
VARIOUS CASE STUDIES OF IMPLEMENTATION OF LEAN

MANUFACTURING AT INDUSTRIES

Case Studies on the Implementation of Lean Manufacturing in the Automotive This paper describes the results and
findings of four industrial case studies conducted in .. To assess the environmental impacts of multiple life cycles
product.

The purpose of this study is to investigate the approach of adopting lean, the tools and techniques
implemented, the changes in the organizations, the problems encountered as well as the lessons learnt.
Average lead times were cut from two weeks to three days. Empowering trained and responsible adults to take
real ownership in their areas and to be accountable to common goals will continue to net outstanding results
for this forward-looking company for many years to come. Many procedural and disciplinary adjustments
were made to ensure a constant flow of products through the newly formed cell. Lean Solutions: Inventory
reduction goals were set with the management team, and pushed down through the organization. This
company showed exemplary compassion for its workforce and invested in the development of their people and
their skill-sets. The new procedure required all employees to spend the first 10 minutes of his or her shift
cleaning the work area, servicing equipment where possible , and communicating with the operator they would
be replacing regarding special concerns or critical information. Different organization functions adopt
different types of Lean tools and techniques as well as the performance measures depending on their business
characteristics. Kanban controls were established both within the subassembly areas, and between them and
the final assembly areas. Ahmad Fakhri, J. Procedures were agreed upon, posted, trained on, and adopted.
Lead times and lot sizes were cut. Certain parts would repeat this cycle several times. This gain was sustained
and later improved upon after a re-layout of the area in a Blitz Event. This paper describes the results and
findings of four industrial case studies conducted in different electrical and electronics companies in Malaysia.
The parent company was seriously considering closing it down. We then established KanBans between cable
processing functions that required upstream processes to stop building product that could not be completed
due to resources and equipment running at capacity. Furthermore, it is necessary for the top management to
provide a clear policies as well as plan and direction. Costs were too high, lead times were too long, and they
had too much money tied up in inventory. Not one employee lost their job due to these improvements. These
improvements were applied to six similar machines throughout the plant. The employees learned to eliminate
many redundant tools and procedures from their processes. Interviews were conducted with the key personnel
to answer some issues which were crucial in this study. Luckily, one gutsy division VP agreed to be the guinea
pig. Previously separated, niche operators became highly interactive and cooperative throughout this process.
The now unnecessary and distant building that formerly housed NDT has been leased-out to further generate
revenues. The most important barrier in Lean implementation is the cultural change since it requires the entire
company participation. A number of survey methodologies were utilized to ensure reliability of the results of
this study. Lean Solutions: We restructured the floor shop layout into a single work cell for the antenna build
area. Lean Solutions: We first attended to the setup and changeover functions of essential equipment and
found a number of ways to streamline the process. The initial efforts focused on the ERP planning process.
The plant was vertically integrated, producing their own circuit board assemblies, cable assemblies, and the
box-build final assembly and test. Brief all-employee meetings were held on all shifts. Return to List
Flexographic Label Printing Problems: Long changeover and setup times between product runs created
considerable downtime. Quality defects were addressed by implementing a series of strategies for scheduled
component maintenance and machine calibration. This, of course, focused attention on the upstream
constraining processes and equipment. This eliminated many non-value-adding reporting steps and stock room
transactions.


