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Abstract 238119

This industrial research project is related to solve problems found in an electro deposit
plating (EDP) process.in making automobile components. The average production units
are about 900,000 parts per month. After the preliminary investigation, it was found
that the process lacks of effective control mechanism and working standard resulting in
high defect rates. The highest type of defects is a misfired color representing 0.48 per
cent of all defects. Brain storming technique with the help of cause and effect analysis
diagram was used to identify the causes of problems. The most important cause was
believed to be from workers with skill deficiency especially in process and fixture
design. The new training program was employed for both workers and supervisors. The
working standards were set up including maintenance of hangers, cleaning of rinsing
sprayer, cleaning of electric air dryer filter. As a result of problem solving, the misfired
color was substantially reduced to 0.25 per cent. However, this is still considered as
unsatisfied improvement. Quality is considered to be a further improvement. Therefore,
the misfired color was improved by a new design of fixture. To ensure process
improvement, the EDP components of 200 pieces were tested. The results of testing
showed that the average proportion of defect rate was 0.15 percent reduction in rework

by observing the proportion of P before and after the improvement down from 0.45 to
0.16.





