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6 WEEK Production | 90/60/30 day
Forecast Control | Forecasts Customer
Suppliers M RP Order Entry|
e Demjand = 40 per month
Information - Orders/day

Flow =10 Takt Time

Queue = 4 hours
WEEKLY SCHEDULE =1.5Days
Cor

hpetitive Lead Time

Lead Time - 34
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VAN 7 v <
S?:l”ass Cuttin I Sewing Shipping
. Y 2] 1 [(OF Ny O i SIA
Material 0 0 s 6
Flow CT=Pﬂc/urs CT= 18 hours CT= 4 hours CT= 2 hours CT= 3 hours
Co=10 min. Co=0 min. Co= 1 hours
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Q % = 4 hours
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—Sgmpetitive Lead Time
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Kitting Die Attach Bonding Refolow Magentic
¥
B/E i %T¥ibiﬁ 5 °
e = AT s
pe [ EEfE e TTE e mmem e srEs
> Seal re e.a Tack wire Hand Solder
Inspection
W7 A2 2&w R
KBEx272ZARASDEL ARNRR f% B ALE > R8T REETD
LAZ S g2 207 5 4p% % <% % Lead Time > £159% -
2.2+ 1'% #:(Hand Solder) 2 41 % # #& & (PSI)enit ¥ 287 » AP gL |5 2,757pcsinE 5 > o ¥ Lead
time3 9.2 % » § FF4858% o
EEE
=
ik ht=EEH 300pcs
1 § 7 e i La A AN
A Kiting A A?ﬁ'; A Bxﬁg Li‘;s:n = Seal
| w2 27| w 35| Wl | w2 | w1 15| W10 22| w4 1233 W 8 07 1
a0 T o0 craco | [omeo T 1800 0 1700 e
o0 o0 0 o0 | |ooo 00 o0 o0 co0
FPY 100% FPY 100% uptirae 100% luptime 100% | [FPY100% uptirae 100% FPY 100% FPY 100% uptinae 100%
2shift 2shift 2shift ME?FE§F i 3shift 2shift 2shift 13hift
— ET EZE
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Pareto Chart of Operation
1,600 100%
1,400 q
1,200 80%
1,000 60%
800
600 4000
e I I I N
. L
Hand Solder  Pre-Seal Refolow Die Wire Seal Kitting Attach Tack wire
Inspection Attach Bonding Magentic
W wIPQry
_ Die Wire Attach . Pre-Seal
l
gzl Kitting Attach Bonding Refolow Magentic Hand Solder| Tack wire Inspection Seal
WIP QTY 293 327 315 329 224 1,524 212 1,233 297
Lead Time 1 11 1.1 1.1 0.7 5.1 0.7 4.1 1
B2t 6.2% 6.9% 6.6% 6.9% 4.7% 32.1% 4.5% 25.9% 6.2%
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(1) = flead Timezk = "% M 110%™ > p£9.7% » E’Iigi F39% o
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A s A 5 PA . /N et VAN VAN - P VN s
293 w2 327 | w3 315 w1 329 | w2 224 1 450 | W 10 212 4 450 | W 8 297 1

T 240 C/T480 S0 T30 fT 1300 ; [T 1300 CITE0

00 o0 €0 o0 [Ter o0 o0 o0 [Srare]

FPY-100% FPV-100% uptine 100% ptime 100% FPY-100: ptine: 100% FPY-100) FPV-100% ptine 100%

2shift Z3hift 2shift 23hift 15hift | 3shift 2shift | Z3hift 15hift
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50 1300 & | cycle time—4470
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£33 ie¥ (Hand Solder )2 # ¥ % 1k & (PSNehd B 75 5% » LAM T H» P 4 Wehyf R} £
(= )# 1 % 3 i ¥ (Hand Solder) ;= 4 37 ©
AR St % (e R AR o (TR B 4T
Step 1 Step 2 Step 3 Step 4
EFEE ] [y CHZEEGHE fuip] (I FEEHE ) FIE{EZE
Eon B AR ZTIEEE ETEK EHEm
Step 7 Step 6 Step 5
HEET—ih EREE I aRmE

Bl11 AZ &+ 1% 3% (Hand Solder) i % /i 42 /]
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A3 RjRTERE L RA

Step Job I 3 Tlmz(sec) 7 3 Avg. | B2t
1 |EEE NERREM 126 150 120 102 132 126 5.2%
2 |RERmE T TERK 618 732 582 492 654 616 25.3%
3 |FRRIEETERIESE 252 306 234 204 270 253 10.4%
4 |HBEEERER 1,218 1,344 1,206 1,152 1,290 1,242 51.1%
5 |BHERE 72 84 66 60 78 72 3.0%
6 |EBIRE 57 66 54 48 60 57 2.3%
7 |EETF—U 66 78 60 54 72 66 2.7%

SUM 2409 | 2,760 | 2322 2,112 2,556 | 2432 |100.0%
TEZERFIE (SEC)
1,400 100%

90%
1,200
80%

1,000 70%

9
200 60%
50%

600
40%

400 30%

253 20%
200 126
,
I s = -
I
0%

RGFEERER HARNGRIE JREERFEE BEERERREY EhRE HEET—15

B 12 3% 42k iv % P 40 2 )

BERY SFE0- A £22 - g PRI L FAHE) . kS NP MARE T o L 1 %3 WIP
REeh R 7 BB 4T B izdp T4 (4 B > Man) ~ #(1 ® > Machine) ~ #L (4442 - Material) ~ /% (= ;2 > Method) -
B AAM o Ao 2 BEE R TR FIA 4T 0 e RI134TT o

JIEE
L] N
BREE
P45 IR T
BRAE
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F TP
=WIP

TR
lEFe#E5% BHEE /

BETAR

Bl13 £ 1 %3 WIP 4 F B
£ F]A 41t
1.4 B(Maching) : £ % T Ha B &7 LR % HRPBAHZ L ALz RNEBFLIAHT FEEK -7 F
T PR J‘f%'t’»ﬁﬁ;i_%‘ré’%iéf— x7 ERWEE P ARAPNE EOPER R
2.4 #L (Material) :
(1) 2% FE£5 > FHAHERLEAT > LR JMPBAH 2 LN A2 MEeFd A0 0T g § o
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1 %4

(= )3t F 7+ ¥ & (PSI, Pre-Seal Inspection) 3w 4" 47
AR S st E i & (AR doB149 T o i K o P 4o T

Step 1 %S_t?g;% Step 3 Step 4 Step 5
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