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3.1

(Paradigm)
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Organization Structure of SEBC(Present-Study)

Mr.Phaiboon
President

Mrs.Aree
Vice President

Secretary

Mr.Kido
Managing Director

Mr.Kido
General Manager
[
[ [ ]
Mr.Muta Mrs.Aree Mr.Surat
‘Business Group Administration Engineering&Production
I | [ } 1 I : ]
Mr.Muta Mr.Yodchai Mrs.Tuanta Mrs.Aree Mrs.Suda Mr.Surat Mr.Suthep
Sales Marketing Personnel Accounting Purchasing Engineering Production
I | { I 1 [ { |
Design Engineering Mould&Die Jig&Fixture Quality Production | | | Production Il MaintenanceI




(Ernest Dale,1965)

8 Peter F. Drucker
3
(Activities analysis)

(Decision analysis)

! (Relation analysis)
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1 (Trusteeship Management)
2 3
(Marketing and Business Group)
(Administration)

] (Production and Engineering)
3 1
4 9

J -Jig and Fixture

J 1 ' 2
) (Laborers)

240 5
235
( )

( :Sergio Talacchi, Orginization Size, Individual Attituces
and Behavior: An Empirical study;1960, p410)
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Sergio Talacchi
25

(information loss)

38%
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(Process Layout)

3.3

SEBC

Plate coupler

200

10



50 [ - >K I 50 - -

) mammimmmmin—mmmag ke ekt A .
Part Stock Light truck Special purpose vehicle Sheet metal forming area
: - o : z A
. Shear Bending
[ railer Traclor Tractor Part Sub 50
Assembly Production production making assembly =
Area 2 :
area area | Drill Press
1 Part welding
n ' v
ateria - 2 Pamt
Stock ; BOO'[h
" » ity EHH |
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tool hox

(coupler)

SS41P

spec, SPHC, S50C, STKM, SS41P

spare tire carrier

60

SPHC

1

)

30

(

30

(Vendor List)
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Layout

34 3.9

Hand made

(Jig and fixture)

(setup time)

34

(Suppliers)



truck tractor 68

3.5
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!
3.6
1(WG1) Fender rear rubber assembly 20
fender rear rubber
compound SK5 120
2
pitch
SPHC 23 ..
SPHC
rear mud guard
uD
2(WG2) Front floor metal parts assembly
SPHC 32 .. (strip) shearing
pitch welded nut
3(WG3) Body side assembly 2
round bar STKM13B S50C
pitch
4(WG4) Stay and bracket for rear fender
rear fender 1
jig & fixture
blow

hole undercut
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5(WG5) Plate coupler and components assembly
truck tractor
plate coupler, bracket coupler RHLH  coupler” )

plate coupler 10
pitch SPHC, SS41P  SAPH 45
chassis frame
chassis frame 17
frame > 300 . 3
(service
manual) ( chassis frame
2)
6(WG6)
(service manual)
30 J) (fogging), (chalking),
(running), (orange peel)
masking

1(WGT) Final inspection

check sheet control chart
P C-Control Chart
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Rear fender ~ Floor front ~ Bodyside  Stay &Bracket  Plate coupler ~ Painting  Chassis Inspection
W6l W62 We3 W6t We6sh WG o W6t
vPlate \Floor front \Side guard RH 1 \Prop. shaft \Plate Paint Prepare tool
W protector wcoupler Blending
1 \Fenckr front ~ \Floor center rSSide guard LH  \Stay center ACoupler Test Check
RH 'RH w'"stopper sample
\Fender frot  \Fioor side center \Front plate ) ‘Measuring
LA ‘RH m stopper Masking
vFenderrear 1 \Floor side \ front \Rear stopper
*RH 'LH Fﬁ
wmderrear 4\Support tool \BIF{ front \Bracket
- “hox “coupler RH
kRear mud \Tool box \Stay rear \Bracket
guard m'assembly 'RH "coupler LH
tPlate mud \STC assembly \Stay rear \Block guide
guard 'LH 'RH
iWait for \Bracket STC m\Fender center kBlock guide
Massembly LH
\ Bracket Assembly
'STC RH

\Bracket STC LH

\Beam front
\Beam rear
\Bracket beam

\Bracket beam

Chassis with CAB

front

rear

(Y ssembly

Sanding
Cleaning

Primer
coating

Top coating

>Move to inspection

Keep truck in stock yard

SEBC




Feedback

(Upstream process”
(downstream process)

< 5%

7
“ ° - v A
nmlmmﬂs:nauumm

e
(a) To9IN9

3.1
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(Engineering drawing)



3.8

shop floor

pickup

(work sampling)

30

TANDEM PRESS

jig& fixture

truck tractor
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tri
operation problems) 3.9

1.

