| & Acme Manufacturing Inc. STANDARD WORK COMBINATION CHART

PRODUCT NAME PART NUMBER WORKSTATION ANALYZED BY  |TAKT TIME 60 Seconds ENGINEERING PRODUCTION METHODS QUALITY

VOLUME 480 PP 8hrs Shift

PAPERAIRPLANE B-747 JOHN DOE
DATE 02 / 14/ 06|02 /14 / 06 2 /14 I 06 | 02 / 14 / 06 / / / I

TIME OPERATION TIME
Ne| DESCRIPTION OF OPERATION

T T = 2 2 O 0 0 2 I

--

Take apiece of 8 /2" X 11" paper I eauRENIBEE
from stores pile ; Record time s pent on

Fold paper in half on 11" axis and

N

crease H - menual oper stions

Fold in right hand side cockpt and Lsissns

w

2 : waking (1m= 1s)
crease : : - !

Fold in left hand side cockpit and ; : ; : ! ; : H

-~

crease

Fold together right/left hand cockpit i : : i i i : : : H

and crease down center H H H H H

Fold down right hand side wing and ! H : : H
crease : : : :

o

Fold down left hand side wing and

crease

(QC) Check length of fusage (11" +/-

-

187)

(QC) Check width of wing span (4 1/4

©w

+1- UE) : . s s s s 1

10 Whrite y our name on the rear of right

hand side of the fusage : H H : : : i : : i

1 Whrte y our name onthe rear of left

-

hand side of the fusage

1 Retrieve airplane and place in pack-

w

out finished goods staging

12| Conduct test flight of aimplane I 1

Bresk wok down nib elementsry

tasks, numbered as in the standard|

1 work chart

4 - 4 : TO: A : :
WORK COMBINATION TOTALS »| 35 1 SYMBOLS MANUAL: oo ATO: sseee WALK: WAW W IDLE: =

TOTAL CYCLE TIME =» 4200

On a scale of 0 to 10 | would put myself at an 8.5 for my knowledge of MS Word, Excel, PowerPoint and
Project in using them to create standard work templates, documents and reports.

These sides are just some examples that exemplify my adeptness in creating standard work documents
and reports using Word, Excel PowerPoint and Project.

The first 7 examples | use to train people cycle time measurement by making paper airplanes.
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ﬁ STANDARDIZED WORK CHART

DATE: __02 / 14 / 06 OPERATION
FROM: RAW MATERIALS

PRODUCT: PAPER AIRPLANCE PROCESS: PAPER ARPLANE ASSEMBLY
TO: PACKAGE FINISHED GOODS
EXPECTED NUMBER OF PARTS
P krores. musm WAITING
[TAKT TIME
\ / o
v Fart aw aiting
_ - 1 operatx (eg Atend QUALITY INSPECTION POINT
Skefch operstor's w orkstations . Brask hs.‘hel Sl
60s w ork dow ninto elementary tasks = Q
MOVEMENT
CYCLE Speciel hezard or
TIvE e WITH PART
Add symbok L
WITHOUT PART
i . SAFETY POINT
42s +
EXPECTED PACK-OUT/FINISHED GOODS
NUMBER E
OF PARTS [ TECHNICAL STANDARDS: MATERIALS:
WAITING
1. USE ONLY SPECIFIED 32# PAPER 1. 500 REAM 32 Ib 95 BRIGHT PAPER
PART #HP 320078 @ PROCESS STEP/S
ri
2 TOOLS:
Bl
1. BLUE INK PEN
4. ENGINEERING SIGN OFF
NUMBER 2. 12 WOODEN STANDARD RULER
OF 5. NAME:
(WORKERS
6. DATE: I I
PRODUCTION SIGN OFF
1 NAME:
PECIAL NOTES: DATE: ’ /
METHODS SIGN OFF
PITCH NAME:
DATE: I !
QUALITY SIGN OFF
5 MINS NAME:
DATE: I !

Standard work chart.

Page 2 of 7.




