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Abstract
This research aimed to analyze and resolve defect issues in the production process of fuel pipe
support plates for an automotive parts manufacturing company. The primary issue identified was the
misalignment of bolts during the spot-welding process, which led to an average defect rate of 52.85 PPM
over the six months prior to the improvement—exceeding the company's standard limit of 10 PPM by
428.5%. To identify the root cause of the problem, the "3 Reals" principle was applied, involving the real
place, the real situation, and the real object, alongside the "Why-Why" questioning technique. The analysis
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revealed that the main cause was the absence of error-proofing equipment to control bolt positioning
during welding. The researchers further applied the 5W1H technique to refine the analysis and determine
corrective measures. The proposed solutions included the design of error-proofing devices for bolt
placement during spot welding and a semi-automated quality inspection system with real-time bolt position
sensors. After implementing these devices in the production process, the defect rate significantly decreased
from 52.85 PPM to O PPM. Improving error detection accuracy from 85% to 100%, resulting in enhanced
customer satisfaction by minimizing product claims. Additionally, the company revised its standard
operating procedures (SOPs) by adding detailed guidelines to ensure workers use the equipment correctly

and effectively. This improvement demonstrated the effectiveness of error-proofing devices in enhancing

product quality and significantly reducing defects.

Keywords: Poka-yoke, spot-welding, Defect Outflow, Three Reals Principle
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Fudwld vilFamenandaiamangaedn iddy fo
nsvmealindanngninddaasiessine sz
gnénazds §Adulimdnnns 3 93¢ wleadludunmsal

auluanuiiase dwandlugun 7

JUN 7 avaeuluarineunsuTuls

f\nﬂg‘uﬁl 7 N3EUIUNITATIIARUAWILSLUAT (Bolt)
newdsnulvinugan JagdundnauufiRnuieu
mmsfjgumuimaﬂmimsﬂﬁﬁ’amummyu (Standard
Operating Procedure: SOP) w#gfaflanudengasonty
fegnAn AndgmidsnaigIdeiindiesesilagly
wmailansaeriann virly vl (Why-Why Analysis)
Fauansluguil 8

Problem

Spot bolt nyameulinulym

AR

ATIvEBULENIZEN WA
sialluazindenuas bolt

Flow out Analysis : Ugy#1 Spot bolt AAf1LMLUS Tagldudn 5 why

f mmsg'\uﬂ'\iﬂfmﬁaulﬂls‘! 1aidl Jig
I ﬁ'mum‘mmwﬁauﬁ%mﬂal dnelunsasiaaau
Usnou bolt 1y | siwiia bolt

3U# 8 Mmylnsenlmnisvaasenvesudelutisgnen

1NJUT 8 MITATIERamn Vet udengaluis
anA wu3 nunuUfURNuauTuseuluenaIsnig

Y

U UR1ULI9551U (Standard Operating Procedure:
SOP) laeg1agnaes urisigasidenvesnsgiulala

U1 20 adudl 1 unsiAu - Squieu 2568



NIATIINSAULNALULAENEIMNTTH UM INNTYTVAYnnan3

srydiumiinisnsarlsifuninay ieassiinisimun

funislunisnsnaeuduinauianaiaiiaty

\osnniinisufsRnurdudunaiui 4 aug

iesannisluifigunsalviedesfiuanuiianaialunns

aliiunineu

3.4 MdaneiitarivuauuImsnsudly
wWeduuumdlumsimuninisuily §ide

Benldinadiansaamanudemailn 5WiH a1z
Frdnasaiensimunwuamanseile fseasden
sioluil

3.4.1 mwsgiiietuauuinansudlotyminig
Anveadedinseiifiommuanuimenisudlatam
msiAnvesdslunszuiunsuszneuluaviiiolenyn

a o

RAGILAUL AILEAIIUAISIN 1

A15199 1 msimuuasumensunlatymnisuszneuluariiuuiusessuviaunsiudeinaa

5W1H

ANAU-AIMBU

wuamensualy

What (fisesnisvezls)
Why (Mludesrin)
Where (viilnw)

