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Model Line

PROCESS: Plastic Blowing, Trimming, Drilling,
Leak test, Sub-Assembly & Assembly

Product of Model Line

13 Items
HONDA, KAWASAKI,
TOYOROKI
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STEP 1: WORK SITE CONTROL
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Suin: 26/9/2006

AnVinine: TPS Team

diatiyda:  |Worksite Control

wuiiusa: [TPS Model Line

Approve By: |K.au21 uwiaul

iida (Item)

naun15u3uilge (Before)

uavasuduilge (After)

MIATFIUNS
v 4' w
l¥in5093n3

BifHsn151a0e3avins
m a wva

AaudfiiGeu

=
N

Weak Point:

Wadatlavidmdunisideiadng asvinvindneu
auauligusandlailgmlduananariiuiing

Key Item:

favindEnsldie3acdnsin’ll ananufidou
Walvindnounnaudfiialdaunassiu




STEP 1: WORK SITE CONTROL

Progressive Weekly Report

s =
IUN.

26/9/2006

Anvinine: TPS Team

davirda;

Worksite Control

wunusa: [TPS Model Line

Approve By: |K.au21 uwinil

iiaia (Item)

naun1su3uilge (Before)

uavn1su3ulsge (After)

AMNN

a va

Lifidafuualunisdjiiduiaia
flayrAenAuEanainin

a
N

Weak Point: Key Item:

Wadatlgmludasnaniw azvintimsudla

fincelwdund (Andon) uazisufia 13 anandficeu

Hullasneanin Walviwilnounnaul s ldaunasgiu




WORK SITE CONTROL

Progressive Weekly Report

Juin: 26/9/2006 Saviniae: TPS Team
diatihaia:  |Worksite Control Approve By: [K.auz1 uwiau
Wunusda: [TPS Model Line

1iia (Item) naun1su3uilge (Before) uavnsd3uilge (After)

NSNAR

4idin1s Visualized sinanau
ardhaavn1sAadiauAIuagy

hin W @
Weak Point: Key Item:
hignusaanadauldinnsiagodullau fvihuasaudnimsindedudiialviaanse
fAvuanainaa’l Flanaauzasiagy anflayiiuiluacinels




STEP 1: WORK SITE CONTROL

Progressive Weekly Report

Su:; 26/9/2006

Anviniaw:

TPS Team

diatiyaa;  |Worksite Control

wunusa: [TPS Model Line

Approve By:

K.au21 unidau

iaia (Item)

uavasu3uilqe (After)

2a

Aaun1su3uilge (Before)

Weak Point:

Audt

o

AdvAuA LiTaLR LA AU Aullzaly

PC STORE

Key Item:

o o

atufindodud lidaiau

STORE SIDE LINE

10
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STEP 2: CONTINUOUS FLOW
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STEP 2: CONTINUOUS FLOW
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STEP 2: CONTINUOUS FLOW
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STEP 3: STANDARDIZED WORK




STEP 3: STANDARDIZED WORK
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STEP 3: STANDARDIZED WORK
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STEP 3: STANDARDIZED WORK
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STEP 3: STANDARDIZED WORK
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STEP 3: STANDARDIZED WORK
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STEP 4: PULL SYSTEM
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By MiFC
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STEP 4: PULL SYSTEM

h STAGNATION LIST & KAIZEN
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STEP 4: PULL SYSTEM

h MIFC (AFTER)

