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ABSTRACT

This research has the objectives to defective reduction from welding splash problem in motorcycle battery production
process. The Six Sigma approach was applied to solve this problem. Firstly, the problem statement was defined. Next, find
out the major cause of the defective problem. This research applied the design of experiment (DOE) technique by
using the 2k full factorial design with two replicates for screening out the factors, founding top three factors which
impact to the defective percentage, including stopper distance of tip, pressure and current, then used the Response
Surface Methodology to optimize the level of significant factors. Founding optimal machine setting should be 1 mm. of
the stopper distance of tip, 30.6 Kg/cm2 of the pressure and 8.86 KA. After improvement, the defective rate from
welding splash defect was decreased from 3.61% to 0.11%.
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