Why (lusioavinditi) aensHARDgiii
who (lasifunush)

Why Giludeadunudy)
When (Fuilels)

Why (hludesihmneudu)
How (vieengls)

Why (iludeshegnaiu)

Uiudsstumaunisusenauluan (Bolt)
ninaulsenavinyilminveade
US Wsinsa msn waun la d1im

Arnsthends, WinnuAUANATES
JugSuRaseunszuiunisudn

panuuuuardnasayunsaidesdu
AUl anatald edeefuaany
WaaHaeve iy (Poka-yoke) Tu
Fumeuit 4 nmsUsznauluayt (Bolt)
Wfug udruurusesfurievsiy
Fowa

dlormuanwuamanisudloiutiuase
elvininanudidmsalunmaudlotym
WingunsaitiostumnuRanatataelunsie
Wetlesfumnumdanasveniinmy

A58 1 agunsivunuuIansuAlatymn
nszurumsUszneuluaviiite deugaiindumis §3de
wuzthlivihnseenuuugunsaidesiuanuianaialy
nsvhsuremiingy dunsunisuszneuluad Wty
Fuduwiusesiuvisdifudomas Fauandlugud 9

JUN 9 wuvgunsalfestuanuiinnaialunsviny

910307 9 uamsniseenuuugUnsaltesiuainy
Rananlunsiauvesniina iy (Poka-yoke) Tuduneu
nslaluariidfud udruukusessuriavsfiud e
niugITetiaueed danslssnui ovooysa
Jnasregunsaldunuuiilennndesiiniseysidaildane
TunmsdsdoTangunsallumsinasrsgunsalfuuuuiite
wluvinsmeaeddlunisujifau

3.4.2 Mylnseiiiermuasuamanisudlelam
voudeiivgalufiagnd Wumslesgiilermuauin
msnsudlediygminszuiunisnsiaaeuyniienves
Fudruususesiuriethifudomds Advoadevaaluds
anén fauanslumsnedi 2

M15197 2 MsimuakIN1INseiludymnisnsivaeunnn NS UoNn

5W1H

ANDIU-AMBU

wuameansuily

What (@esnsviesls)
Why (Mludeayin)
Where (viilw)

Why (vilasaevindith) mﬂmimamaﬁﬁfu
who (lasidunush)

Why (hilageadunudu)
When (#hudlels)

Why (iludesvhneudu)
How (¥1e814ls)

Why Giludeshegnaiu)

USulsedunoun1snsIvaauAMA I
fiveadevansanlufisgnen
VT WWsinsa i weud la d1in

IMNTWAENINMUINEAIUANANAIN
WudSufinnsnsavaeunmnin

panuuukazdnassyunsaldesiu
Audanatali edeedunany
WAaNaDYD NI NY (Poka-yoke) Tu
Funewudl 6 MsnTadeuiuies
Tuas (Bolt) UuFudiuurusesiusie
dhifudemas

dletmuauumanisudlusiutues
Wielvndnaudiduslunmsudlodam
WingunsaitiosrumuRananataelunsian
wletastunnundasaoveswingu
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NN 2 agUnAmATANIAIINIL SWIH N3
MuuakwImeansuilulgmueadenganisnsialuis
anf AIdeuuztlvinisesnuuugunsaltesiuaiy
HANA1ATUNITATIAARUNUAMNIN (Poka-yoke) N3l
TuaviiBengn vominnunsaaeunuaw fuandy
5U# 10

JUN 10 uuugunsaitesiuanuianaralun1snsivasy

mﬂgﬂﬁ 10 wanen1seankuvaUnsaidasiuminy
Hana1alun19m529a@9Uu9INin9 (Poka-yoke) Tu
FuneunsasIAUTUdULNUSB S UTeT T BLE s
nowduliiugnan mﬂﬁuﬁuauaﬁ%’mmﬂiammﬁa
voeulRdnadgunsaliuiuuazildinimaasdld
Tunsufau

