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METHOD

q‘ v Y
NINN 4.3 !mummaﬂm

Y 4 Y o . ' o a Y
L. MUYAAINT (Man) ANUIMHBEA191ANITINNY (Fatigue) WUNWUNNIUNANIINA
o & g 2 & 2 A v ¥
INNITNINIUL ) Tﬂamwwﬂlumumumimuqﬂﬁvume Pre-cook Fuiluarunaealsisanie
1 Y 3 o 1 a Y] o
(N gana lvanuE lunsmavanaslusedarengnswan ANUANAAVDINUNNIU IUIU
wﬁmmiu@@ﬂﬁmiﬂquaggm’ﬂaum’ﬁgﬂ%q Vacuum/Seal 1M1 1¥1AAN1559A081Y (Waiting)
gazuasdy (WIP) Tuu1999may

2. AMUIATB99NT (Machine) YOI1NARIUAIGINITHAN (Throughput) TOUMTHINUYDY

A

= = <3 ) =1 1 a I a a
inTeIFagyIMAlnNE e tazlinnugaeseutioanu il naredlu "yaneviaFunatia”
Ao o a & a [ W 4 ~ ]
nnalSinaranansmveInIaemIHan hitezseuaouduiiioslanaiy

Y ax o g @ ¥ @ J . = v 9
3. MUITNINNU (Method) Vuaoumstsuimin Tuaiuns Packing HA1ua191
A 9 = < o 3 o 2 Y o A 2 3 a Ay
iosnndeudenarlumsvawazdliuihmingnyulduiudifazge Fuilufvnssui liad
' 1o & ' o
yan1 (Non-Value Added) uas iy s2uumInIuauaIuszywINsi1 (WIP) a1ans 145z u Pull
A o o ' Yy A A o q ¥ I 1y =
System #30M391NAUTUIAIU (WIP Cap) nouduasosda i lvaunosiudounu luling

{ g ) o < ]

Tnatiuszifion JyminisIva (Flow) mslvavesnuluduasumsildiduiinnuaii
1 1 d‘ U g}l o g’l

AINANIZTNUABIILBY (Ripple Effect) Tdsvuaouna lnivua
puINamsUsulganazwan1s@uiuaIu (Proposed  Improvements) 10N 1D a1

[

@ ° I o
nnururanetar §3seldmmuanuamamsuntlynilaoiszgnaldnannis ECRS wazms
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v Y o o ¥ A 1o & .. @ =
Ysvilgeanmnadoumsviau Tasnisuvaruaoui lsuilu (Eliminate) aznsdasziiiou
113 (Rearrange)

o Aa = o Y3 . zg A A Y
LU AUHUNITHINTITHUNTI 1A (Cooling) 00NIINWUNNANANNTOU
v o @ a I
azay (Indawileaw) tazdlSudims lnavesiagauliilwduniadon (Single Flow)
v Jd o o
HAaNT1dan131/511/59 (Results After Improvement)

Y o A v Y Y gmo P g v a &

naannduiumsUsudseaunuanisdedu fidelaiinisinudeyanaidnasesiuau

30 YANITWAR morfseumenissansna awuaaluasen 4.3

v 9
M519hl 4.3 Toyanawaaz TuaouMIKannaliul e

m3dugnTH M3lvidu
Batch | MsANay (117) B b MUY (WIN)
() )
1 8 18 8 8
2 9 18 7 9
3 9 17 8 9
4 8 17 7 9
5 10 17 7 9
6 8 18 8 8
7 8 17 8 10
8 9 18 7 9
9 9 19 8 8
10 10 17 8 9
11 8 18 8 8
12 8 17 7 8
13 8 18 9 8
14 8 17 7 9
15 9 18 9 9




