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ABSTRACT

This research aims to find the factors affecting the production process and the optimal conditions in setting the
appropriate manufacturing factors. In reducing the plating process defect, it was found from the case study that, 4.52
percent of the thicknesses did not meet the manufacturer’ s standard. From the manufacturer study result, it was found
that there were 5 factors involving in the processes; Current in plating process, Current in Electro deflash process, Time in
Electro deflash process, Water pressure in water jet cleaning process and Conveyor speed in water jet cleaning process.
This research employed fractional factorial design to analyze the factors affecting the specimen thickness in plating process.
The significant factor was PL current. The experimental results for finding the optimal condition in the manufacturing
process shown that Current in plating process at 5 Amp., Current in Electro deflash process at 60 Amp., Time in Electro
deflash process at 30 Sec., Water pressure in water jet process at 2.0 Bar and Conveyor speed in water jet process at 40
Cm./Minute give the average plating thickness of 10.66 um. 3,000 specimens were produced according to the optimal
condition. There was no defect associated with specimen thickness occurred and reduce time by 1,084 minutes per month

when there is no defect in the process.
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Vg IENIN 5-15 um Wethdeyanlinseiasuaninaldfinini 5

Optimal PL Curre ED Curre ED time W] Press W3J Conve
%igh Eg 60'8 38'8 2.0 89
ur B . . " .
0.86666 | ow 3.0 40.0 30.0 2.0 20.0
' . o o
[ ]
Composite o . p! i
Desirability
0.86666 . o L
e [
o .
PLThick F———— ® e _ g0 % o % 9 _ ®
Targ: 10.0
y = 10.6667 .
d = 0.86666
o

AN 5 anneivnnganvesdadenliyuialans

NaRINMTINANIETivINzaNTiananawd 5 asuldinsdiiuimdesnsusulssnszuaunsyulans
iolrlgmmuandmnefifnuals avdesdfused PL Current 137 5 Amp. é1 ED Current 137 60 Amp. A
ED Time 137 30 sec. A1 WJ Pressure 1371 2.0 Bar. uagen W Conveyor Speed 159 40 cm./minute Ssazvin
Tldeanuvuvesiniiguiedsd 10.66 um Fadurssninnasvesnasg (5-15 um) lngdiflrAanudia
WalasuveImanau Composite desirability (D) ag.iﬁl 0.866

4. Nan1IMAaREuduNg
Mnannefimnzaniigniuditelddluldusudafionaaeuiudulasnimaaessdntunudua 30
Fuuazldnismaasuaufgiuiuu One Sample T-Test Ingldszdutivddny o =0.05 ieBusuna lnsiwun
augagmﬁqﬁ
H,: u1=10.66
H,: #1066

lne?l 1 AoARdereInNUnUTUNISYURRTUY

A15199 3 NANITIATILINITNRaRIEUSUNG

Variable N Mean StDev SE Mean 95% ClI

Confirm optimal condition 30 10.6099 0.2187 0.0399 (10.5282 , 10.6915)
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NADINNNTVIAABUALYAZILLUY One Sample T-Test WudnA1 P-Value filsannismaaouiidnannnia
sefufod iy o« = 0.05 TeagUldiwensuauyigiundnuazufiasaunfgiuses nanfeaadsvosnLm
vosdusuildnnnisyuinlanglagldannsiinyauiigaiauviity 10.66 fadulunudoy afildainnis
fuau Fawalunsnedt 3 ndudideuasuidniudalunsddnuiuiieanngdinanluuiudsaivos
nszvIuNMaiflendntuauaiadeiiies $1uau 3,000 Fu MAHANIITIRABUANLMUEINSYUlanzHaRD lainy
voudeiiintunnnszuaumsyulavy dwalvianunsoananluniswdsludnuiiiavendeadld 1,084 wiise

LU

d3UNan1sIY

nsfinwluassllivinnisfnwinansenuvesdadefidmasenssuiunisyulans lneniseeniuunis
naaeUULNnSEalduAvdIilewInismaaesinatu uisiawsalwsginansenuresdadelu

ASMNNUITYTILIUNINAIIUTITATY SIUTIANUITOIATIENNANTENUINNTITINS NLATHANTENUTINTENTN

a

Jasgedanunzunnsiluldlunisfnwinseuiunsuan fedsanunsatnaainnisiasiziluldlunismaniied

¥
Ay aAac

wanyaufignvestiafeifiousuuinszuiunsuanldodisdiussansnm flumddeiiifnunansznuvesade
fdwmaronsyuilangnuintedeiidssaieanumnlunszuiumsyuninlavgie nszuadldlunszuaunisyy
Taviz (PL Current) uaziilevmannnismaasssnmaniizfivnzaulunszuiumsuanamnsaagdlednnig
Usussenszuaildlunszuiunsyulanegd 5 wewd nssuaillilunssuiumsdidninshuienil 60 ueud Aandild
Tunssuiumsdidninsiuntand 30 Judt Aussiurhlunssuiumsdrseussiudd 20 115 wasAaNuEes
e ilunszuaumsdnsieussiuig 40 wuBwmsteund azvilrldmanumuesiinfiyuaden 10.66 luaseu

Y a

Tnensldanigsananviglinssuiunisuananvandsadlnsosay 4.52 nanfeinanlunuveadediotan1iy

Y

MnzaunaalUlilunsudnuazannsnaniiatasls 1,084 wiidaweudiolifiveaduiavulunszuiunis

AnRNIsuUsZANA

YavauNTEANUINgInAlulag s vusnaassauinueuulunsITeasell waruTenEnanTudIu

a a ¢ < A 9 a YY) = 9 v v < v
DLANNIDUNALLAINUS 'VWNE]%quﬂllﬁ!G]a'ﬂflﬂﬁillQQW?@Wﬁguﬂﬁﬂia’qﬁﬂqmﬂLmqlﬂLﬂUmaHa
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