H & Ache Mansfactuing Twé. | STANDARD OPERATION SHEET

PLANT: GREENVILLE, SC DOCUMENT NO.: FK-G-001002 DOCUMENT REVISON LEVEL: 003 CYCLE TIME: £ SECONDS PAGE NO.
PART NAME: PAPER AIRPLANCE PART NO. B-747 LINE: 14B ASSEMBLY HANGER WORK STATION: FINAL ASSEMBY 1 | OF | 1
[ ]
Ne OPERATIONS ) l.l = SAFETY.POINT <> = QUAL INT] ® = HELPFUL TIP | PICTURE S/PHOTO S/DIAGRAMS/PICTOGRAMS/VISUAL WORK AIDS
®
1 |TAKE A PIECE OF 8 /2" X 11" PAPER FROM STORES PILE * WQURED PPES T VENT PAPER QUTS '
Saf T bewsed T elf check por
2 [FOLDPAPERINHALF ONTHE 1T AXS ANDCREASE |- sepriainaced o & .
for enployees - c.an
3 |FOLD INRGHT HAND SIDE COCKPIT AND CREASE e
underlined
4 |[FOLD IN LEFT HAND SIDE COCKPIT AND CREASE
5 |FOLD TOGETHER RGHTILEFT HAND COCKPIT AND CREASE DOWN Us upper aseand as
CENTER large as possible forts to
alow operator to read
6 [FOLD DOWN RGHT HAND SIDE WING AND CREASE from workstation
7 |FOLD DOWN LEFT HAND SIDE WING AND CREASE
8 |(QC) CHEQK LENGTHOF FUSAGE (117 +/- 1/8") <> SEE SPEQFICATION SHEET LINE SIDE
9 |(QC) CHECK WIDTH OF WING SPAN (4 /4™ +- 18") <> SEE SPEQFICATION SHEET LINE SIDE
10 [WRITE YOURNAME ON THE REAR OF RIGHT HAND SIDE OF THE FUSAGE] 1. PAPERSTORES
2 FOLDING PROCESS
11 |WRITE YOURNAME ON THE REAR OF LEFT HAND SIDE OF THE FUSAGE 3 PEN
4 RUER
12 [CONDUCT TEST FLIGHT OF AIRPLANCE
13 [RETREVE ARPLANE AND PLACE IN PACK-OUT AINSHED GOODS ® POSION TAIL RUDDER 10 DEGREES LEFT AND THE PLANE WILL FLY
STAGING BACK TO YOU AND SAVE YOU SOME WALKING TME
Operstor who helped in Resction pln inthe
setting up thestandard event of anon-
oper ation confaor ming condtion
M
ISSUED - NAME/SIGN/DATE/FUNCTION |CHECKED -NAME/SIGNDATE/FUNCTION  |APPROVED -NAME/SIGN'DATE/FUNCTION  |SKILLED OPERATOR - NAME/SIGNDATE NON-CONFORMING PART REACTION PLAN
NAME: FRED WEBBERKING NAME: NAME: NAME:
 PLACE DEFECT IN RED SCRAP BIN
SIGN: /o o/ #a £ 4 s ki p SIGN: SIGN: SIGN: « RECORED ONPROCESS MONITOR SHEET
DATE: 02 / 14 /_ 06 DATE: 1 DATE: 1 DATE: 1 « IF 3INA ROW FOR SAME DEFECT CALL
FUNCTION: PROCESS ENGINEER FUNCTION: FUNCTION: FUNCTION: SRFERNERS

Standard operations sheet.
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I

4 AeMe Mamdactining Inc. ‘l

MEASUREMENT OF CYCLE TIME

PR

ODUCT: PAPER ARPLANE

WORK STATION: FOLDING

LAYOUT:

