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Abstract
TE 163
The Six Sigma approach and IE techniques were selected to use as a roadmap of this,9 tg.;lis to
improve HGSA (Head Gimbal Stack Assembly) productivity. In the defining phase, we found that
the manufacturing labor cost is higher than the target cost because the A1 model productivity is low.
According to study Al assembly line was studying the productivity problem and then we found that
was caused by the Re-flow soldering operation which had low unit per hour (UPH). Therefore, the
project metric of this is Re-flow soldering unit per hour improvement. In the measure phase,
measurement system analysis prove the measurement system used allowed for appropriate
measurement in terms of accuracy and precision. After having analyzed, there are two suspected
factors that effect to project’s problem those are the parameter of power supply machine (Knob
program, Preheat, Heat rate, Cool and Re-flow Temperature) and the work séquénce in operation.
And then The first factor(the parameter of power supply machine) in the analyze phase, the
statistical testing hypothesis found that the factors that impact to units per hour are the Knob
program, Preheat mode, the re-flow temperature, heat rate and the cool temperature. In the improve
phase the factors were tested to minimize the soldering time by Design of experiment (DOE). The
given results the parameter setting in power supply as, the Knob 3 and Preheat “OFF” mode was
fixed, the re-flow temperature was necessarily set at nearly 300 °C, the heat rate was necessarily set
at nearly 40 percent and the cool temperature was necessarily set at nearly 160 °C. as possible.
The second factor (the work sequence) that was analyzed and improved by work study technique.
The improvements are the eiimination the ineffective step of movement. From improvement at
those the units per hour achieve 70 percent improvement that leads to increase in built units from
113 to 192 units per hour. In the control phase, the control plan was developed to control the three

factors e.g. the setting parameter, the set-up program and machine maintenance which caused the

project problem.





