
Kaizen Modules

An overview
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Waste Elimination WASTE
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Workplace Organisation
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WorkFlow
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SMED - Quick Tool Changeovers
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Total Quality Management / Six-sigma

Measurement δ∑x

Project Name: Process: Date:

Defective Item Mon Tue Wed Thu Fri Total
Cracks 31
Porosity 14
No flux 17

Cost of Quality
MSA – GR&R

Cpk

Ppk

δ∑x

Capability/SPC
Reliability

Pinholes 45
Other 12
Total 31 22 27 17 22 119
% Defect 6.2% 4.4% 5.4% 3.4% 4.4% 4.8%

UnitsProduced 500 500 500 500 500 2500

0.0%
4.0%
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Regression
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Total Preventative Maintenance

Effectiveness /
Capability Description of Malfunction

Machine Name & Number

Date of Inspection Department Team InspectorTPM
INSPECTION TAG
No.:

Predictive
Preventative

Autonomous
Preventive

maintenance

Predictive
maintenance

Capability

Planned Date 
of Action

Person Responsible Planned 
Completion Date

Action verified by:

Corrective Action

Description of Malfunction

Autonomous
maintenance

Reactive

5

time
Reactive
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Equipment failure Idling and minor stoppages
T l h

Calibr
05/87

Scrap/rework

Set-up/
adjustments

Start-up losses
Tool changes
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Hinges Grooves
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Tools - Problem Solving Tools
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