d‘ 9 1 3’1 a [ [ 1
M3 NN 4.3 maagananmazmumumawawmﬂsuﬂ;q (919)
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Mgy m3MlFidu
Batch | MsAran@i) . - PMIVIIY (1)
(i) @)
16 9 17 8 10
17 10 18 8 10
18 8 18 7 8
19 8 18 8 8
20 8 16 8 9
21 9 16 8 10
22 10 18 9 10
23 8 17 7 8
24 8 18 8 9
25 8 17 8 9
26 10 18 7 8
27 8 17 7 9
28 9 18 7 10
29 8 18 8 9
30 9 17 % 8
139133 259 525 231 257
M99 4.4 AadavedIaInatliuige
Funou Aunde (i) dam‘ﬁ'mmummgm
MIANEY 8.63 0.76
msdugnu 17.5 0.68
M lnEu 7.7 0.65
MIVTTY 8.83 0.74
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a d Y v [ . g
MINATIZHVOYANAMaINITUSUG (Post-Improvement Analysis) 910NITIVLIAN
A o a o o <] o W W dy
IITIUIU 30 gAMIHAaraIMIUTULge wulszaudiagaall
1. ANNANUTNOVOINTZUIUMT (Process Stability) FIMTIULUNIATFIU (SD) VDI
Y
7 o < . .
TUADUMSTIFIEU (cooling) AAANWAD 0.65 1Az M5UTTY (Packing) AABIWAB 0.74 dziioU
NnszuumsianutiazaanuAulsvesnaihnu ldediivedinny  diwalinslva
1 Y
YOI UABIHBIAT NN UMTHAN TALLNUEITY (Deming, 1986)
0o < g’/ A o g’/ o ya . ~
2. wad3v luvuaeuninmsUiulye luvuneumsnmliigu (Cooling) Naundsanaq
A A A Y ~ o Y a 9 9
wae 7.70 Wil ilesnnnisdreamitiaulildsiesnruquanngll veldateniuien
Yy A 2 X w a
laneaNuazs1a152%U 13905 0550103 QYNFI (2562)
Y [
3. YUADUMITUTTY (Packing) aNRAgaAauMaD 8.83 Wi 91nMsUTuAINs lna
HuUEUN1RE) (Single Flow) $i8aaszozinaouiionazysalymmsngasontingiu
4. HanmN 1ae59u (Overall Productivity) 28213815 IUYBINTLUIUMTHAAHANAAAT
MAD 42.66 W FremuIaaNuaselumsdaweuduiazanaIuszNei (wWip) lu

momswan lded1aiiugUsssu (Goldratt, 1984)

a d Ly
4.3 MIIANzriNanM iUy

3197 4.5 manSSeuiioudoyanmnoulSulywagnalsulge

Funoums nouil5uilga wasuilya Hae g Souaziianas
M (1) (1) (1) (%)
1. MIANAY
9 8.63 0.37 4.11%
2. M3dugnau 17.1 17.5 04 +2.34%
3. mah gy 8.83 7.7 1.13 12.80%
4. MIUITY 10.2 8.83 1.37 13.43%
33U (Total) 45.13 42.66 2.47 5.47%

=~ 9 1 Y] @ ~ a 4
%1ﬂﬂ1iﬂr‘iEl’]JH/]El’]JﬂJ’éJiJm’Jﬁ1ﬂ’éJullﬁ$°ﬁa\1ﬂ1iﬂi°ﬂﬂ§ﬂ (MTNN 4.5) FIWITDUATIZH

U

[T

9. 8 A A Y e
Naﬁnﬁ]!%’ﬂﬁﬁ’)ﬂiiMUIQ JU
o w ' A <3 . . 2 4
1. ﬂTﬁfﬂﬁ]ﬂﬂ31Ngmulﬂﬁ1llﬁ$LW3Jﬂ’J1iJli’J (Waste Elimination & Speed) WAN13IUAIITH

' 1 o <
NWUINITBDULIA (Cycle Time) Glumuﬁummimclﬁjwuuazmimiﬁg‘aﬂm%}aaaz 12.80 itag 13.43
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o w ~ dy a o J A 9 .
audny mslasunlasiniaanmsviannugalaininnisind@oudie (Transportation)
1AZN1550A0Y (Waiting) FI00ANRDINUNANNITAUUDI Ohno (1988) N521INTUIANNNG DY

