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ABSTRACT METHODOLOGY RESULTS

Deli meat production is a continuous process which has  Lean Six Sigma is a methodology that can be used to assess a process and to reduce defects and improve quality [1]. F1 Stuffing Production Line Distribution
more than one hundred variables that can affect the  Because of how is structured, different tools can be combined like statistics and on-the-floor observations. Below results
product. Through the implementation of Lean Six Sigma’s  of each phase of the methodology and the tools used to optimize the length on blends deli meat stick.
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The business unit two of a recognized meat processing
company in the Midwest produces about 945,000 deli meat
sticks per year of different stock keeping units (sku’s). In
recent years, the unit has seen an increase in meat rework
and a decrease in stack unit per meat stick in all stock . _
keeping units. One of those stock keeping unit (sku) is £ ! Figure 8
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blends deli meat 16 oz or known as sku 966. Blends deli

meat represents 26 % of yearly production, 35% of overall
meat rework and stack unit average loss of 1.5 units per CONCLUSION

stick.
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