3.5 anliun1suiuusuily
1NN1FATUNANITAIUALLINIINITUA LY {378
Fidunsuiuugudly feasdondeluil
3.5.1 dnasgunsaltiedesiuauianainduwuy
ndayan1sinTginagiivualuIvIanITua e
FAdeveiliaUszyuiiioszananss (Brainstorming) 1
arudlaludunounisudluasfionssanedeyady
Jaymaunnlivndiesunsrvuwimdunisudloli
WulUluwumadentu duandugud 11

JUN 11 nsuszyhanudlaluduneunisudly

9n3UT 11 ndsainhanudilaluisnnsudly
AIdevin1sdnaisgunsaldesiunnuianaiaduiuy
Tudunounisldluayt (Bolt) itevhnindongn (Spot
welding) :nduhlUfadeuaznaasdldlunisnan
AU HUTBUAN YUENTYINNY NOURALVAINTT
UuUsaldl sauamluguit 12

waIn1sUTuUS

JUN 12 WSsuiisudnuagmisldluaniitonn neu
wagnaensUSuUse

9NgUA 12 ndandad agunsaltasiuaany
Annannduneunislaluaridongaiata §ideviinig
noaeuldlunisudn Tnsdtumeunsuiifnu fauans
Tugudl 13

JUN 13 Tuneumsldluariiongnuestudiuwsiu
seafurietiueinds

o o
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€

1307 13 uansdumeunislaluasid engnvas
Fudundusossuviothiutonds Seiduneuimun 6
Sumeu frosuglasail
1) wifneunduiuduidusesiuvieifud e
vuasgunsalieatuauiianann Tufimnsdidmua
2) 5aﬂ%”uahuL.Lciuim%'uﬁaﬂfwﬁut,%aLwamwﬁ’uqﬂmai
UaaiumuianaIn %a%umauiﬂu%umuﬁﬁzymﬂ
Wit ILHusesSUieT T Te A Rnn 199y
Ligunsedentunuldfesinsndwifstunoutas
Wusmuuamuaugilunsinues Jesiuveade
3) ninnunduluanildsludumisiinssiuindonss
(Spot welding)

’L‘&ﬁ’]mﬁauiﬁﬁaﬁi'aué’mwﬁ’ué’md’mﬂuuﬁmﬁﬂﬁ
Lﬂmmimammumumu (Spot weldmg)

5) Aanedentudiuuiusesiureudemanisesn
ngunsaidastiunnuinnan

6) ndud udruurusessuev LT sundseenain
gunsailasiupnuiianaia

3.5.2 39a3199UN T ILATIVADUANA TNHULUY

Ndayan1siATIERLaz I MUALLINIINITUALY
ndgymidvendenganisnsivaeulufisgnén 437y
wugthlivihnsesnuuugunsaitaaiuanuiianaisly
N15M59980UIU (Poka-yoke) UDINUNITUATIVEDU
@mm‘wLLasﬁma%ﬁﬂL‘?;Juqﬂﬂmiéfuuwmﬂﬁ?uﬁﬂﬂﬁm&ga

waznaaodldlun1snTIvEuAMNINTUETLLHUTBISY
viotduieings annsawIeuiiudnuugnisvineu
founasnasnsUTuUld Awandusun 14

neunjsuii

JUN 14 \WSeuiieugunsningiaaey feu-ndaiuus

mngﬂ‘ﬁ 14 npun1suiulansasraeuduluny
LONE1SNTU UAIUNINTFIU (Standard Operating
Procedure: SOP) usinnnsgrulilarinualiinsiaaey
mumansidenluan (bolt) 13winlinsiaaeulainu
Uy ‘mé’nmﬂaﬂé'?qqﬂﬂiﬂjﬂmﬁ’ummﬂmwammﬂmi
ATREULHUTosSUTot T edaninauaunse
AIIVABUAINNIATFIUNITATIABULAELAL A1 UR
Witen1snsivdeusmunienisusznauluan 1ivatau

a

Sngunsalnsrvaeuilunisinuiiessuuiduees
A90m U@ (Semi-Automatic Positioning Sensor) ¥
Tnsmsivasuianuwiugn 100% tagdvunauns

