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The objective of this research is to reduce a number of suspensions defect 
which have Pitch static Attitude (PSA) out of product specification limit by applying Six 
Sigma methodology to study factors that influence PSA variation and identify 
appropriate operative conditions in order to reduce its variation. The measure of 
improvement เท this project is a number of defect in DPPM unit measured, and the 
current process has 4,456 Defect Part Per Million (DPPM).

The step of study will follow five-phase improvement model of Six Sigma 
methodology which begins with define phase, measure phase, analyze phase. After 
finishing analyze phase, laser welding shows the highest standard deviation value of 
suspension angle and key process input variables (KPIVs) are Y-distance, Diameter of 
welding point and laser welding voltage, then perform an experiment of these KPIVs เท 
improvement phase and from the experiment, the appropriate operating condition are 
laser welding voltage 280 volt, Diameter of welding point 0.234 mm. and Y-distance 
2.017 mm. After that pre-running in order to confirm the result before applying เท 
production line. Then setting the control system for these KPIVs เท control phase which 
is the last step of Six Sigma improvement model.

The data of PSA defect after process improvement show 997 DPPM which is 
equal to 77.63 % of amount of defect before process improvement. And it could reduce 
cost about 2,750,580 baht estimated from sales forecast from July,2002 till March,2003.
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