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Abstract

“With less, 1t can be accomplished more”. In occasions, everybody DEFINE PHASE ANALYZE PHASE CONTROL PHASE
wants more but do not want to invest. The company needs higher productivity Critical to Quality SIPOC — .
and capacity, which leads to a higher profit and at a lower cost of labor. A - — -
good way to achieve those goals is by optimizing the process and taking I Level Level - » - o o \ \ : e —— ; i PP,
advantage and use of all the space, machine and persons working in the area. I \ e e ‘
Taking into consideration that the schedule order for a week, are not being v Accoptablo o k Ceco e

» Because the current workspace layout does not prioritize proximity.
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» Because the layout was designed without considering optimal workflow

verification weldinc
on the weekend must keep producing to finished the orders of the week. If the el
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finished at the schedule time as proposed. The majorities of the orders are verification unit
not being finished on time as proposed. In order to finished, a overtime shift St M Not ____

Alarm St Root Cause

verification

orders are not finished in the extra shift, order must be rollover to the next

week, affecting cycle time, productivity of the operation, sterilization process Fishbone Diagram

and estimated arrival time (ETA) for the client. During the investigation, it © addrescing the lavout of the c © comsidering the workflow of

will be evaluated, applying the methodology of DMAIC what is happening in m the air flow station, could lead to improvements on cycle time, efficiency,

the manufacturing process that the orders are being manufacture on a extra elimination 7 lean wastes: motion. Motion after layout change
shift or reschedule with a roll over for the next week. It must be optimize the B — |

process 1n order to comply with production schedule and have a solid PR WU W e —————— —

delivery reliability towards the client. T S : po— ——
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Because there was a failure in the supplier's quality control processes to ensure adherence to the specified

dimensions. M Steps location 2 Steps location 1
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Problem Statement

The project aims to identify and address the root cause of the SeneHts

machine alarm using the DMAIC methodology, with the increase of S _ N | = -

fFici th It . 1di bv 20%. Thi timizat : m By addressing this possible root cause, it is possible that the alarm can be .
efficiency the ultrasonic welding process by o. This optimization is eliminated. . . .
expected to increase manufacturing capacity, improve delivery reliability, and Reduction of motion 90%,
enhance productivity and efficiency, while maintaining a low investment cost. . IMPROVE PHASE Increased efficiency, goal exceeded
The research will involve analyzing the physical properties, dimensions, and Voice of | Cost reduction, goal exceeded by 100%
parameters of the machine, understanding its limitations, and creating customer Classification  Root Cause Improved safety
protocols for process improvement. By 1dentifying the possible root cause(s) Higer employee satisfaction \l’
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Mother nature causing excessive near the machine through Completed
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Action Plan

and corrected, the project will contribute to the overall improvement of the Impacton
manufacturing process and the local site as a company. cycletime

Transportation

Conclusions

The 1nvestigation performed took into consideration several possibles
root causes. Through the actions performed, thanks to the tools of DMAIC, it
gave us the opportunity to verify the the following:

Methodology

“Let the data speak on its own”, that is a good saying. An appropriate
way to support a project 1s through data and having facts, acquiring a more
quantitative style of project. However, this will be confirmed with the steps
of DMAIC. The first objective 1s to understand and analyze the physical

e The investigation addressed a critical to quality (CTQ) of the ports, the
length of the energy director, as the root cause of the machine alarm. By
doing By perform the engineering study, it was confirm the correct height
of the horn and achieving a quality weld of components. Therefore, the

Classification Root Cause Action

. . . nconsisten Wt?rk order to adjust 0 .
propertles and dlfference Of the raw materlal Of productS. _— di'mensior: patrt height of horn down Completed 20 A) INCreasc was exceeded.
e By applying DMAIC methodology it reduces overtime, improved cycle
I . . . . . . . eq e
| perform engineerng times, ensured a timely delivery, impacting the delivery reliability.
. ) study with N=460 Completed . . . .
Clean room 3 consist of a approximately The current cycle time for the ultrasonic Vateria dimension part welding cyces e [ean manufacturing principles helped reduce waste and improve process,
24 manufacturing stations. It goes from welding operation is measured at average : : :
e e minute of 1:00 min, with a significant by reducn.lg one of the le?tn manufacturing waste, motlon? tl}e
fires. portion attributed to walking and motion. - anconstert | Send materil TC112125 . SNANY manufacturing personnel are satisfied. The personnel can see correction in
Data will be collected on the specific measure CTQ's

the process that they identified.

tasks and movements involved.
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