PR

OCE SS: FINAL ASSE MBLY

ANALYZED BY: JOHN DOE

DATE: 02 / 14/

06

TIME: 11:30 AM

Ne

BASIC ACTION

B 5 6 7

12

16

MIN V%

Pickup paper

Write Write Write Write Write Wrte Write Write Write Write Write Write Write Write Write Write Write Write Write =l
MP: vats | vats | vawe | vame | vaive | vaive | vaise | vaiwe | vaiue | vaiue | veiue | vawe | vaiwe | vawe | vewe | vews | vewe | vemwe | vame |Ve | #DIVIO! 0 0 IV
2 Fold#1
write Write Write wrte | wrte | wrte write write write write Write write write write write Write write Write write |
N '] ']
MP vawe | vawe | vawe | vewe | vaiwe | veiwe | vawe | veise | vawe | veiwe | vaee | vawe | vowe | vewe | vawe | vewe | vawe [ vews | vame [V*=* #DIVID! 0 0 #DIVID
3 Fold#2
. Write Write Write Write Write Wrte Write Write Write Write Write Write Write Write Write Write Write Write Write .
MP Vo Value Value Value Value Value Valwe Valwe Val we Ve o Val we Ve e V alue Value Ve oo Ve Value Value V alue Ve #Dlv/O' 0 0 mlv/o'
s Rotate Fold # 3 . ) p p r p P % . p p s
Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write —
MP vaiss | vame | vewe | vewe | veiss | veies | veiee | veise | veise | veise | vaies | vess | vewe | vewe | vewe | veswe | vewe | vewse | vews |V®* #DIVID! 0 0 #AIvio
5 Fold#4
. Write Write Write -
MP: s vae | #DIVID! 0 0 #IVI0!
2 Rmng 71 2
Flipand Fold #5 o
6 Coox >
wres T —
MP vawe | vame  aton i #DIVID! 0 0 #IVID!
7 Flip and Fold # 6
Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write Write e
MP: vawe | vawe | vawe | vame | vaie | vaiwe | vaiwe | veiwe | vaiwe | veiwe | vaiwe | vaswe | vamwe | vewe | vawe | vawe | vamwe | vaws | vame [V #DIVIO! 0 0 #IVio!
¢ Measurement 2 Points
) Write Write Write Write Write Write Write Write Write Write write Write Write Write Write Write Write Write Write |
MP: vaws | vate | vewe | veme | vaive | vaive | vaive | vaise | vie | vaiue | veiwe | vawe | vawe | vawe | vemwe | vemwe | vemwe | vemwe | vamwe |Ve | #DIVIO! 0 0 IV
9 Measurement 1 Point
—
; Wike | Wrts | Wris | Wrte | Wris | Wrte | wrie | wnts | wnts | wnts | wnte | wnte | wate | wnte | wrte | wrke | wete | wrts | wrie
MP vawe | vaws | vaws | vawe | vaive | vaiue | veies | vaive | vaiwe | vaiwe | vaive | vamwe | vame | vaws | vawe | vawe | vaws | vaws | vawe [vawe | #DIVID! 0 0 IVI!
0 Validate/Name
Wike | Wris | Wrie | Wk | Wrie | Wik | Wrie | wnts | Wnte | wnts | wnte | wnts | wnte | wnts | wrte | wrks | wete | wete | wrie
WP vawe | vamwe | vaswe | vame | vaise | vaise | vaiwe | vaiee | veiee | veiee | vaise | vesme | vese | vese | vewe | vawe | vawe | veswe | vewe [V #DIVID! 0 0 #Ivio
” Validate/Name
- wrks | Wrie | Wrks | Wrie | Wrks | Wrie | wrke | wnte | wnts | wnte | wnts | wnte | wnte | wnte | wrke | weme | wrke | wrts | wrie
MP: vawe | vaws | vamwe | vawe | vasee | vaiws | vase | vaiws | vmise | vaws | veise | vaws | vamwe | vews | vawe | vews | vawe | vowe | vaws |V #DIVIO! 0 0 #IVio!
o Final Test
WP wrks | wrie | wrts Wrte | Wrke | wrte | wnts | Wnte | wate | wnts | wnte | wte | wnte | wrue | wrke | weke | wres | wre |V
. - Value Value Value vVade Valwe Valwe Valwe Ve oe Val ve Val we Valwe Vaoe Ve o Ve oe Ve ooe Voo Value Value V alue -
s Aside fo Finished Goods
Write Write Write Write Wrte Write Write Write Write Write Write Write Write Write Write Write Write Write Write (S
MP vare | vawe | vawe | vame | vaise | veise | veiee | veise | veise | vaise | vaise | vese | vewe | vewe | vawe | vewe | veswe [ veswe | v |V #DIVID! 0 0 #IVID!
I I I | |
T
OPERATING NO WAITING TIME | | | | | p >