' I A { g { A a . ! ' @
a7 dsgmailudzaGingalumsiunaanin uag Shingo (1989) Mduaimsdsuilgs
an o . ! o a Y 19
7511591911 (Operations Improvement) ¥IganszoziIaiinsnan 1a lagludssasnugs lu

U g Y 2 . ~Aq ¥ A ) dy < A
FIUVDIVUADUNITANGNT U (Cooking) VIGlGlfl'Ja']LﬂafJLWMGIJUﬂWﬂ 17.1 13U 17.5 1483910

9 v
o a A

o ~ a 2 "y ' a vy v v 402
Wuﬂ\i']ullﬂ’]ﬁlﬂuu’]iuﬂ’mﬂwﬁgﬁj']\?ﬂﬁgll'JUﬂ']iwa@]‘V]']Glﬁ@]a\jalalﬂja']@ugﬂﬂfl‘lﬂlwumu

Do,

[ v A J

4 I o a A {1
He991n YUY a0AN BUDI9IMITANUUINIGVDY NARANA IFUAA Lazame (2010) NN
4 a [ a o [ ?zl,z A
ioguuyiianad 6AT1N1IAIBY0IAUNTIIzAAaN Asiudeunuarlunsldaudou
A qugy v A 4 A
o 13 lamnam sy Ay

2. MINIUANANNAUUYTVDINTZUIUMT (Process Variation Control) AURASNAAA

1 < Y g‘/ o Y 3 A = ~ [
pgnamiu ladgaluvuasumsm gy (310 8.83 mae 7.7) uaaIdeaNuEdesvoIszy In
AMWLUINIVBY Shewhart (1931) NnszUIMMTNEgNIeldaNMIAILANIZITaRVBUTEIAZ
A o a dy v o [T~ =
muaNuaiayevoInanan uonnt msvanelssauluiduiluldawnguives Muther
(1973) N1mMsTagaaiauaudIsums lva (Flow) ¥38aanNdUauaziiun 11y
Uaoanslununau

F) Y
3. MSUINITIANITYATINA (Constraint Management) ULIUADUNITANGNFU
. < Ay v v A Y o
(Cooking) 9z1iuganev7A (Bottleneck) N lidmisnaanallaiiiesnindeiimuanaiy
Ua0aN801M13 HAMINNYBYABYIAYBY Goldratt (1984) Mainilszansamluganednou
Y
HazndInovIn 38l "ens1ns luasiu veeszuuAYL demalinnIuveIaeNITHAN
v ' Y [l
anrulidszaninmmmviuiosas 547 FidoandoInDIIUITEVDI 1IHAT BITODIYNFI
79 Y a =S o [
(2562) Tumsiszgnaldunumsnanuuuaudivsugaaimnssvemisulsglarnmans
autuauilsinglumseSeuiieunar §ve Idihaunasvessennal (Cycle Time) @
9

anadluuaazvuaon NS Usulyaly uwudidiesisuviqualuoung (Future State

VSM)
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Production
3 "(% — Control i ‘\"(\\‘i
% % W
% o
Supplier Customer
“ Weekly Monthly D
ol
L
Mixing o Cooking o Cocling T Packing . Vacuum x> | Cold Storage
36U Sec 360 Sec O 3Sec 600 fec 2800 Sec
C/T =518sec C/T =1050 sec C/T =462 sec C/T =530sec C/T =1200 sec
C/0 =180 sec C/0 =300 sec C/0 =60 sec C/0 = 300 sec C/0 = 600 sec
Prociuction Lead Time « 2 days
Uptime = 99.38% Uptime = 98.96% Uptime = 99.79% Uptime =97.92% Uptime = 85%
Procgssing Time = 2506 sec
Operators =2 Operators =3 Operators =1 Operators =3 Operatars = 1
|

MU 4.4 LHURITBT IS UMM aa Mg uuas naIn TS Uy

v
S 1

nea

o ' : v 4 X ~a
LLN‘L!W\?ﬁWfJ‘ﬁWiLH’NE]iL!ﬂ11u6u1ﬂﬁllﬁﬂQ1WLW‘Llfnill‘ﬁﬁ SIGRETR TR

