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For the methodology of this study, the DMAIC (Define, Measure, Analyze,
Improve and Control) approach will be followed to address the problem of
scrap waste 1n the Anodizing Treatment Area of the MD company. In the
Define phase, the Voice of the Customer will be used to understand the needs
and expectations, thus providing a solid basis for problem identification. In
the Measure phase, a Process Map will be used to visualize the process flow
and specific data will be collected at each stage, allowing a detailed Figure 2: Process Map
assessment of waste 1n each process. In the Analyze phase, the 5 Whys and an
Ishikawa diagram will be applied to identify and understand the underlying
causes of scrap waste, which will help develop effective solutions. In the
Improvement phase, 1mprovement will be measured through post-

Table 8: Control Measures
Identified Root Cause:

In this analysis, the root cause could be a lack of effective feedback between the design team and the end users of the racks, which may have
led to a design that does not fully meet the process requirements. Improving communication and feedback between the design teams and
the operators could help identify and address issues with the racks designed for the process.

Figure 4: 5 Whys for Loss in Tanks
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Table 2: Summary of Most Significance Scraps

Define Define the process and establish goal
Figure 5: Ishikawa Diagram for Loss in Tanks Re fe rences
Scraps
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