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Abstract

This study aims to develop the new paradigm of problem solving method in order to mitigate loss and
waste in manufacturing process. The literature-based comparative study among ISO 9001, TQM, Lean and 6
sigma is conducted to address the key different of each problem solving in the individual quality system. Later,
resulting from field study, the current good practice of the problem solving processes in automotive and
aerospace industries concluded that the why-why tool is accepted as a standard tool to capture root cause prior
to confirm by experiments. However, it is heavily relied on experience of team members.

The researcher has developed a new paradigm of the problem solving method by trying to reduce the
dependency of the expert’s experience as the why-why tool did. In the newly developed method, each problem is
classified into symptoms while each of them is further categorized to be variables. This method is preliminary
validated by the Validation-Square approach within the sample companies in automotive and aerospace sectors,
and the experts in both industries are appreciated as evidenced from the results.

Keywords: Problem solving process, manufacturing process, root cause finding process
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