]
a £ o <
Processing Time iﬁﬂﬁﬂﬁﬂlﬁﬁﬂ 2,560 ’Jmﬁ mﬂmiaﬂnaﬂui}ﬂﬂamﬂﬂluﬁ’aumimﬂlﬁjt&lu

9
nazussy Mmsdsuaugasounailu VSM Haisaniusznanei (WIP) uazihldszeznani

[

Y 9
NMINAA (Lead Time) @UAINIUNANNITAU YD Rother and Shook (2003) mﬂuugﬁ%a i

9 [

Foyanina1Iuliulumurinis Ina (Layout) Tasnsédreyaussylivesluiivonsnoon

NaunadttanNuiou auaadlunun g 4.5
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MR 4.5 UM THavoenszuIumsraalsullys

ee

Y
A A

f‘lTi‘}J%‘U‘]_]§\1LLPH!ﬂWWﬂﬁulﬁﬁ“Uﬂﬁﬂig‘U’Juﬂ'li AIIU D "f‘l"lﬁLLfJﬂﬁﬂ"lﬁ\‘ﬂu‘]Jﬁﬁﬂ

i L 4 o A D, Yaw N VY P ) £ &
(Packing) 29NIANWUNLUAINUUAAININTDU" Iﬂﬂ@’)ﬁ]ﬂulﬂEﬂt’ﬁ]ﬂ‘].liﬁ%vlﬂll’ll’ﬂﬂﬁ@ﬂﬂuﬁ U

q Q

[

Y
FINDAADNTLUIUMTHAA 11 2 UATIaD AQLL:
1. maslszaAnsnmmsangungi (Accelerated Cooling) 1H0991nH09D559 1Ml
1 3 . . -
52ezH19INNTEANN U (Cooking Station) 11nUH Th¥Y5unalefeunazanudeuazau
1 A v o W ' v o Y3 . Y Y
luomsanasesniiiediny dwwaliviuaoumsildidu (Cooling) dunsomeanuiou’ld
<3 é’ 9 = =~ = a 9 = Y [ =
59015231 Taglgaundeiies 7.70 1IN (aAa991NANT0AL 12.80) FITDAAADINUNGBRNT
2emANNion  (Heat Transfer) Nan1ziIadonnigunglaInangsiesionsinsiziig
¥ A o @ g X
ANUSDUVDINAAA VN1 ARV
Y v
2. MyaaAuALL5UPIA1 (Stability of Operation) MIdeaaIIUliTIBuATy ]
o ) y £ 2 o Ay v o g Y1 A
WinuABIsoneylignIuaual luanmeImanseueud11 1A SD anaunae 0.65 910
1028 @gfounmanihnuianuilaazaiuauelunnioumInan  AUIUIAANTIANS

= = . . . Y o Y )
AO1UNULVUAY (Lean Workstation Design) U994 Shingo (1989) MumMstagaIzIaaen lu

9
N TUNUTUADUNITNNIY
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aziwanisidenisemanazdorauonus

U

=Y
5.1 aguwamsIvy
a v dyd [ S A a 4 o a e
M3I8uNIaglszaadmoNnI1zian nlagiuveInszuIUMIHAAgNTULAY
[ a a a o a a

YSudsadsg@ninmuesnszuiuniinan Tasdszgnd l¥uulAan1sHaauuuaY (Lean
Manufacturing) TIUAVLHUAIAETITHHIANAT (Value Stream Mapping: VSM) HaZLUIAANT
1AM TeTnAUeINeYIA (Bottleneck) DI YA1UTYA1 (Waste) taziiinilsz@ninimaea
M3 lnaluaemsnan

