3 (3 Pieces Can)
2.5
300/214 x 402 (Evap -A),208 x 208 (Evap-B) 300
« 113 1/4 (SM-T) 1S0 9001:2000
300
3.1
31
3.1
Managing Director
Purchasiﬁg Dept. Ass. Managing Director

Factory Manager

Finance &Account.

= ‘),_’ 7

 Engincering Dept. | Quality Control Dept- | Production Dept.

Plénning Dept. Personnel Dept.




50

32
3 (3 Pieces Can) 3
1 (Tinplate ) (Sheet)
(Slitter  [c)
2 (Welding m/c )
( 5
7600 )
ik WELD
(Powder)
4 flanger necker  header

(CAN-0-MAT)




5. (Seamer [c)

6. ( Light tester m/c )
Reject
( Directed supply )

( Process Flow
Chart )



Tinplate

I (SLITTER MIC)

IN30A¥ON (WELDING M/C)

'

A A d v
INIDAUNADUATIVUVN

(LACQUER APPLICATION)

19191 (TUNNEL BURNER)

'

d‘ o
s naziiaou

(CAN-O-MAT)

v

IN3091A19U (SEAMER)

!

IATDINATBUIOUI

(LIGHT TESTER)

l‘

4 a 4
INIDAUTYI/ INTDINN

(PAL / DEPAL)

K ;o) <
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33

34

31
2547 (Hold)
3 6,991,212 308%
EvapB ISMT  Evap-A
25 034%
1.7
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3.1
2547
18,440,585 19,188,381 15,788,944 17,714,114 12,747,113 16,879,103 100,758,240
SM-T Hold 160,152 257,862 205,143 271,196 218357 141753 1254463
2892 23586 30131 28428 33751 78388 206,176
% Hold 0.87 1.34 13 1.53 1 0.84 1.25
% 0.02 0.12 0.25 0.16 0.26 0.46 0.20
8,779,546 8,284,251 7,104,634 11,517,205 6,122,550 2,999,214 44,807,400
Fvap-B Hold 2016329 888220 431,636 47489 634892 133655 4,579,626
226169 179023 53708 7781 18789 44685 530,155
% Hold 22.97 10.72 6.08 4.12 10.37 4.46 10.22
% 2.58 2.16 0.76 0.07 0.31 1.49 1.18
15,537,171 9,671,887 10,950,317 20,238,064 12,917,003 12,223,619 81,538,061
Evap-A Hold 268495 299840 227,829 249728 68976 42255 1,157,123
51 1014 6020 9293 8827 15228 4094
% Hold 1.73 3.1 2.08 1.23 0.53 0.35 142
% 0.00 0.01 0.05 0.05 0.07 0.12 0.05
2047
111,27b 3423 (PPM)
L
( Non-conform )
32 - 2547
() () ()
SMT 206,176 2.38 490,699
Evap-B 530,155 2.05 1,086,188
Evap-A 40,944 3.06 125,129

1,702,016
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Hold

11
3.3
3.3
2547
(Droop vee)
SMT 5 3 0 1 0 0 0 3 2
Evap-B 9 0 0 8 2 5 2 2 28
Evap-A 2 8 1 3 0 0 0 1 15
6 U 1 22 2 5 2 6 65
% 2462 1692 154 3385 308 1.69 3.08 9.23 100.00
Evap-B
2547 SM-T  Evap-A
(Faluse seam)
6 0.29 (PPM)

Evap-B 1SM-T  Evap-A
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SM-T

3.3

31

33
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(Failure Mode and Effects Analysis : FMEA)

34



34

FMEA

Diagram)

(Check Sheet)

(Pareto Diagram)

(Cause and Effect

(FMEA)



RPN > 100

FMEA

RPN

RPN
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35

225137 55,335 30,673
Hold

Scrap
Evap-B
Hold
Scrap

Evap-A
241632 235158 0
Hold

17369 6926 &

57,553 126311 4,667

146 68 382

Scrap 6338 230 0
Hold 524,322 416,804 35,340
% 749 5% 051
crap 25183 724 3910
% 324 093 05

(Welding)

