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The quality and the price of a truck tractor are two the main source of competitive advantage for
truck manufacturer. These in turn are very dependent upon the production processes used to produce the
truck. Variation in the production process is a major source of waste, rework, non-value-added costs and
lowered quality.

The 'goal of this thesis is focused on the production loss analysis in manufacturing of individual
process and provides general recommendations of the loss factors. Such losses are those in which
manmade error, off-standard work, and loss by lenient management method. As the following subjects are
the main cause of losses.

1. Deviation of quality among processes

2. Poorly sequenced steps and process rework

3. Unnecessary variation in design and production

4. Defective products increases when management is lenient.

5. A part or product that has not been made according to the required specifications

To solve the above mentioned problems, this thesis develops a method for analyzing a .real cause
of processing wastes, such as time study for reducing variation in the process, restructuring the organization
of model factory, manpower allocation, controlling the inventory by categorizing parts with the ABC Analysis
technique, process improvement quality control with the P and C-Control Chart controlling the performance
loss of operator and specific suggestions for establishing the operation standard.

It can be concluded from this research that there was improved the conversion yield of production
from 40.4 % up to 61.4% and defect rate was reduced from 23.3% to 15.4%, 9.8% and 4.5% consecutively,
material handling distance reduced from 1,210 to 1,025 meters(15.3% improvement) manpower reduced
from 29 to 22 persons(24% improvement) and the average operating rate was increased 43.8%
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