Process & Blow Assemby Store Site Line & P/C store Shipping & Loading Customer
Working time
Shift A 7.00-15.00 7.00-15.00 7.00-15.00 8.00-17.00 -
Shift B 15.00-23.00 15.00-23.00 15.00-23.00 - -
Shift C 23.00-7.00 23.00-7.00 23.00-7.00 = =
Information L/T 15 -30 day 15 -30 day 1 day 1 day 15 -30 day
Process L/T 12-28 hour 12-28 hour 2 min 19 hour -
Stock L/T = 60 - 90 min 1 week~1 month 1 week~1 month =
Lot Making Post
@) - ﬁ___///'__ AOL SLWAY -~ T
-| Waitind Post 1
1 | — e IN_|jouT AaraTiTInsal - DATA |
1 1 r 17/D | 15.00 [16.00
1 14.30 1
1 I 1
| Ly |j===- 1
1 AL DTUN TN AL LUPFWA W, Min: 13 1
- Ass'y Operater 2 Person P A
: ate Min: 5 I nux 1
PWA=75Sec. Min: 5 | Honda | 1
1 60 Pcs RCA=65Sec Min: 2 —— -
Blow Operater R = Min: 2 e 14.00 AM m !
1 2 person RCA=65Sec i 1 0
- — ) o Min: 2 1 ¥ KAWASAKI |=— =
> Min: 8 3ux | 1
— 1 .
ITaE 2 Kawasaki | Shipping | Loading I
2K/B WU & 1 1 N-1 | N 1
1008=90S ILEE | Hond: 16.10-16.30| 800830 |
: ec . londa . .. -8.
Set up time 0001=60Sec 5 Min: 7 L | 1
. |kawagToyo | 16.30-17.00| 8.30-9.00
4 hr Chember=90Sec 0001 Max: 13 Min: 9 _—_———= s
2 person KGF-9000 _JMax: 13 Min: 3 ! Toyoroki g 1
—— o — |
3:1:X
13.00 AM 1t/m |
—
1. Require Qty per shift= 62 pcs 1. Require Qty per shiit= 12 _pcs 1. Require Qly per shift= 5 pcs 1. Require Qty per shift= 4 _pcs 1. Require Qty per shift= - pcs TOYOROKI
2. Working time per shift = 450 min 2. Working time per shift 450 min 2. Working time per shift= 450 min 2. Working time per shift = 450 min 2. Working time per shift = 450 min
3. Require working time = 79.5 min 3. Require working time = 13 min 3. Require working time = 7.5 min 3. Require working time = 4 min 3. Require working time = - min
4. Takt time = 77 sec (Part no. PWA) 4. Takt time = 65 sec (Part no. 1111) 4. Takt time = 90 sec (Part no. 1096) 4. Takt time = 60 sec (Part no. 1083) 4. Takt time = 90 sec (Part no. 1008)
5. Over time : line blow 5. Over time : line blow 5. Over time : line blow 5. Over time : line blow 5. Over time : line blow
=......240. -.(mins) = (mins) =.........240.......(mins) +++:240.......(mins)
6. Defect rate : line blow =......5...% 6. ine blow =......9...% 6. Defect rate : line blow =.......6...% 6. 6. Defect rate : line blow =..
1. Require Q'ty per shift= 45 pcs 1. Require Q'ty per shift= 12 pcs 1. Require Q'ty per shift= 5 pcs 1. Require Q'ty per shift - pcs
2. Working time per shift= 450 min 2. Working time per shift= 450 min 2. Working time per shift= 450 min. 2. Working time per shi 450 min
3. Require working time = 48.7 min 3. Require working time = 12 min 3. Require working time = 6.9 min 3. Require working time = - min
4. Takt time = 65 sec (Part no. REA) 4. Takt time = 60 sec (Part no. 1078) 4. 4. Takt time = 60 sec (Part no. 0001)
5. Over time : line blow 5. Over time : line blow 5. 5. Over time
=.........240.......(mins) = .240 mins) = 2
6. Defect rate : line blow =......10...% 6. Defect rate : line blow =....... 15..% 6. Defect rate : line blow =......7...% 6. Defect rate : line blow =
1. Require Q'ty per shift= 18 pcs 1. Require Q'ty per shift= 10 pcs. 1. Require Q'ty per shift= 4 pcs 1. Require Q'ty per shift= - pcs.
2. Working time per shift= 450 min 2. Working time per shift= 450 min 2. Working time per shift= 450 min 2. Working time per shi 450 min
3. Require working time = 19.5 min 3. Require working time = 10 min 3. Require working time = 4.3 min 3. Require working time = - min
4. Takt time = 65 sec (Part no. RAA) 4. Takt time = 60 sec (Part no. 0009) 4. Takt time = 65 sec (Part no. RCA) 4. Takt time = 90 sec (Part no. KGF-9000)
5. Over time : line blow 5. Over time : line blow 5. Over time : line blow 5. Over time : line blow
-.-240........(mins) =.........240 =.........240.......(mins) =
. Defect rate : line blow =...14......% 6. Defect rate ..% 6. Defect rate : line blow 6. ..%




b SHIPPING TIME CHART (BEFORE)

Response Person
Main Sub

SHIPPING TIME

HART (Honda, Kawa, Toyo)

EFFECTIVE (Past - 28/11/49)

Date] N
Shift ST =3 S5
Elemental Work e|~—70606 T 50606 | 500 | 3600 ] 1166 [ i5.60] i5:60] 14.60] 15:00 | 1600 | 17:60 | 15:00 | 1506 | 2600 | 21:66 | 22:00 | 25060 | 6066 | 1060 | T 500 | @06 | 5006 | 600