159,819

97422

695,923

359397
62,457

14879
918,199
1313
471698
60.69

60

2541
35
2541
? /
68918 0 1125 88549 516394 74793 33720
9903 0 633 13002 47673 12552 613

330,069 32,767 74303 1713764 1428046 71267 49,473

13114 2577 4334 107876 9696 19720 8070

99475 13498 37300 106928 343185 9450 8041

2597 347 73 11613 5 3B/ 810
498,462 46,265 112,728 1909241 2,287,625 155510 91,234
713 066 161 2729 327 22 13
25614 2924 5702 132491 57426 35610 9493
33 038 073 1706 739 458 12
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34

2047
35

3.5
Hold - 2047

(Welding) :
QWT 225,137 95,335 30,673 159819 68918 0 1125 88549 516,394 74793 33720
EvapB 57553 16311 4667 695923 330069 32767 74303 1713764 1,428,046 71,267 49473
Evap-A 241632 235158 0~ 62457 99475 13498 37300 106928 343185 9450 804l

524,322 416804 35340 918199 498462 46,265 112,728 1,909,241 2,287,625 155,510 91,234
% 749 5% 051 1313 13 066 161 27129 3270 22 130

3.6
2541
(Welding) (Seamer)

SMT 0 6 5 0 il 0 0 2
EapB 0 0 9 1 18 2 0 2
EvapA 1 8 2 0 3 0 1 5

1 U 16 1 30 2 6

% 1% 2154 2462 154 46.15 308 1% 100



3
(False seam)
Evap-A  SMT
Evap-B Droop  V-Seam
1) (Seamer [c)
1 (Droop  V-seam) 49.23 %
) (Welding  c)
24.62 %
J) 23.08%
4) (Can-0-Mat) 3.07%
Hold
(27.19%) 1 (13.13%) 1

1.49% 5.96%

(13.45%
34
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(Out of Specification )
Hola 32.70 %

1
Evap-B 2
(Lacquer Application) 1
3.5
(Cause & Effect Diagram)
35.1 ' (False seam)
(Compound )

Actual Overlap

(Duotility) (Temper)
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(Seaming mic)

(On tthd)training )
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(Seamer
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Environment Measurement Man
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35.2

( eldingm/c)
(Flexer)
(Overlap)
(Welding Roll)
(Negget)
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( )
(Hopper)
( Roll Former )

(Electrode) 2

Welding Roll

(Overlap)
Welding roll
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1

Overlap

2547 )

SMT
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Environment Measurement Man
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(Supplier)
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Light tester

Environment
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3.7 (Process
Failure Mode and Effects Analysis : PFMEA)

(Process Failure Mode and
Effects Analysis : PFMEA)W

PFMEA
()
4 (Stamatis, 1995 ; 184)
1 1 1
1 5
() (

Process Flow Chart )



()
()
( Severity) (Occurrence)
( Detection)
(6) ( Risk Priority Number RPN )
RPN

Severity Occurrence  Detection

RPN
( Ford, 1992)

(Process Failure Mode and Effects Analysis ~ PFMEA)

Severity Occurrence  Detection
3 31
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Droop 1
V-seamw

21

21

21

2541 35



4

0.23% 2.2
5 1 400
L 0.18 %
2.2
5 1 40
0.02% 2.2
4 1 2000
0.4 %
2.2
5 1 400
0.21% 2.2
5 1 400
101
% 2.2
6 1 &
] 0.84 %
2.2
1 &
04 %
2.2

5 1 400



0
(Light tester m/c)

(Specification) 4
2.3

Riptest ~ Balltest 30
100%
2.3

0

0.05 (Go-no go gauge

0

2.3



2.3

(Light tester mc)

30

2.3

RPN
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(Supplier)

(Supplier)

D RPN

5 200
10

Bundlei

QC

10
Bundle

QC

5 200

5 200

Qc

. 5 200
30

QC

RPN
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QC

QC

RPN

140

140

224

224

O D RPN
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5 30
Riptest  Ball test

QC

30

D RPN

6 240

6 240

6 240

RPN
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50

30

RPN

5 240

5 240

0 D RPN
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50

50

RPN
6 %
30
6 %
30

RPN
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