OBSERVATIONS

MP

measuring point

Data brcyde time diagram: '_mean cycle time with waiting; 2 min. time br20 cycles without waiting; “max br20 cycles wth waiting

Variance (%) V = ((M-mym) x 100

Measurement of cycle time sheet.
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CYCLE TIME DIAGRAM

PAPER AIRPLANE INC. - GREENVILLE, SC JUNE 28, 2006

codnBR8RS58RBRINBRERS

CURRENT STATE FUTURE STATE NEXT OBJECTIVE
1 0
. TAKTTINE &0 TAKTTINE _ TAKTTME
__CYQETME T oYCLETMVE ___CYQETME
_ nvenTvE 01 T hETE _veANTME

ca3aBHBBELSEY

OBSERVATIONS

OB SERVATIONS

OBSERVATIONS

j# 1 P aper stores needs to be closer to point of use on table

# 1 Rebar (See PDCA worksheets)

# 1 Rebar (See PDCA worksheets)

# 2 Steps 2 and 3 can be incorporated with each other

#2 Manual Bender

#2 Manual Bender

¥ 3 Work station 1 can be moved closer to work station 2

# 3 Welding # 3 Welding
j# 12 Walking wast can be reduced by retuming the fight path # 4 Stud Welding #4 Stud Welding
#5 Saw #5 Saw

# 6 KRB (Automatic Bender)

# 6 KRB (Automatic Bender)

INUMBER OF PARTS/PERSON/HOUR: 60 PARTS 1 PERSON PER HOUR

NUMBER OF PARTS/PERSON/HOUR:

NUMBER OF PARTS/PER SON/HOUR:

REAL TIME/MINIMUN TIME RATIO #» 17

REAL TIME/MINIMUN TIME RATIO #» 0.16

REAL TIME/MINIMUN TIME RATIO »

#DIV/O!

CT 54|54|54|54|54| 54|54 54(54(54) 5454

167)167| 167)|167(167|167| 167| 167| 167|167] 167|167

4(9

167|167(167|167|167| 167|167| 167|167 167 167(167|

119

Cycle time diagram.
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[ & AcMe MandactusingTnc. | TRACKING OF STANDARDIZED WORK

PLANT: GREENVILLE SHIFT: 1ST DEPT SHIFT MANAGR: JOHN PETAK NUMBER OF OPERATORS ON LINE: 4
PRODUCT LINE: PAPER ARPLANE DATE: 02 / 14 /06 CREW TEAM LEADER: JOHN WAYNE
JUDGEMENT
OPERATION Ne DESCRIPTION OPERATOR/S NAME — o COMMENT S CORRECTIVE ACTION/IMPROVEMENT IDEAS
4 TAKE PAPER Tohn Doe P Licking fingers to pick up paper - passible contamination of Ask for maintenance help to install postage stamp finger moister
product sponge
2 OLD ON 11" AXIS Jane Doe '
3 FOLD RIGHT HAND SIDE COCKPIT] John Doe '
! hold i — i o
4 FOLD LEF T HAND SIDE COCKPIT John Doe ¥ Not being properly folded in to center line Tesi it nrovimt et v
operator
FOLD RIGHT/LEFT HAND SIDE
h »
5 COCKPIT TOGETHER S D
6 FOLD RIGHT WING Jane Doe '
7 FOLD LEFTWING John Doe »”
8 QUALITY CHECK POINT FUSAGE John Doe '
ALITY CHECK POINTWING . .

9 et \’HE;:‘HP nTwne John Doe ' Checking taking too long Conduct 5 Whys analysis

WRITE NAME REAR RIGHT HAND P
10 FUSAGE John Doe

WRITE NAME REAR LEFT HAND P
1 FUSAGE John Doe
12 CONDUCT TESTFLIGHT John Doe '

ACK-OUT TO FINISHED GOODS .
13 i ULiTTIﬂ::jI'I‘”A:E_E 00D John Doe ¥ | Finished goods not being picked up to maintain pitch Conduct 5 Whys analysis with material handling group
STAGING AR

Tracking of standard work audit sheet.
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F 2 ACME Massfaciieing Tinc. ”

