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This DMAIC project focuses on reducing recurring visual-defect NCs in Concerta 18 mg, 27 mg, and 36 mg tablets manufactured at J&J Innovative Medicine Gurabo for Fuji-Japan inspection. Historical VOC/QRA data and recent investigation records show that printing and coating-related issues are the primary defect drivers. The project establishes a data-based foundation to improve process reliability, reduce COPQ, and strengthen customer satisfaction.
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