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CELL: A490 | CELL NAME: CBS | MACHINE / STAGE: Riveting/Assembly OPERATION: Riveting
KAIZEN THEME: To reduce tool changeover time of A490 CBS in riveting process
WIDELY/DEEPLY: IDEA: Slot to be provided for tool holding .

R . . BENCHMARK 20 Mi
PRESENT STATUS : Present Riveting tool change COUNTERMEASURE : Slot provided for holding TARGET 10 M::
over time is average 20 min / month . tool for easy removing & Now tool KAIZEN START 10.09.2017
KAIZEN FINISH 25.09.2017

changeover time is average 10min/Month

;; Ioo: B?sc\ription : ngoe(;cé)nﬁ Tool TEAM MEMBERS:
0Ol LiTe : oS . .
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slot for tool 5) Insert g Month
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WHY - WHY ANALYSIS :- RESULT:- | . KAIZEN SUSTENANCE
Why1: Present Riveting tool change over time is Riveting Tool Changeover
. WHAT TO DO : - Tool to be change by
average 20 min / month . Ti .
Whv2: Th ; lot f | holdine f 25 - ime W respective spanner
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ROOT CAUSE:- There is no slot for tool holding for 5 . s 5 e | e e
easy removing.
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