N3IAARY Aaanslugun 15

5UT 15 Juneunsnsivaeuluaiidenynvestiudiuunusosfuviodiuamas

NNgUT 15 LLamsuumaumimwaammmwham
quammﬁuaaﬁnummmusaﬁuwaumumamm gl
Sumeuttonun 4 Tuneu fresugldsal
1) wiineaulaadng (Switch) Qﬂﬂsmmaaw“uyuﬁqu
wiusesfuriedtudemas
2) vButudiuuiusesiurethiudomameuugunsal
Uasiupuiinnaie
3) soidulwasnsraduazlidyyrulnusing uansin
Funusunsaseaey wanblfidyaiuln odqlal
HIUNITATIIEDY

4) vEuTuUeanNgUNTIUTRIUAINAANAININS
Tansugsesiu

4. nan13ANINUIY

nmsdudunmsuivlsadlalufuneumsidensa
Lazn1sATIRABUANAM danuindymnisuseney
luavidasdunusdswaliiinvesdenaasonlufiile
anAeenI1sesnkuuLazinassgunsaidesiuaiy
Aawanalunisinuvesmdnnuuazgunsalnsiaaeu
wamssdusuagUlased
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4.1 an1sUsuugavendeainnislaluaviiaugn
wdsnITeluiindnanunageundnaswasiiu
Toyavondelunszuiuns 60 Tu A5IA0UAMAN
2w % -
100% wansvadeukazIUTaYa Aakandlun1s1ei 3

= ¢ Y a
M99 3 ﬂ?i%ﬂﬁ@UQUﬂimﬂ@dﬂuﬂ’ﬂ‘&lﬂ\lfﬂwa?@

2 W& 2 Na Y Wa
w OK NG w OK NG w OK NG
1 OK 21 OK 41 OK
2 OK 22 OK 42 OK
3 OK 23 OK 43 OK
4 OK 24 OK a4 OK
5 OK 25 OK 45 OK
6 OK 26 OK 46 OK
7 OK 27 OK ar OK
8 OK 28 OK 48 OK
9 OK 29 OK 49 OK
10 OK 30 OK 50 OK
11 OK 31 OK 51 OK
12 OK 32 OK 52 OK
13 OK 33 OK 53 OK
14 OK 34 OK 54 OK
15 OK 35 OK 55 OK
16 OK 36 OK 56 OK
17 OK 37 OK 57 OK
18 OK 38 oK 58 OK
19 OK 39 oK 59 OK
20 OK 40 oK 60 OK

91937197 3 wamsnaaeunsldluailiongaves

Fudruusiusesdurier i omdsiensldgunsal
Josiuaruranarntunsvieuveandau §1uu 60
Fu laiusnguondelunszuaunis PRI I Rty
wazdAnTy SulAYeay Javienarsnisufuaau
117 951U (Standard Operating Procedure: SOP) Tn
Tifuninau Tnefinisifiuindeszysumisnindon
3aluati (Spot bolt)
4.2 nan13UsuUgsvendeiivgalufagnAiainnng
AsIaeuAnN I naIngIdetlvlvindnauvageu
nEna3anazfudoyavondolunszuiunis 60 du
ATIIAOUAMNTN 100% Wan1snadeuLasiudeya A
wandlussnedl 4

A19799 4 ﬂWﬁ%ﬂﬁ@UQUﬂﬁﬂjGﬁ’Jﬁ]ﬁ@Uﬁ]mcﬂ’]W

Y Wa 2 Wa £ Wa
e - WL v
OK NG OK NG OK NG
OK 21 OK 41 OK
2 OK 22 OK 42 OK
3 OK 23 OK 43 OK

4 OK 24 OK a4 OK
5 OK 25 OK 45 OK
[ OK 26 OK 46 OK
7 OK 27 OK ar OK
8 OK 28 OK 48 OK
9 OK 29 OK 49 OK
10 OK 30 OK 50 OK
11 OK 31 OK 51 OK
12 OK 32 OK 52 OK
13 OK 33 OK 53 OK
14 OK 34 OK 54 OK
15 OK 35 OK 55 OK
16 OK 36 OK 56 OK
17 OK 37 OK 57 OK
18 OK 38 OK 58 OK
19 OK 39 OK 59 OK
20 OK 40 OK 60 OK

