six sigma

Six sigma 4 '
(Measure)
(Analyze) (Improve) (Control)
FMEA
4400 DPM 2849 DPM 4
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(FMEA)
Draw .Trim/Pieces  Separate 1 1 1

RPN 100 2 3
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