WORKING TIME

Fuaaieasiiing Waiting Post

aawmasaan

MalimnAudaann PC Store

wBunnasHe(LESa)

Load 8u@aidiusa

saaantdunis

oA, | oo
uardenaududa ssa) ll O l

I
[
0w
00

SO TENEIRET | el

uasdvnaLAUGT aTn)

16.00
snfie KAWASAKI ana o

SOUHFINAVDIVIENA

W@uvanan 5. n

i
i 21.00

E nauAILSEN

I R, YRTY)
[E-Working time

2.Breaking
3.Shipping time

Si
©7.00-15.00
10.00-10.20
©08.00-17.00

S2 T S ]

15.00-23.00 23.00-07.00
18.00-18.30 02.00-02.30




h SHIPPING TIME CHART (AFTER)

Response Person
., Main Sub
SHIPPING TIME CHART (Honda, Kawa, Toyo) N O S da .
el
EFFECTIVE (Past-28/11/49)
Date N-1 N
shift 57 535 5T 57
Elemental Work e[ 75760 [ T6:00 [ 17:00 | 16:00 ] 15700 [ 20:00 [ 21:00 [22:00 | 23:00 | 0:00 ] 1:00 ] 2:00 | 300 | 400 ] 500 ] 600 | 7:00 ] 5:00 ] 500 ] 10:00 | 11:00 | 12:00 | 1300 | 14:00 | 15:00 ] 16:00 | 17:00 | 1600 ] 19:00 | 20:00 | 21:00 | 2200
<

WORKING TIME

<

PIW.

Suaaimafidag Waiting Post

<

J_[_I_IMIIIIIIIIIIIII]IIIIIIII||I||II|||II|I||I

aawmasfaan

IAATYHNUNDUAINBY (N-1)

W12 13ud131n PC Store

wa%auntsde(iaia)

Load audidusa

sn2anidune

CUSTOMER

s0fs HONDA
wazdonaududi (1a3a)

sadiv TOYOROKI
uardonaududa (1afa)

[
[
I
I

3af9 KAWASAKI
uardonaududi (1ada)

Iy
I

|
|
1
1

W@uniondy

PIW

niudsuisn

[ CTEYCIEET T 51 T 52 T ST |
[TWorking time | 07.00-15.00 | 15.00-23.00 | 23.00.07.00 |
[ZBTeaking time | 1000-1030 | 1800-1830 | 0200-0230 |
[5-Shipping time T 0s8.00-17.00 | | |




PATTERN PRODUCTION

DAY TUE
Working o| s o) ) | o] e o o o | ) 2| 2 | 5| <) o] | o] o Bl | o) s el oMol oo ) o | e o] e[ o e o | el e o] el o e o o B | L] o Ml o e e o o o | < e ] <] <] e o s 2| 5] | 5] | o e[ | 2] 2 ) e o] <] < ¢
Time
BREAK
01-Dec-06 02-Dec-06 03-Dec-06
setup setup
w1 November A 2
w2 05-Dec-06 06-Dec-06 08-Dec-06 09-Dec-06 10-Dec-06
King Birthday Setl RAAL03hr | SELUP w
4 hr 4 hr 2hr|

wa 12-Dec-06 13-Dec-06 14-Dec-06 15-Dec-06 16-Dec-06 17-Dec-06

set set

setup setup setup setup setup setup

;‘:1, 4hr 4 hr RGOS 4 hr 4hr 4hr 4 hr ;':"

wa 19-Dec-06 20-Dec-06 21-Dec-06 22-Dec-06 23-Dec-06 24-Dec-06
setup setup &2 '
ahr RAA 10.3 hr ahr ;1:1 | Holiday
ws 26-Dec-06 27-Dec-06 28-Dec-06 29-Dec-06 30-Dec-06 31-Dec-06
set
SR RAA 10.3 hr up New Year Day
4 hr 2hr

** Remark:

. = Pattern Production (Part no.: PWA) . = Pattern Production (Part no.: REA) D = Pattern Production (Part no.: RAA)

. = Lot Production (FREE) = Set up time




TPS SUMMARY

Items Before After % Diff
Work In Process (WIP) : 3700 20 99
Working Area Sg.m. 200 118 41
Lead Time (Honda) Day 20 7 65
Lead Time (Kawazaki) Day 22 15 32
Lead Time (Toyoroki) Day 60 28 53
Productivity (Toyoroki) Pcs/Man-hour 10 14 40

Productivity Pcs/Man-hour 20 30 50
(Honda,Kawazaki)

Man Power Person
(Honda,Kawazaki)

Man Power (Kawazaki) Person
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