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Abstract

In the existing production of automotive front disc brake, the production control has been done through

measuring and compensation adjustment by operators which were found to be in-efficient and lead to low productivity.

Therefore, new idea for solving the problem is to change into automatics system by design and develop new software
and hardware and apply to the existing system. It was found that the new system can perform as follows: (1) The
automatics Measurement Tools for inspection and automatics compensation adjustment had Process capability index

(Cpk) at 3.12 which was more than that of standard specification of 1.33 and Process performance index (Ppk) was
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3.11 which was more than that of customer standard specification requirement of 1.67. (2) Cycle time was reduced

from 52.94 to 47.68 second per piece or reduced by 9.94 percent. (3) Takt time was 47.68 second which less than

that of customer at 66.0 second. (4) Production capacity was 36,807 pieces per month which was more than the

customer requirement at 26,588 pieces per month. (5) Productivity was improved by 1.5 percent (considering of all

factors). And finally (6) No reject parts occurred, or the new system had zero defect.

Keywords: automotive part manufacturing, CNC program development, automatic measuring and compensation

adjustment
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(VERSION) (06.03.02)
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(UPDATED ON)(2015-12-15)

(AUTHOR) (NS)

EMACHINE TYPE) (VLC/VsSC/VL) )

( POGRAM PRESELECTION)

#801=2001 (PROCESSING)
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#804=0000(CONTROL CUT MEASURING OPERATION)
#805=6003(TOOL DATA)
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#807=0000(CALIBRATION)
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#134= 2. COMPENSATION NUMBER
(#135= 3. COMPENSATION NUMBER)
(#136= 4. COMPENSATION NUMBER)
(#137= 5. COMPENSATION NUMBER)
(#870=SPOT CHECK FREQUENCY)

INTERNAL DIAMETER)
#101=1
#102=94.03
#103=0.015
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