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Final Pack Improvement Project to Increase
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ABSTRACT RESULTS

-, “ project at a medical devices company. Currently the
actual packaging lines are human dependable. Final

packaging process has been performing at a sub- The actual process of final packaging was defined to assure that Different tools were used to identify the root causes of the The main goal of this phase is to delivers to the

gptimalilevel. Quality events, scrap and manufacturing the entire process was included. Final packaging process has offenders of escapes. The Figure 3 shows the root causes management the control of the improvement phase.
R s Ulis ol the human ggpendaple been performing at a sub-optimal level. Quality events, scrap of escapes by errors. The focus ones would be Missing

B | PICICDY QI SYSTEm. ISe anl, automatic and manufacturing inefficiencies are the results of the human Literature, Mix Label, Wrong Unique Part Number, and v'"Weekly meeting with Core Team & SMO.

‘solution proposed to eliminate the failure modes - T o : _
-associatedp top the human dependable processes. The dependable processes. : . P DRre Dei i v'Website Site builder to post project updates and
, reference documentation.

prOdUCtiVity WI“ be hlgher Wlth the Imp|ementat|0n Of Units @ 500 Level after JobsPreparation:Litera’tureE i '
; ! e - Sterilization Manuals & Units Wrong UPN m :
" the pick-by-light system due to the elimination of the e ———— T v"Work Packaging Team structure to support.
*  manual literature assembly line. The company will be | -"-"’T"";‘g~ ' WrongUBD [T o T o s oo Corfrocess. S v'Kaizen meetings and follow-up for labels
- N tobred_ucel consntqleral;rlly L3 qualltty anch;,\c/I)z:oCI:lance Rt | NS =i | Lead without - O\ S b inspections, parts loading and product
| issues by implementing this new system. was ey Y S R e e, — — segregation.
~ the methodology used to identify and eliminate the i Sl —— ===
- = failures modes. The pick-by-light system was identified
s the main solution and it was implemented
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== Implementing the pick-by-light system. This system =
Figure 3 enables the manufacturing companies to automatize

with the other global plants, implement automatic e S the packaging process and inspections instead of

IR S RCEHC 2T (PRKE- ks Staljons. These process controlpportuity [N —_— e epend of the manual process. With a simple change in
goals will reduce the escapes and increase the | 100% Operator

. \ : LM A ne system the benefits are: .
. productivity. Also, the applications of Six Sigma S [ | ' Improve y

d hel " £ o . *The new packaging line will improve the
would help to reduce the amount of the operation Figure 1 e na quality control preventing labeling mix up and
cost. Different techniques such lean manufacturing |

B, ! : : Detailed Actual Process of Final Pack i : : : missing components. In turn, lean initiatives
ere used to maintain a continuous improvement, This phase shows the implementation of the different tools. Idg Y 1P vy a
: : The real cause was the human dependable system. The causes WRLIICTORUITIZCITES UL S R Lt S |
while demonstrating the useful can be the DMAIC _ _ - Standardizafi thin e Slobal site ol
methodology to have an incremental improvement of the problem were resolved after the implementation of an dnGaralZaAtionsiI AT IE e E e S
| | automatic solution. The installation of a new system of *Productivity improvement In final packaging

METHODOLOGY Measure cameras and sensors was implemented to eliminate the area

: : e human factor error. The inputs and the new final packaging —Lower lead time !
Quality data was collected in order to understand and identify line are show in Figure 4. —Reduction in raw material inventory

- The DMAIC methodology was used from the Six the root cause for the escapes in the final packaging process. _Increased output 42% (lower head count
Sigma tools. The Define phase was completed by The final packaging process was measured to determine which = requirements) .
‘performing a process mapping of the actual process. errors or failure modes generate the escapes. The histogram o o R The main problem identified were the human.
- The process mapping was used to show the escapes permitted to know the higher offender. The major offenders Qe Case dependable in the literature assembly, visua i I
data. Next, the Measure phase consists of the data were the Missing Literature, Mix Label, Wrong Unique Part MixLabd | Operator Dependable _ inspections, and non-automatized system. Also, the "

Potential

1 I I - Expired UBD Visual Inspection . p
scollection 'IirOm the three. dlﬁ:erent. months. Th.IS Number, and Use Before Date EXpIred. Missing Literature | Operator Dependable e Improvement was done prOdUCIr\g an excellent reSUh;
phase permitted to know If there exists a patron iIn |

th The Anal h ¢ lvze th Wrong IPN | Operator Dependable ' to the company decreasing the escapes in 100%."

B © dlyZ€ phase Was 10 analyZeJne Manufacturing  logistics was  improved by °

» = collected data with a simple descriptive statistics Escapes 9 g p y
Box & Color

. 3 s J TR implementing a lean manufacturing technique (the |
‘and a histogram graph. The data was visualized pr YV i o~ gy T pick-by-light system). The escapes of the main

durlr;)g the hlsttogram gratp:. The pfhr[zose oft r:hesg ‘ § § & S S /il /I_- offenders were around 14 before the implementations. 8
e Fare LIEIM MONT 10 MONTA dn ' § 5 ’ oy SR TTT Ty O The escapes decrease impressively to 0 after
see the failures modes that have been causing the - : ' e | N /) implementgtion After two (g) month); of project the |
- - - | . o 4 || Total Es — efailures | )~ § ] | " ' .

' phase (Improve phase) was the implementation of

. the considerations and assumptions that had been

“derived from the data. The Control phase involves

- the monitoring of the Improvements already In

’,‘Abstract —The final packaging line is the focus in this Deﬂ ne Analyze ContrOI

Missing Literature | v' Schedule of PM every month.

The goals are to standardize final packaging lines

Manual Handling/Inspection M[H]

L

L4
r

Literature
Tables

Blister Table | : REFERENCES

-

o A
B

. Figure 4 [1] Maxey J.; Price M.; Rowlands D.; George M. “The Lean Six Sigme
place. It should be noted that when the goal of this Assessment & New Final Pack Line Pocket Tool Book”. New York, NY: McGraw-Hill. 2005.

s project is fulfilled, then the control phase should be - [2] Womack, J., Jones, D., Ross, D. “The Machine that Changed the
mployed Contlnuously’ SO the escapes data Could be World”. New YOfk, NY: Macmillan Pubhshlng Company 200 ’;

nonitoring by the sustain plagh gQIivered. [1] Figure 2

- .
3t Escapes Segregation

Barcode
M ot. Readahbhl
Incorrect
Aeration Time
Rework Not
Authorized
Product
Literature
Lead without
release
authorization

Ve o &

i Ry iy




