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of workstations and the consolidation for the Laser Process, and the backfill oven with the seal hole

Problem Statement | Machine | Measure oven. In Room B, there are 3 blue Ovens, and the proposal is to operate with one (1) Blue Oven. Also,

the FLN distal, FLN Crimping, FLN Backfill, FLN Mannitol PEG and FLN dV/dT are proposed to be
eliminated of the area due to duplicity of workstations. The FLN Serial, OCR, FLN Dynamical and
Mechanical are proposed to be consolidated because the same PB perform the two processes and there
is available space on the workstation to merge the tools used to perform these processes.

The process structure for the Legacy Product are independent manufacturing lines that has
similar workstations, equipment, processes, and product builders. The space in Room B is
limited and a visual evaluation was performed to identify processes that can be done on the
same workstation or equipment. This situation leads into a high cost per feet square

($300.00).

The project scope is to evaluate the Legacy Product Fineline based on the process, product
assembly, equipment, overhead, and waste. Consolidating the Manufacturing Line will
improve the manufacturing process and the space on Room B, which would represent a 30%
reduction of the total cost incurred by Boston Scientific.

Voice of the Customer (VOC)

The fishbone diagram reflects different causes for the Layout at Room B. The Material Cause
reflects that due to the demand reduction, less material will be required to produce the leads, therefore
less inventory of material at the storage and supermarket area. Also, the decrease of product sales
demonstrates that the capacity in terms of space, is not required. The Method cause reflects that there
is no method used to identify how an impact on the demand can affect the space (workstations, Layout 2
equipment, labor). The Manpower cause, deliver the question about the nonproductive time if there is
a reduction on the product demand. In terms of Machine, during the Measure phase it was identified
same equipment and workstations. Related to the Measure cause, this reflects the daily loss of money
related to space consumption, number of PB that may be relocated on other manufacturing line and
the continuous flow of the process with a re-layout.

1. Do you think the process flow on the Fineline
line is adequate?

Value of the Area per Workstation

2. Do you think that a new arrangement of stations
and equipment can be developed on the Fineline
line?

J-shape 14.92 $4.,477.47
FLN DISTAL 10.00 $3,000.00
The process flow was conducted to have a better understanding of the required processes for the Epoxy Rack 9.91 $2971.83
Fineline Product Assembly. The Fineline Manufacturing Line has 28 workstations and 8 equipment as FLN Crimping 12.45 $3,735.93
Laser Equipment, Oven Equipment and Pull Tester Equipment. The Room Space of Fineline is 1,294 FLN Backfill 12.50 $3,750.00
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Equipment feet and the saving in space will be $17,935. Payback Period
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Fineline Oven Memert Seal Hole 50-130°C +- 5 Implementation (Management Resources) $10,000 $30,000
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o I LASER Pin and Flag 12.50 $3,750.00 Total Cost $35’000 $65,000
Time Study LASER Connector 12.50 $3,750.00 Payback Period 3.79 months 5.79 months

Actual Layout

DV/DT 12.50 $3,750.00 The first layout has a lower Payback period (3.79 months) than the second layout. This is since the first
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The Critical to Quality Diagram demonstrates that the Consolidation for Legacy Products can The graph demonstrate the standard time for the processes at Fineline Manufacturing Line. The " et d SR : —

. . . . . . . . . . . . . Implementation 1day Fri12/15/23 Fri12/15/23 7 mplementation
be achieved if and evaluation of the Layout, Space and Headcount are analyzed to perform a process with the higher standard time is the crimping and tip bond inspection. Also, the process with -
proposal for the continuous flow in terms of process and equipment use for the the lowest standard time is the Laser Weld Connector.
manufacturing line. As per the Gantt Chart, the duration of the approval and implementation of the Re-Layout is

approximately six (6) weeks.