PART PRODUCTION CAPACITY WORKTABLE

[PRODUCT NAME: GREENVILLE

ANALYZED BY: JOHN PETAK

PART NUMBER: B-747 DATE _02 14 08 I
BASIC TIMES TOOLS & MATERIAL S TIME LINE GRAPH
MARUAL PER UNIT |1 o7aL TiME [PRODUCTION
OPERTION AUTO  |COMPLETION MANUAL WORK
Ne | DESCRIPTION OF OPERATION MACN:INE TIME (A} MACHNE TIME RET OOLING RET.I;zgliIE';G RET:T::IEING PER UNIT CAPACITY ®esscsscssccssccnd
TIME (B) (C) =A+B | AMOUNT (D) E-END) (G}=C+F {HV(G) AUT OMAT IC/MACHINE
SECONDS SECONDS SECONDS SECONDS SECOND S
1 |Pick up raw materiak AD1 4 3B I 400 130 03 393 717 4 1d 1o |d|d | (aid f(d (o (o
2 |Gear teeth cutting AD1 ] 15 21 1000 120 0.1 211 1335 4 (o
3 |Gear teeth sufece finishing ADZ 7 = a5 400 190 0.5 4535 620 o o o CRALAL At
4 |Forward gear s urface finis hing AD3 5 28 3 400 150 04 334 845 o o 1o Ll
5 |Reverse gear surface finis hing AD4 8 5 13 400 150 04 13.4 2108 -
6 |Pin width meas urement BO1 0 #NV/0! #DIV/O! #DIV/0!
7 |Store finished work piece B02 0 #HNV/O! #DIV/O! #DIV/0!
8 0 #HN/O #DIV/O! #DIV/O!
9 0 #HN/O! #DIV/O! #DIV/O!
10 0 #HWN/O #DIV/O! #DIV/O!
1" 0 #HDN/O! #DIV/O! #DIV/O!
12 0 #HDN/0O #DIV /0! #DIV/0!
13 0 #HN/O #DNV/O! #DIV/0!
0 #DNV/0! #DIV/O! #DIV/0! Serial 1 ——
Paralel | 1
e |
0 #HDNV/O #DIV /0! #DIV/0!
> .
0 #HDWN/0O #DIV/O! #DIV/0!
TOTALS #» 30 121 151 DAILY OPERATION TIME IN SECONDS* 28200
TIME CONVERTERS
HOURS TO MINUTES 9:00:00 HOURS ENAME? MINUTES
HOURS TO SECONDS HOURS = #NAME? SECONDS
MINUTES TO SEONDS MINUTES #NAME? SECONDS

Part capacity planner work sheet.
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MACHINE: N/A OR USER DEFINABLE

Page 10f 1
OP-GR-FT2-JB 000.00 Name of Standard Work Job Breakdown Here - Dated 00/00/00

PROCESS: N/A OR USER DEFINABLE

CHANGE FROM: N/A OR USER DEFINABLE

CHANGE TO: N/A OR USER DEFINABLE

CHANGEOVER TiME: N/A OR USER DEFINABLE

FREQUENCY: N/A OR USER DEFINABLE

! A ONLY PERSONS TRAINED HOWTO DO T

HESE TASKS ARE TOCARRY OUT TASKS a!

# MATERIALS/TOOLS/PPEs REQUIRED FOR TASK &

# MATERIAL S/TOOL S/PPEs REQUIRED FOR TASK &

MATERIALS: N/A ORLIST MATERIALS NEEDED

TOOLS: N/AORLIST TOOLS NEEDED

PPEs: A FOLLOW ALL APPLICABLE JSAs A
FOLLOW ALL APPLICABLE 'LOTO' AND MSDS

MATERIALS: N/A ORLIST MATERIALS NEEDED

TOOLS: N/A ORLISTTOOLS NEEDED

PPEs: A FOLLOW ALL APPLICABLE JSAs A FOLLOW
ALL APPLICABLE 'LOTO' AND MSDS

PURPOSE: N/A ORUSER DEFINABLE OR EXPLAIN WHY THE STANDARD IS IN EXISTENCE

* SERIAL WORK INSTRUCTIONS & I & ' PARALLEL WORK INSTRUCTIONS &
A =SAFETY POINT & = QUALITY POINT ¢ = =PPEs REQUIRED % =TOOLS REQUIRED ® =CRITICAL NOTE
REASON FOR KEY PHOTOGRAPHIC
Ne MAJOR STEP KEY POINT POINT DE SCRIPTION

USE ARIEL SIZE 8 BOLD
1 CAPITALS FOR READABILITY
& CHARACTER SPACING.