913797 4 nan1IRTITdeUTUA UL LTEIS U
ihiudemamdmslaluavidouqadenisldgunsal
Jeatuarudanatalunisyiery $1uau 60 Fu lal
Usingueadelunszuiuns gidesiuiunineu uay
ImNsHIuRaYeU Javinena1snsujUiRnuNnggu
(Standard Operating Procedure: SOP) Tvfiuwiinau
Tnednsiiaiadessysunisnisnsadeugaiden
Tuayi @ 9rd189u3T8ve9 (Lazarevic M. Mandic,).&
Sremcev,N.) Uszendlduuifn Poka-Yoke Tun1suan
Fudrususudiiieandefananlun1suant1uns
panuuugUnsaldosiuaulianaindnluld Lyu
L0 AII9T UMY 98 Ud TULATTEUULE o
Tofianann viliaunsoandefianainiiinainuywd
adléfe 60% nadnsildAenisanvoads (Defect) a8
fifudndy wiontaiuusyavsnmmsuanlneannani
Hlunsudledymuasildnisudasnedewiniu
dqwalﬁﬂszmumswamﬁmmLLaius]"]LLazqmquqﬁu
PNLINTFIUQAAMNTTU

5. aﬁﬂ'ﬂawams?zﬁ'ﬂLLa::‘z’J'aLauaLLu:
5.1 aAUTIINANITINY
NATANWILALTLATIERWUININITUTUUSS
nsvUIUMIKARTUd LWL sfurieT T oinEs Tag
WunisanUsunmvendsuazdesiulilngunuidl
Tounnsomaasenlufsgndi Jaoradenansznusie
A dedeunnzamunnveman e uideildld
#ANN13 3 Gen (GENBA, GENJITSU, GENBUTSU) Tun1s
Anreiaunguesofianain wiouialdinatanisas
A014 Why-Why Analysis wag 5W1H L‘ﬁlaix‘UqLLu’J
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maudladgmiiiatu nansidenuiaugudnues
Joanatainann1svingunsalgiedeiuniny
Fanan (Pokayoke) lud unounisdsznevuas
p3rvdouURLnUsluay (Bolt) vinliAndedanainlu
nsUsEnaUAnfLiLlarnIsasIvdeulunure i
ogansuiau iteudladymd faduldeenuuuiay
finsagunsal Poka-yoke dnfumunusiuisluariiy
Fumouni19.douqa (Spot Welding) warldiduiwos
Aasmlugd® (Semi-Automatic Positioning Sensor) T
nsnsradeusiunddualuduneunisnsiadey
AU Fedanaliarunsoandoianainldodied
Uszdnsnm anansavinnsiuSeuiisunan1satiugnu
rouLazndiNUiuU Iakieandendeluil
5.1.1 Ysunauveads

neuMsUTulse: wumammwmvﬂ,umsﬂivﬂauiua‘m
AnuIes I 12 Tu 91nASHER 227,057 Tu AR
0 W 52.85 PPM (Parts Per Million) LT 4d1m 5514
Defect outflow ﬁmﬂadiﬁﬁuaﬂﬁﬂ (10 PPM)
naamsuulse uaamﬂmmmaﬂmm Poka -yoke Wy
Lsuumjaimamium memﬂmimnaawumummu
100 3u lifidoRnnanala 9 Wntudndu 0 PPM smag
Tunasifishninnesgiuiifuualfeghann
5.1.2 Ys¢aNSAINNNIATIADUAMAMN

naunUsuUIe: WINIIUATINABUAIBA18A1T 93]
Fosrinlusosmnuuduuazaudiveandniunms
asvaeuliaiunsansounguawriluarlaegis
auysnl

asuladnaddediannulanaulusiunisesnuuy
guUnsaldasiuAulaNaIn Poka-Yoke fianusouiiu
ANnuuduglunisasaduteRanainann 85% LJu
100% wazanvoudeifu 0 PPM vasfinddedu wu

