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Gemba Walk Interview Sheet

Project Name:
Assembly Line Improvement

Interview

Interviewer: Interview Date:

Joshua Zable 3/23/2020

Process:

Production Line Process

Interviewee:

Rebecca Trahan

I Click here to enter picture of interviewes and/or space {optional)

Interview Questions
Question Answer Notes

What are we trying to Attach wheels to car Inspectors must be able to get
accomplish? to parts quickly to access the
parts they need.

What measures are in place to We do a visual inspection at the *“*How can we digitize our data
assess our performance? assembly line to note the number of | so that we can view trends and
parts that are difficult to access and | detect downtime patterns over
record them cn a paper tally we keep | time?
by the machine. We also note the
number of pieces of equipment not
working properly.

What is our performance We're doing pretty well, but we still | **Need specific targets on
compared to the standard? waste 2 good amount of time utilization of parts.
between workstations.

What challenges do you currently | Workers unable to easily access parts
face? needed for assembly line.

What factors slow the process Workstation too far from parts for
down? assembly line.

What can we do to improve the  Meet with production team to
current condition? develop plan to address issues.

Summary

Observations:

Some inspectors are having a difficult time assessing parts needed, which causes delays in the assembly
process. We notice some quality issues with certain components (scratches and dents).

Potential Opportunities:
After completing the Gemba Walk, we met with the production team to discuss our observations and
develop a plan to address the issues.
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Project:

Pizza Improvement Process

Revision: Date:
3/21/2022

Problem Statement:

Pizza arive late, cold, burnt, o with incorrect toppings.

Root Cause Analysis:

Value Stream:

Process Owner:

Bill Rand

Champion: Team:

JP Marsh Joshua Zable:
Rebecca Trahan
Mentor/Coach: David Peralta

Christene Long
Improvement Metrics:
Metric Baseline

Pizza or service is unacceptable to the customer 0

Implementation Plan:
Task Type Assigned To Start Date Due Date

Task Just-Do-lt = Bill Rand 3/25/2022 4/8/2022




K40l M E31: Z23 1071 Lean &7 Minitab Engage’

Lean =+ #4.

ChE2 55E Sdlf ¥2 o[- E |XISH| ¢

Minitab Engage2| 5S ZHAF = JL|CH O At 55 7|:|I-A|': O-I E|, IQ-I%, Xo-l—)lk—, E_?II_C__LI_, —IQI_X|

s el =HAelstn SR = U= R HAIEE ED 7|5E

E2°80|f: ZUFO[ 73St H YEEO ALH 220| JHME 1 SH[7F FMAELICH 2Lt
55 Audit AAEIS |, HA S FAISHE Y2 AHE510] ditd g F0|U TA| HI =LA d2tE s FAIY &
Project Name: S&g ||:|-

Buy More Books

Prepared By: Prepared Date:
AL B 5S= MAIMO|HM 2 Mo 2 Mixts Felsh= 8 7|8 =7 MEQLICH He|, FHE, B,
HESH fXQ 5THAIZ P EILICE &, M| A OM = HSHK| ote 2 EHRs 52 MAYLICL
HE AN E S52 ALESH| &AH EYLICEL A HAOM = HI[Ho2 MAEE HASHD
S T 2ANBILICE BES EAOIAS NS Al B2 EE TIHOIA] 22 S 2sl= = Exjol 2n2
e
15 Sort
No. Checking Item Evaluation Criteria Score .
parte ane terae are il stock tems and workinprogress | 0 ©1 @2 ©3 04 OFX| 9} 5EHA|QI RX| THAl= EdSt7 |7t 74 o2 2 THAQILICH MES dEfet = RXIShH= 22t
necessay? HIBILCH SXE XS0t S8 7Hd9] 0lel8 HI|H o2 |X[S{OoF gLt X k™ o
R P e L20| AeiE| 1 KoiEo] Q0| Eof MELICh Tt ZES Hlstn ZR30 RE Atgto] HEtS
Jigs, Tools and Molds Al g tols Mol cuting 00 ©001020304 QX & 4= JULZ St= 20| SRELCE
and fittings used regularly?
Visual Control Can all unnecessary items be @0010203 04
distinguished at a glance?
Dacumentation Ave|a\|(|1bsulele documents purged @001 020304
routinely?