IF NECESSARY INSERT A
DESCRIPT VE PHOT OGRAPH OF
THE ACTION HERETO GIVE VISUAL
UNDEISTANDING

 —
A SAFETY POINT: INJURY

MAJOR STEPS  (TASKS) | AVOIDANCE.
2 NEEDED TO BE AN ELEMENT | ¢ QUALTY POINT: DEFECT
OF WORK SUFFICIENT TO | AVOIDANCE.
ADVANCE JOB. @ CRITICAL NOTE
ADVANCED DETAIL

SUPPORTING REASONS WHY
YOU WANT TO DO T THAT
WAY

A ENSURE THE CAR IS N
PARK OR NEUTRAL AND THE
PARKING BRAKE IS ON AND
FOOT BRAK_E 1S APPLED

3 | EG. START CAR ENGINE

PREVENT THE CAR DRVING
FORWARD

A ABC ¢ ABC

@ ABC

% ABC @& ABC

wlol~Nlaju]l s

13

14

15

16

17

18

19

20

TASK COMPLETE

OP-GR-FT2-JB 000.00 Form Standard Wark

Job Breskdown Templste- Dsted 01/01/2008

This is a MS Word
breakdown.

template of my own design for a work content instruction for standard work job




MACHINE: LUINES6,7,8&9

PROCE §S: CORRECT START UP

CHANGE FROM: N/A

CHANGE TO: N/A

CHANGEOVER TIME: N/A

FREQUENCY: EACHTIME OF START UP

! A ONLY PERSONS TRAINED HOW TO DO THESE TASKS ARE TO CARRY OUT TASKS 4 !

& MATERIAL S/TOOL S/PPEs REQUIRED FOR TASK &

MATERIALS: SMALL BUCKET OF WATER

TOOLS: BRASS PUTTY KNIFE, STANLEY UTILITY KNIVES (MODEL 10-788 OR 10-122A), AT LEASE A 12' TAPE
MEASURE, HOE, 8' PLATFORM STEP LADDER

PPEs: A FOLLOW ALLAPPLICABLE JSAs A FOLLOW ALL APPLICABLE 'LOTO' PROCEDURES, HOT ZONE PPEs

PURPOSE: TO ENSURE PROPER START UP OF LINE THROUGH TO THE EXTRUDER IS OBSERVED

A =SAFETY POINT & = QUALITY POINT & = =PPEs REQUIRED % =TOOLS REQUIRED ® =CRITICAL NOTE

Ne MAJOR STEP

KEY POINT

REASON FOR KEY
POINT

PHOTOGRAPHIC DESCRIPTION

UTIUTIES ARE CORRECT (POWER, WATER & AIR),
EQUIPMENT YOU WILL NEED IN PLACE.

CAUTION! BEFORE YOU START MAKE SURE

YOU HAVE THE CORRE

CT PPEs, YOU HAVE ALL THE

* SERIAL WORK INSTRUCTIONS A

1 MOVE ROLL STAND OUT
AWAY FROM DIE.

CLOSE DRAW AND CHROME
2 | ROLL S ONCE THE SHEET IS
THREADED

A WATCH OUT FOR OTHER
PERSONNEL AROUND AREA.

MAKE SURE HANDS AND | &
POINT

BODY PARTS ARE OUT OF
THE WAY BEFORE CLOSING
CHROMEROLLS.

PINCH AND CRUSH
S

w

PUT WINDER IN GEAR

Standard work of starting up a process correctly and safely.




