a g a4 o
Ny Immaaiuazmallad U0 16 0N 2 wa. - a.a. 51

Y ¢ A v =) ~ =
ﬂ1‘§1.l§$84ﬂ9ﬂ‘ﬁ“lfﬂ°li °l$ﬂ3JﬂHﬂ1§ﬁﬂ@ﬂi1"U®Q!ﬁﬂ: NIUANH

Six Sigma Application in Defective Rate Reduction: A case study

a w ¢ d o d
PIINU §§$351W€]ﬂ‘ﬂ {az gAY InyniNa

MATFIAINTTUGAAMNIT AN IAINTTUAIART

a

UMIANIRETITUMERS quisida Unusil

s
unaaae
Hhgtumsnialuszuvgammnssy dndaiiiduudeniediniidentinnuy 18T vuidegsio Famsi
A a g o a a g
WwHAATUA

a

Yt ¢ ' ’ e o7 ¥ Yo = q a4
11wuﬂuﬂuﬂﬂﬂujﬂﬂ1uuE]ﬁ]"\]$‘V]1vlﬂ1ﬂ8ﬂ15waG\ﬁuﬂ11?1NﬂmﬂWWLmzqunﬂlﬂﬁlﬁﬂlﬂﬂﬁ]uiuﬂﬁﬁiﬂ?ufni
v

Yy A {

a Aawv AR 1 a a4 A a 4? a L k% o o ::
W% ammaumyuuumzaﬂam”|°ummfmmmm1unszmun1iwammﬂsmﬁﬂm Iﬂﬂi%ﬂﬁq‘ﬂ’ﬁc}fﬂ HRUT YUADU

o & 2 o v ] y a ¢ 2
ﬂ1§ﬂ1luu31uuuﬂﬁgﬂaﬂﬂ38 ﬂ151]\3"1$i]qllw"| ﬂ’]iqﬂllaxﬁquijﬂﬂﬂy‘a NTUATIEN fnﬁﬂjlﬂ.liaﬂ URZNITNIURY Iﬂﬂ

]
=)

2 o Yo g < @ q d4a &4 a 3 o A Vo da 4
Nﬂ‘b’u%]ﬂﬂ'ﬂuﬁ“iﬂ ﬁ'ﬁ] E)GliWWJGQLETUVILﬂﬂ%uGluﬂiZU?uﬂ15N'ﬁﬁ] @Qﬂ1ﬂﬂ1ﬁﬂ1luuﬂ1u‘WU’ﬂ amwm;ﬁamﬂﬂﬁu

ana 0.04% tazlu1391 Z-score MINAN 1.53 1111 3.30
oo W ) o @ b= v d::yw
MaNeY : Fnd B des1veudy AriiFin

Abstract

Nowadays, a company having low production cost gains advantages in doing businesses and low production cost
can be achieved by producing quality products with no defect. This research aims to reduce the defective rate of the case
study by applying Six Sigma. Six Sigma’s working steps used in this research consist of Define, Measure, Analyze,
Improve and Control. The key research indicator is the defective rate. By applying the Six Sigma, the defective rate is

decreased by 0.04% and Z-score is improved from 1.53 to 3.30.

Keywords : six sigma, detective rate reduction, research indicator
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