MNMIANEIAN NI UVRINTZVIUNMIHAA WUNEIWMTHAATANBUZNT ad

[ 4 5 o < g
liigoiiiog (Interrupted  Flow) Tagmnwiz luduaounisviiliidu (Cooling) 1azn15uI5Y
. < J a A @ o U Y a
(Packing) B unvnssuniaNuRuulsveana lunmsihaugs awwaldinamsazanvosnu
k2
52131991 (Work-in-Process: WIP) azmissenosvesntiniiuluruaounaly anugaplal
Aananaeandeanulszinnuesnnugalainiuunifiaved Ohno (1988) lain n1ssenes
.. 4 v .
(Waiting) 12 n3Na0U818 (Transportation)
2

HANIANHIAINTINIU (Time Study) 31191 30 TOUMINAA WUNTUADUMIT 1T
<3 . A A ~ A o A Y g}/ [
18U (Cooling) NANTHAVUNIAIFIUGINGA (SD = 1.21) 4azlg19a1MINuNulsiuaue

= A R 9 = 1A I <3| o
8 09 13 Wi Haznoudnu luiadosvesnszuIums (Process Instability) waziiluilade

wd’l !

) 9
drgidinansznuaeanuasiiosvesns Ivavesaiuluszuy luvaghvunou Packing il
v v Y Y

UAUNAIAINNTUADUNITANGNTU (Cooking) 1A IATUHANTZNUIINANNAULYTUDI
Y )

Tunauneuni Mltnaanyauemsmauuuy lineiiied (Stop-and-Go Operation) N1EHEA
msdsuilgenszuaums Taglduannis ECRS uazdu (Lean) laun msuendoiiiaiumssinla
<3 % ¥ 4 a % % a3

181 (Cooling) lldsunnIuaNgUYgN uazmsUTudIng Inavesnszuaums I unuy
9 = . 1 a A a A = ] =
[@UNI9ADD (Single  Flow) nWuNYseaniamvesssuumsnaninmsasuuilasedied

gAYy
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a J o [ ' A 2 o Y <
WaﬂWﬁ'JLﬂﬁW%‘ViWaﬂﬂ13ﬂ3‘U1]§\‘]W‘U’J'I 53t’Jxwmmaﬂumumumwﬂmau
. = A A a g 9 Y I ' =
(Cooling@ @391 8.83 UIN LHAD 7.70 UIN ﬂﬂlﬂuﬁﬂﬂag 12.80 Llﬁﬂ\ﬂﬂlﬁuﬂ']ﬂﬁgﬂ’n&ﬂ"lﬁi]
v ¥
mmmﬁanwﬁuamwmw
A2 . = = = 2
Gluﬂlﬂ!%‘ﬂﬂll!ﬂf]uﬂWﬁ‘Uiﬁﬂ (Packing) W328LINURAYAAAIIN 10.20 UIN 110D 8.83
Aa & Y =2 g ' A )
UM ﬂﬂl‘ﬂuﬁﬂﬂa% 13.43 GINL‘IJNWa‘ﬂ?ﬂfﬂiﬁﬂﬂ'ﬂm’gﬂ(jlﬂﬁW%'lﬂﬂ'lﬁlﬂa@ufJ'lfJ

A A

a <
Tun s 5202IMINEATINAAALIIN 45.13 W M@0 42.66 W7 oAl uTey
v ] 9 9
az 5.47 FaazReudamainulsz@ninmueszuumsnaanais uenantidanunluw
] Y
NUIZHIN (WIP) @89 1azM5 IMavesaIuiinnuaeiiowniu
aw dy Y J @ 9 a a =
pansavetuaasliiiuimslivilyinszuaums laglguuraamsndauuy au
A a a 1o o 4 Y A A X o
(Lean) snunsominilseansnmuesszunldlaelisuiludesasnuluniosdsnamiuan Fauilu
v ° o 1
puanndtanumnzautazasni lszgnaldlugaannssuemsuisgl 1dee1adl

szansma

a QW
5.2 i’)ﬂﬂi1ﬂﬂﬁﬂ1§3§]ﬂ
a o a Y a K g’/ an [
Nﬁﬂ'li’)i]ﬂﬁ"l‘iﬂiﬂ@ﬂﬂiTEJVlﬂclHL“H\?ﬁﬂTIQGlu‘JJG]"IJ’ENﬂ'liﬂ')‘]Jﬂllﬂigll’Juﬂ'lii N13IANIT
M3 11areU HaZNgERMIHAATITZ VU

