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This industrial research aims to improve the effectiveness of the automotive part pressing machine,
emphasizing on the availability of machine C1. It was found that setup time of machine producing
Member Guard Frame A required the longest time among the other processes (approximétely' 401
minutes per month). Then the Why-Why Analysis technique was used to define the root cause of
problem. In order to enhance the availability of machine, SMED was applied to the machine setup
process. The research was divided into two parts. First, to improve a machine setup procedu_re by
separa_ting the non value activities out of the value activities. Second, to improve any losses in the
manﬁgement section which were repositioning in mold preparation area, procuring a proper method
to maintain the cushion pillar and mold clamp. As a result, the setup loss time has been décréased
by 10.6 minutes per time and the availability of machine has been incfeaéed from 85.61 pe‘réent to
90.64 percent. Moreover, the overall equipment effectiveness of the automotive part pressing

machine increased from 62.69 percent to 75.79 percent.





