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Abstract Methodology Results and Discussion

A start-up process for two production lines of a biopharmaceutical company was Table 1 Table 3 Through the data collected 1t was discovered that the amount of scrap
generating more scrap and loss of time than expected during the process. The Production Line A Start-up Scrap and Failures before Improvement Production Line A Start-up Scrap and Failures after Improvement generated related to pin holes or scratches present in the product. The
root cause of this came from the bubble tanks in which the membrane
solution 1s stored and transferred to the casting machine, where

objective of this project was to reduce the amount of scrap generated and improve
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Production Line B Start-up Scrap and Failures after Improvement was done even though there was reduction of scrap generated.
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