48

(using operation time to identify

excessive downtime

4,
5.1deal time

time)

Problems

Ideal time (future)
(operation time 1 idle time)

Current | Problems due to defects in
production A product design or specifications
time Result of
improved
Actual work
; methods ) )
ope_ratlon /Unnecessary operation time due
time

- to unproductive manufacturing or

| poor operation methods

/' Ineffective time due to poor
Idle  Result of ' “management practices
time  improved

operations

management ! Ineffective time due to poor

'| management of operators

3.9

(company waste-free

Factors to be addressed
by improvements

Completely waste-free time

|« Poor design or proposal
« Lack of standardization
V Inappropriate quality or standards

/+ Wrong machine used
« Process and operations poorly
prepared
« Tools not yet improved
« Poor layout
Poor operator methods

/ - Inappropriate lot size

« Lack of standardization

« Poor planning (daily schedule,

process management, etc.)

« inadequate equipment manage-
A ment (excessive downtime)
|+ Absenteeism, tardiness, laziness
V Accidents, etc.
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3.3

AM’s
38 31
industrial
engineering
1.0rganizing Loss ( )
190 /

Available working time(480 min) - Waste of time(30  )/Cycle time(236.35 min)

3 | (Cycle time 151.6 min :
)
6 ISUZU, HINO, MITSUBISHI,BENZ, VOLVO ~ SCANIA
6 | ( 2535-2540
(3.57+3.89+5.57+8.53+11.2+3.89)6 =6.09 | )

2. Process Loss 4

(prototype)
(coupler)
A process layout



3. Quality Loss

(process capability: - Cpk)

4. Operation Loss

38/62

20%

3.2

Tandem press

3.3

30

50



31

Loss Factors | (Man) (Material) 1 (Machine) (Method)
1 Organizing loss Te . je .
° »
| o

: 2. Processing loss Te e . .
I wH . .

. j il
: 3. Quality loss e :»  Defect Rate 20% ° .
* L]
: 4. Operation loss * 1e i .

}

y e Tandem y




(MAN)

Organizing

Loss

Processing

Loss

Quality

Loss

Operation

Loss

3.2

top-down approach

)

(contractual)
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(MATERIAL)
Organizing . . .
Loss
Processing . . . Blank Size
Loss .
EOQ
Quality Loss  «  pefect Rate 20 % . .
L] A 3
( ) 6 C
Operation . . . -

Loss (first-in, first-out)
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(MACHINE)

Organizing . . .

Loss

Processing . . .

Loss .

Quality Loss . . .
. pitch .

Operation . . .

Loss ( 30 ) die carrier



(METHOD )

Organizing .

Loss

Processing .

Loss

Quality Loss .

Operation .

Loss

down

top-

32( )



FLOOR -
FRONT

FLOOR -
SIDE RH
FLOOR -
SIDE LH

SUPPORT-
TOOLBOX

pitch

welded nut

punch

punch

33

90

n V-

block 88°C

| |
guide post



BRKT - STC

BRACKET
STC LH
BRACKET
STC RH

BEAM -
FRONT
BEAM REAR
BRKT BEAM
FRONT
BRKT BEAM
REAR

SIDE GUARD
RH

SIDE GUARD
LH

pitch
welded nut
bracket beam

- Jig & Fixture

- guide post '
plate

;%00

- Jig

33()

Jig
plated

Jig

BRKT



PLATE
COUPLER

COUPLING
STOPPER
REAR
STOPPER
FRONT
PLATE

COUPLER

MISCELLENO
us

BRKT
COUPLER RH
BRKT
COUPLER LH

70

I embossing

BRKT

step

spring back

web

33 ()

2 step

EOQ

ABC

2692 /



BLOCK
GUIDE RH
BLOCK
GUIDE LH
PIS
PROTECTOR
STAY- FDR 1
CTRRH
STAY- FDR 1
CIRLH
STAY -FDR 1
FR RH

STAY - FDR
R LH

STAY -FDR 1
RR RH

STAY -FDR,
RR LH

FENDER
CIR1RR

- jig
bracket

. blow hole,
undercut,

. overheat

- press

33()



PLATE | e
FENDER- |
RUBBER

FENDER- e
RRLH(FR)
FENDER -RR
RH(FR)

FENDER -FR
LHRR)

FENDER -RR
RHRR)

152°c

guide post
SK5

press

33()

120°¢

guide post

152°
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