TulAY0INIIAIUANNTLUIUNS (Process  Control)  N1TAAAIVDIAIUILHIUUU
o i ¥y K & o
mmgmiumumu Cooling l,lﬁﬂ\‘IElfﬂL1’Tuﬂﬂﬂ1iaﬂﬂ’)1hllﬂﬁﬂ§'}uﬂlﬂ\iﬂ‘§$‘1J'J‘L!ﬂ15 Gﬁﬂlﬂuﬂfﬂﬂﬂ

[
v A

o ' 1 ~ o < .
mmy‘nmwammmmﬁﬂimmiwu mmanﬁmmmmwﬂﬁ'wu (Coohng) 29NIN

1 o A 9 1 a Y & & @ o o Ao
urasnuianNuIouFIsann NI Uiruvesgurgiiniaden sauiludilsdayninans
] Y [l
gas1mso1emanuIeuveanansaal denalinainsmauianuaiuauonniy ¥4
A0AARDINULUIAAYEY Shewhart (1931) 11ag Deming (1986) NiuIMsannuutlsysiu
I o
voanszuIuMItluilavesmsaiuguamnIn
TuiaveuuIAANITHAALUUAY (Lean Manufacturing) N15AAAIVDITLEZLIAT U
g’/ I a { [l 1
YUADU Packing L‘]JuWﬁmﬂﬂﬁﬁﬂﬂ%ﬂﬁMﬁ%\lﬁ%}NM“a?ﬂ (Non-Value Added Activities)
' M 1o & o L g v ' o
Taomwzmsmasudron isuilutazmssenssvesminau duilunilaluanugalaman
a . Y Y 3 Y = [
AULUIAAVDY Ohno (1988) 1A Shingo (1989) MIUSTVAINS Inalmdunvudumafedsie

¥ < A
AAANMUINFOUYDINTTNNIULALINNANUADLHLBIVDINTLUIUMNS (Flow Continuity)
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9 Y
Aaa a 1" @ S . I
Tuiidvesurumsinaneuin (Bottleneck) 1119 UABUNITANGNTU (Cooking) D111
Y o w o o o v A Y o Y o
dosinaranvesszuy  ua luaunsodsulyalailiesnndemruaaiuanulasanseins
' 3 o g ' o ' A o
p613 15Amu M35 VIenTzUIUMI IuTUADUABULEZHAIYANBYIAAINITOTIBINNOAT )
M3 1Mave932 Y (Throughput) 14 FeaoAndeaiUUUIAAYDY Goldratt (1984) MTUMTUIHNT
v 9 o w [ Y o w
1AM3T9TINAVBIEVULNUMIYT VY 9T 1A Taens g
9
TuiiAvean15AMFITZVY (System Thinking) nisaanuAuus luduaeunisila
<3 1 [ A o g’/ ° Y ~ ° dﬂ!
Bu amaaerilod lJduaeumsussiing lvavesnuiianuadiiaueuniu anns
AzANUINUITHIN tazreaan s ldugavesa1on1swan (Line Imbalance) F3dziou
< J [ : ' 1 Aa A
Tdwunmsdiulyaluanilsvesszuuamnsodwagelssannwuesszuu Tagsu
f [ { o a Vot o { ]
uonanil mdFulsandudiuns luadseiidumsdiulzen hidesldnisamu
mianlun309ns uaiuNITANITNIZUIUNSHAZ AN INIIAGON FITOANADINULUIAA
Y04 Lean Njariumaiiulsg@ansnmriunsannnugalal (Waste Reduction) 410031013
NUNINOINT
a o dyd o U 4 9 a a =
Tagagd wan13398UsNdUIINITYszgnalduulnanIsHAAUDUAY (Lean
1 o a d a 2 a a a
Manufacturing) 3AUNITAATIZATITZVUARITONNLTZANENMINRInTzUIUMsHan 18
v
AN o U [

