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« Establish the problem, set the scope, identify metrics, and set project goals.
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 Highlight the Critical to Customer features.

* Prepare Measurement System and gather data to understand the
performance.

Introduction

0.001

Full Factorial Design

sssss Optimal Sewing S Bobbin T Top Tens Bottom T Press Fo

1800.0 75.0 155.0 110.0 4.0

High
e A D: 1.000 . . .
0.00600 0_0052510_00550 0.00675 0.00700 0.00725 0.00750 Cur [1212.8538] [66.0701] [85.0] [80.0] [3.0] Factors: 4 Base DESlgﬂ - 4 r 16

3
et Sul bgroup Predict Low 1200.0 55.0 85.0 80.0 30

A variety of hernia repair products are manufactured at Becton
Dickinson Interventional (BDI) Humacao through the use of
sewing machines. These machines are used to sew two pieces
together, create an orientation marker on the mesh, confine the
memory ring, or make a pocket to ease placement and positioning,
depending on the nature of the product. ~
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Determine significant factors.

2l]l terms are free from aliasing.

Conclusions

Analyze Phase

« Apply Design of Experiments optimization

Cause-and-Effect Diagram

Material Manpower

Potential Causes:
Press Foot
Bobbin Case
Sewing Speed

« Optimal design is validated
« Work Instruction

The Screening Design of Experiments was successfully conducted
on the influence of five (5) independent variables on the sewing
Take-up Spring process and the design model was reduced to four. From the
Manual Tension observations, it was determined that the highest yield of the
Medial Marker acceptance is obtained near the lower settings.

* Press Foot fixed at 3mm height.

The key methodology concept Is to design new processes and
avoid defects with a high-performance level.
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