MACHNE DCDD02

PROCESS: DC-CD-®2

CHANGE FROM: DC-1280-RH

CHANGE TQ DC-1281-LH

2 ONLY PERSONS TRAINED HOW TO DO THESE TASKS ARE TO CARRY QUTTASKS ? !

% TOCLSYMATERAL SPPEs REQURED

TOOLS:

MATERALLS:

PPEs: OFCLLOWALL APPLCABLE JSAs OFCLLOWVALL
‘LOTO PROCEDURES

% TOCLS/VMATERIAL SPPEs REQUIRED:

TOOLS:

MATERAILS:

PPEs: ®FCLLOWALL APPLICARLE JSAs GFOLLOWALL
LOTO FROCEDURES

Ne ¥ CHECKLI STFOR MAINTENANCE TECH #

$ CHECKLIST FOR MACHNE CPERATOR #

MO I TN I TN VN IO ALSATL ADM T ARIM L IAD

ONOUNE FURRLIFT TRANTOAVAILADLE ANU MRS

1 | BNQUGH PROPANE GAS FORTHE TOCL CHANGE

IS JARICU A B AAIA ITTRIAR LN T ACYTR AR T

INFURIVE [ANLAN) IVAIIN TENAINLE DEPARTMENT OF
TOOL CHANGE AT LEAST 20 MINUTES PRCR TOLAST
QURRENT PART TYPE

ASSEMBLE SING, SPECAL TOCLSAND PPEs FCR
2 | TOOL CHANGE

ASSEMBLE AND LQCAD INTO SHUTTLE MAGAZINE
REPLENISHMENT CR NEW PART TYFE ANDOR SZE OF
HEAVY LAYER

PRESET FCRK UFT TRICK FCRS TO A
DI STANCE CF 36" APART

ASSEMBLE AND STAGE CHANGE CF CARFET (R
CARPET COLCR RCLL TOMACHINE FEED ROLLER

CHECKIN-GONG TOOL FOR UP-TODATE REPAIRS
4 | HAVE BEEN CARRED QUT

ENSURE THAT THERE ARE NO WP RACKS BLOCKING
AQCESS TO TOCOL STORAGE RACKS FCR INGOING
TOOL

ENSURE THE IN-GOING TOCL IN ON PREHEAT
5 | AADWLL BEAT 270° F AT TIME

ENSURE THAT PLC RECEIPE IS AVALABLE IS OF THE
CORRECT TYPE TO THE PART NUMBER TOCOL AND IS
THE MCSTUP-TODATEVERS CN

DOUBLE CHECK CPERATICNS WCRK CRDER FOR
CORRECT PART NUMBER TOIN-GOING TOCL

CARRY QUT AL CGJRRENT RUN CLERICAL
CPERATIONSINTOSAP

POSTION TOOL CHANGEOVER CART NEXT TO
PRESS FOROUT-GONG TOOL

ASSEMBLENEWPART TYPEWPRACKS

PCITICN TOOL CHANGEOMER CART NEXT TO

8 | PREHEAT STATION FCRIN-GOING TOOL

FCR TOOL CHANGE ARE AVAILABLE ON TOOL
CHANGEOVER PEG BOARD

ENSURE THAT AlL HANDPOWER TOOLS REQUIRED

ENSURE THAT QUICK CHANGE ELECTRIC MOVER
HASA FULL CHARGE ONITSBATTERY

PULL TWO S{IDS CF 582s CARDBCARD BOKES

ENSURE THAT ALL HANDPOMR TOOS

10| REQUIRED FOR TOCL CHANGEOVER ARE
AVALABLE CN TOCL CHANGEOVER PEGBCARD

SMED preparation checklist sheet.




MACHINE: ALL LITTLE DAVID TAPPERS PROCE SS: BOX TAPE SEALER

CHANGE FROM: PREVIOUS BOX SIZE CHANGE TO: DESIRED BOX SIZE

CHANGEOVER TIME: 5 MINUTES

! A ONLY PERSONS TRAINED HOW TO DO THESE TASKS ARE TO CARRY OUT TASKS A !