994 Lazarevic et al. wag Purba et al. w3zl duas

uagszuULuAeuuiy uinan1sandolinwainegi
sz 40-60% ity uansliifuiuuaniaves
qwu%ﬁ’aﬁﬁﬂsz%w%quaﬂdﬂuﬁmmmLLﬁu&TwLLaz
nadwsAvaLay uaﬂmﬂﬁé’qﬁmiﬂ%’wgqmmgmmi

a wa

U R (SOP) uagRnausundinauaiugliunisly

wmalulad 7ena91naud uilyadufissnsiaun

gunsalifissesafen Inesiuiodnaifevesideul

nadmsidususssumazaseUAgIINANI

5.2 Saiuanuzdwiuauied

5.2.1 M3 130N151152UUATIvde U M lud Ay
stnvunldifiudslunszuiunswdn Woannisian
n13n53aeulaguywd (Manual Inspection) Feonadl

Fos1iasuauadauewazauwil osd191nn1s
MuluszezIaIuIL SEUURTIIERUSRLUTRaINT
Preiiuauiuglunisasiadeusazanleniaiin
anuAananaldunay

5.2.2 M58 NOUSULALOUTUT (Training and
Retraining) lifurntinyuegnsashiauaiientuisnnsly
s1ugunsal Poka-yoke uazifulwesnadnlusi@ (ol
winauianudlalunszuiuntsndnogisnsaliilay
aunsauuRnuldegngndes suufanisasiening
nsznindeAnudIAYIaIn A nadNA1luNITTNY
AUFIRUSUgNAN

5.3 YaausuuzausuuIdsTusuan

5.3.1 AISANYILUINIINITUITEUUNTIADUS AL ULTA
Lﬁug‘duﬁu‘u (Fully Automated Inspection System) 311
neaedliaIugiu Poka-yoke waziuiwesissnlusiad
Tdoglutaqiu iewSsuiisuuszansainlunis
ATITUTORNANAIATUNTZVIUNTTHAALUY 100% Loy
ﬁwwdwqﬂmaﬁjﬁmimLumgamﬁqmﬁm%mﬂmimém
LANWIEA U LU 15T Vision Inspection System i
A10150RTIVADUAUNUINTITUIENOUAENA BIANY
azldunge

5.3.2 msinsAinwinsuunelulagUyanuseivg (A)
LazNNsISEuSveLA3 8 (Machine Learning) inaely
nsinsgvideyateinnainlunszuiunsudn lay Al
ausaltiasgiuuiluunisiinveudouazd1uuds
doudlonupuRaunilunisndnldegrauaiug vl
annsaandeRanaafouiiozintuaidld

6. NnANIIUUTZNA
YONIIVVDUNTEAUNMINGIRETIVANTNVUATUNS
waza 1 UuIdenasWaluINmIINgIa us19A 3%
updun{ Aldlilomanazaduayulunsduiuamuide
aeldlassnsi o oniswmundediud (FRMU)
Useiteutseann 2567 Tuadell rmidmoveunszan
AugnAluladenaImnIsy An1INeIaeI19A Y
upFund lnglanizeg198s ursaignsan nsean
uaaue Useivrusdt wazuesudy dussea @9
Dufsmdde Aldlvanusmiionazduugiiidy
Ustlewinaonmasiiulasintsidel vevounseam
Use51unssuMsEInnIskazniina1y vy Wsinsa
Wi woud ln s1im Aldigoiloaniuiiuaglviaa
sadelunisiiusiusiudeyanaenszeziiainis
fuduauide Taudeynainsvesuisniliaay
ouinszideyaiidadnlunisidonsd
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