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ABSTRACT

This objective of this study is to examine the efficiency and performance of electronics
manufacturing process using Data Envelopment analysis (DEA) and Process Capability Index as
analytical tools.

The data and information gathered for this study involved shipping units and cost of
production for 12 mouths in year 2007 of a manufacturer of a product at Northern Industrial
Estate, Lamphun.

A product had total labor cost of 26,714.97 baht per day, indirect material cost of 11.98
baht per unit and average operation expense at 4.39 times the daily labor cost.

The Decision Making Unit (DMU) number 11 or the month of November performed best
in efficiency since it got in efficiency score. The remaining 11 DMU’s into lower than the optimal
scale and their production scales must be improved.

The non-conforming product can be separated into 2 types. The first is cosmetics
specification and the functional specification. The non-conforming product from cosmetics
specification can be reworked and sold as normal product but for the non-conforming product

from functional specification can be reworked or can not be reworked and scrapped.



The performance of the process was also analyzed by using Process Capability Index of
Wire Pull Test. Analysis from the graph of Wire Pull Test, the process can be categorized as type
number 3 meaning that the process is not under the statistical control, but the performance of the
process can be accepted since, the average value of the process even deviated from the nominal of
specification but the variation in the process came from natural cause. While the average Cpk

2.82 but it is still a high value; there for the improvement is needed to reduce the variation.