% TOOLS/MATERAIALS/PPEs REQUIRED: % TOOL SMATERIAL S/PPEs REQUIRED:
TOOLS: NO TOOLS REQUIRED FOR THIS SET-UP TOOLS: NO TOOLS REQUIRED FOR THIS SET-UP
MATERIAL S: NONE NEEDED MATERIALS: SAMPLE BOX OF PROPER DIMENSIONS IS

REQUIRED FOR SET-UP

PPEs: NONE NEEDED ® FOLLOW ALL APPICABLE JSAs | PPEs: NONE NEEDED @ FOLLOW ALL APPICABLE JSAs
@ AVOID CONTACT WITH SERRATED KNIFE WHEN| @ AVOID CONTACT WITH SERRATED KNIFE WHEN

HANDLING TAPE HEAD. HANDLING TAPE HEAD.
Ne # ' SERIAL WORK INSTRUCTIONS -+ & # ' PARALLEL WORK INSTRUCTIONS ' &
UNLOCK SIDE GUIDE RAILS BY TURNING LOCKING | BUILD PROPER SIZE SAMPLE BOX TO BE USED DURING

KNOB COUNTER CLOCKWISE SET-UP, FOLD ALL FLAPS TOP AND BOTTOM CLOSED

MANUALLY MOVE SIDE GUIDERAILSTO A
2 | POSITION WIDER THAN THE SAMPLE BOX AND
LEAVE RAILS UNLOCKED.

LOOSEN TAPE HEAD LOCK BY TURNING
HANDWHEEL COUNTER CLOCKWISE.

MOVE TAPE HEAD TO A POSITION HIGHER THAN
4 | SAMPLE BOX HEIGHT. (WITH HEAD UNLOCKED;
WIGGLE TAPE HEAD SIDE TO SIDE WHILE

SMED tool changeover procedure standard work document.




; | WCRK INSTRUCTION %" . | WORK INSTRUCTION ’ I WCRK INSTRUCTION . I WCREK INSTRUCTION ﬁ"'

SRR SRR ST
e e m—.13.

LR o & 39 9000 S3006X 0008 § 95 $ S008 S99 20 3 0 20008 920008 €38 86 Suetest
S

" - 10 05 R

D 20093 S00000% B 9208 03 SRR 00 C00000 435 § 020000 008 SRR R0 8 [Al— ca ! - 3 o 0995 95 3000000005 $ 98 88 8008 98¢
~~‘:‘Q‘t!~~~!~~t” O —— ~ 17 30000 I 06 $00000 D 955 200008t : 38 3 XD 498 3008

| — 95 19000005 0908 88 092093 8 00 SRR b ; ::num-l-n-——u
20003 4000 00 X 0 0000 100 030 8 00 2 00 3 0 400008 2 08 L 1 - ]

| — SRR S 0 NN R A 2 AR T AR S ¥

b3 .‘.“!!“““‘.ﬂ"“ “ umnuwnunmummuus J r

| ——
GBI SR K MO8 SEUSD B0UEED 0 4RNS8 SR BN § B8 SN
RN NN R A i GO X L Sk S 0 R S s W W e R kS8
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In the name of continuous improvement | created in MS Word this work instruction using the ‘outline’
format method calling out and detailing the work instruction’s scope, purpose, definitions, references,
related forms, documentation, forms, frequency, Materials, tools, responsibility, safety, personal protective
equipment, guidelines, record keeping, attachments, appendix and finally the procedures of the tasks in
the work instruction.
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| have too much fun with MS Visio. | use Visio when | need greater detail in dimensioning and scaled
measurements like this emergency action and evacuation map | created for one of my employers. | used
a measurement wheel for the exterior walls, tape measurement for the insides.
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Again with Visio there’s a lot more flexibility and functionality than what you have available to you when
working on certain projects. To understand a process’s interconnectivity with other resources, man,
machine, computerization, what’'s automatic, what's done manually it's a good idea map it out using
swimming lanes. Its visual communication helps to understand how everything pieces together and
sometimes needlessly complicated.

| printed this swimming lanes map out on an engineering plotter 3 feet wide by 12 feet long and pinned it
up on the wall, something that big stirs a lot of interest in the group viewing it.
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| used Visio again to construct this block diagram for a PFMEA.




This picture is of a 10’ feet long by 5’ feet wide magnetic whiteboard. They maybe a little on the expensive
side but they are versatile. | used this board time and time again for different projects. This project was for
training improvement of line operators.

All the notices, labels, documents holders and headers - which | made - are affixed to the board using
magnetic tape so, changing to different projects and using the board as a notice board, storyboard or
dashboard was a snap to do. The only thing that was not magnetic was the boarder line which | used
black electrical insulation tape which was easy to apply and remove.