Summary . . 1EHA| 20HA| 3CHA 4CHA 5tHA|
Subtotal LSl " OO
Maximum Possible

Percent

2S Setin Order Y R | / N\ ‘
No. Checking ltem Evaluation Criteria Score . 3 " | / \ / \ : - ‘

6 Location Indicators Are shelves and storage areas marked @0 ©1 02 ©3 04 BT AR
with location indicators?

0z
iUl
0
i
0t
b
i1
A
LO_I-

F/X

Minitab &’




Minitab Engage’

23 107HX| Lean =+

r

™

hilg -

ol N

ol H

10 i

! o ]

T o .. M

o 1o |

=] KA + - =

- no S L )

<D i g

OM o &

< 5 y

Rk or z m

% R 8 2

= < : 3 i

= ~ o - [

T - .

< I

[N, =

g

il ~

m

01 JAIOO . -

5 an +-

OM _._.__E

- H frerss

on or . H

i) e g

<0 o I

s 53 TR

OF =3 ot = 2

1 uf <

<] m_ joll m sssss 4 g

il S ; A

m o mw H =

I+ ujo 7 £ EEOogo

ofl == = = g
T} M [=X m (&

% 3 i = ) g .

Ol a1 E T 2 :

o|roJ7.A il _.LA._v o ._.u % g M :

Rl ol O ol 3 {3, 2

Ik 3o o2 & o & “is

o o sz @ n _ :

o K A 0o = 2 I,

B0 = Slar * ou S e

LS L X 3 o1 1

= ol *Fz A =< - ANERE 1,8

= N Dar © = celif oz 2o HEEE

n .LOO_| = = % o B OE £33 8% ¢

a1 wE K = Sliii fi.ifiied

RO LT 23 .

Mo ud ol {0l m_.E 10 £

K ot — 60 rH b

] ~ X s — [

J2 =N g =

= = ) 7.

By BYE R

S 2 of o =

= et d <

5 1© gl 51 o —_

¥ 1ol — KO ~N

Kio qu = _.Jo Ho Kk

of K N [ oju =

o _L < H . ﬂl_. “ z

N _._.__E + = - M

M © s M < @ W
~ 8 = . g

1 = or £ of ~ E 2

= 3 o N ®r KF. =

D= RO — - o 2

EW M B - 2 2

Ul ol . + & .

o 5 20 o K .=

_THo U En Ro =

ol o__._._ T — >

%0 37 o W o,

[0 &r o X .60,

.o |_._.._I.*O 0 ©

ok I Sk =

mhmlu ;o o -

ol =0 gy X0 - = T _

o % oo of IH = N - B B u,

- 5 & ] ot

Ko ~ << o




£HQIJHM E2: 28 1071X] Lean =7

Lean = #6.
70|l

F2%80|f: 70|H2 SH I Z2HES| £ 2 JH&55t=
N AR, CHefet A

g

=
ZOrOf M ZHRASHAI A= ACH ST M HRA0A St

M ELICE X112 710|H o] E0f 20{Z
RIQELICE AHOR =5 HES} 2 F T2
el S AL

_—

2|C{ 7E 70| T O] il i

M= 2atHol 24, FH S 20t 2
HS et

Project Today

Minitab Engage’

of= Ol =20| =| == Engage

210l ==0| &= Roadmap™s

Project Name:
Improve Drill Bit Manufacturing Process

Project Leader: Sponsor:

Bonnie Stone

Project Status & Progress

Status: Start Date:
In Progress a12m7

Project Health:

Green 7 .

