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Problem Statement: The packing line operates with 4 employees. An “idle time” of 39% has been observed, along with manual palletizing and documentation,

repetitive tasks, and walking distances of up to 367 feet for one employee, leading to waste and opportunities for optimization.
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time of 6 min. For a medium batch
(15,001 — 150,000 units), the in-service

of 17.5 min. The waste of transportation
1s the most prominent in this situation.

Journey to Kronos

absence of digital monitoring systems
and real-time oversight, with no
formal controls in place to manage

39% of the operators extend their break time by up to
25 minutes.
No control over the second break, causing 2-6 stoppages
lasting 3-5 minutes each.

Idle Time
39%
25min

requires implementing digital tools,
enforcing structured policies, and
establishing continuous improvement
efforts to enhance accountability and
operational efficiency.

» No monitoring system to validate real-time productivity.
A digital continuous improvement control system has not
been implemented.

and significantly lowering the risk of physical strain and injuries for workers.

This automation enhances end-of-line efficiency by eliminating manual lifting,

complete the same task in just 1 hour, resulting in an 80% reduction in operational time
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Conclusion

The project successfully achieved its objectives by implementing a series of targeted
improvements that enhanced efficiency, compliance, and ergonomics. Personnel were
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