' 9 Y @ 2 1 4
YNUUHYTINY mﬂlumumiam%znm mmﬂmmwuuﬂi LLE1$ﬂ1§LW3Jﬂ’J'13JG]'E]LﬁENﬂ'I§UlWa

UDINTU

Y d'{ o a v Y
5.3 sumi:mmmzmannmwannam‘hﬂm
1. ms%’nymmagmrﬁmﬂwaﬁﬁmu?}m ﬁﬂiuﬂSZﬂ’OUﬂﬁﬂ’Jﬁﬂ’mﬂuﬂﬁll‘ﬁﬁ‘u’t]ﬁ

[

a I a o A (o 1 4 @ 1
Tagauldiduianiaden (One-Way Flow) awdanlsuilgalmi meilosiuanugaulainin
M3naeuiedoundy (Backtracking) 11A¥AATLELIANINITHAN (Lead Time) 11Aah

[ a 4 v o 1 I

ADANROINVUUIAAYDI Muther (1973) i5oamsanaIssued1auiuszuy

2. mamuauanzadenlugainga msiniaiirdeuguugiiluiesussylmild
a <3 ~ A 1 o A 9 I 1Y) v A o
naNuBuAINEuD 1HeannMILenIalIIIeennuMaInianuiowiuifatenani

Y 2 0o q ¥ ) = g o o v

Tdna lusuneumsi1fidu Cooling anatdsiosay 12.80 munanMsTANIaNINIIAGOY
MIHAAVDL ITAAT DITOIIYND (2562) NOTNHINUNNLAZITDITNINVDIIANEA
3.MITOATUIATFIUMIHINUAIININ (Visual Management) 7250015814 UN15 1na

o [ L @ Y L] 4 (% ] %
GU’EN\‘ﬂull,ﬁ$§$H@1L!WHQQ1QQﬂﬂiﬂ!1ﬁI%@l%u@nllwxﬂﬂll Lﬁ@ﬁﬂﬂ’J'lﬂJﬁUﬁul!ﬁ$‘]5’JflﬁlﬁlwuﬂQ'lu
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$nB159VIAT Processing Time N 2,560 3117 JA0e19701H99 AMUKNENNI5YDI Ohno (1988) T

iumsad19w1asg U319 (Standardized Work) tovdannugalailuszezen

Y ﬁ‘ a v g’J \
5.4 YotaueNUZINONSIVEAT IR0 11/
J @ wa . v
1. M3dizyna 1952 uuon Tulia luan1iiaunIse (Automation) wiin1sénovesaz ¥l
¥ vy X ' Y v q & v = = o A
MeANuTou lAIT1IY AU UNTUTI0 1FusIuawiluran 39aasAnEINITIi AT 04
@ wa y A A 1 o . ] A 2
V359 yaMAdn Tuliau 19 ieiuanuulugazansaUal (Cycle Time) 1¥AININTY
2. M351132VUAS (Pull System) 1azANI (Kanban) 111% A25AREINITUIHITIANS
o a Y o & Y o o A a a Yy Ao 9 Y
AAIAUMA T3 UMBTEVUANTN aAURUSIIANINEA T NEANUAINADINITYDIgNAT
Tunaaz i aatdymmsnaaunnuly (Overproduction) naganszeznandudidesnisogl
ARITUM (Inventory Waste) ATUHANNITUB Ohno (1988)
99 ¥ = o <3 v o . = o
3. M3dszgnadldmaTuTagmsmanuduuuuaUWaY (Flash Cooling) AI3ANHINII
T2y v 4 3l o ) 0o q¥a A
srUvraoduAIsannsIaugIrsotguIan g luruaeunsilnay eaaszeznains
9)31.1 A 1T A = 1 a a ~ 1 A 3 o
Ay 1N dUaIBININAN FIvzs0aa Tonansay Tnyed9aunsonazsI88a01gMINuTNy1

wanfa (Shelf-life) 1aonaae
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V3TN
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