Current Phase

Current Phase:

Kaizen - Day 3 = ﬂnnﬂ 4 5 C

Ready for Phase Gate Review:
Yes = Ready

Phase Data

Order Phase Name

Preparation Phase

Day 1 - Measure

Day 2 - Data and Analyze
Day 3 - Analyze and Implement
Day 4 - Finish Implementation
Day 5 - Pilot and Present

Event Clasure and Fallow Up

Start Date

B/28/2017
11207
941272017
/1372017
1472017
9/15/2017

2227

Methodology:

Kaizen Event

Due Date:
9/15/2017

Phase Gate Duration (days)
Review Date

9207

9zr2mT
913207
14207
155207
3182017

/292017
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Work Element Time Study

Project Mame:
Food Safety Process

Prepared By: Prepared Date:
Rebecca Trahan 3/20/2023

Process Details

Process:

The overall process is not efficient and we are losing orders because we cannot meet our guaranteed ship
date.

Typical Process Time: Typical People Count: Takt Time:

Work Element Table

Wark Work Element Description
Element

Bread Select and open bread roll
Apply condiments
Add meat
Add vegetables as selected

‘Wrap and package sandwich

Summary

Objective:
Improve overall process to make it more efficient to meet ship date for customers.

Conclusion:

Right now the overall process can take up to 299 seconds, which is unacceptable.
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Quick Changeover (QCO-SMED)
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Quick Changeover Analysis

Project Name:
Make Drill Bits

Prepared By:
Bonnie Stone

Workstation Details

Workstation or Equipment:
CNC grinding wheels

Referenced Workstation Instructions or Procedures:

Grinding wheel replacement

Changeover Information

Number of Distinct Parts Using the Workstation:
45

Number of Current Changeavers: Frequency:
10 PerDay

Run Size

Minimum Average Maximum
1 250 1000
Run Length

Minimum Average Maximum

5 82 18

Initial State

Prepared Date:

91972017 Work Activity Description

Element

Elapsed Time

Stop and safe CNC
Read WO and select grinding wheels
Remove grinding wheels
Replace grinding wheels
Adjust grinding wheels
Practice run
Inspect trial drill bit
Adjust grinding wheels if needed
Restart CNC
Tatal Time:
Baseline Internal Setup Times:

Baseline External Setup Times:

MENZ H| DBt 2

o= A

Improved State

Work  Activity Description Elapsed Time  Type
Element

Read WO and select grinding wheels 3 min ¥ External
Stop and safe CNC 30 sec ¥ Internal
Remave grinding wheels 2 min ~  lntemal
Replace grinding wheels 3 min ¥ Internal
Adjust grinding wheels 2 min *  Intemal
Practice run i Internal
Inspect trial drill bit Internal
Adjust grinding wheels if needed Internal
Restart CNC Internal

Total Time:

Improved Internal Setup Times:

Improved External Setup Times:

Net Reduction of Setup Time

Total Setup Time Reduction
Total Internal Setup Time Reduction

Type

Internal
Internal
Internal
Internal
Internal
Internal
Internal
Internal

Internal
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Lean = #9.
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Standard Work Combination Chart

Project Name:
Make Drill Bits

Prepared By: Prepared Date:
Bonnie Stone 9/19/2017

Summary

Process Step:
Prep

Takt Time: Total Accumulated Time: Units of Time:
10 40 Minutes

Conclusion:

Opportunity to perform a Waste Analysis on this process to eliminate NVA.

Work Combination Chart

Tirme

Minitab Engage’

Work Element Manual  Machine Walk Total 1.2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25 26 27

Deliver Materials and WO 7
to prep area

Assign to work center 9

Cut, Polish, Lathe blank to 23
order

Program CNC 26

Run CNC 40
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Waste Analysis by Operation

Minitab Engage’

Project Name:
Make Drill Bits

Prepared By:
Bonnie Stone

Operations that exist on a process map

[/ Open/close table

Overproduction

Operation/Process Step
Order Entry (Work Order)
Schedule WO

Prep for manufacturing
Mill Flute

Package

Transportation

Overprocessing

Excess Inventory

Prepared Date:
9/19/2017

Waste of Human Capital

=
3
£
2
5]
=
z
5
g
e
b
£
=)

2
3

m

Comments

Excessive order entry mistakes

WO and raw materials are incorrectly delivered
Excessive WIP

Excessive rework

Machinist packages
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