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Abstract

Abstract

A case study for process improvement, used Six Sigma lean concept and
methodology, the author study the improvement process, and used statistical method
to verify the improvement effectiveness. The article reveal six sigma lean
methodology and concept can improve the manufacturing productivity, product
quality, reduce the cost, improve the customer’s satisfaction and the enterprise
competition. The article contains six chapters. Chapter one give the background and
purpose of this case study. Chapter two provide a general introduction for six sigma
lean mythology and their difference. Chapter three briefly introduce the EMS industry
and F Company. Then follow six sigma DMAIC steps, point out the problems of F
company manufacturing process, set the target to improve the Surface Mounted
Technology process quality and productivity. After collect the related data, review the
measurement system to confirm the measurement system is acceptable. Then list
down all possible causes by reviewing the manufacturing process map and detail
processes, team used statistics and hypothesis test to confirm the root cause. Chapter
four come out improvement plan base the root causes and implement the action to
improve the productivity and quality. Then set up control mechanism to sustain the
improvement result. Chapter five by comparing the quality and productivity before
improvement and after improvement, to check and verify the improvement
effectiveness from different portions. Chapter Six is the summary and future research

for this case study of six sigma lean.
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