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HPM Group
Identified Priorities

The purpose of the High Performance Manufacturing
Strategic Focus Group is to:

1. Establish an active HPM network amongst Manager and
Shop Floor Personnel

2. Share Continuous Improvement Best Practices
3. Establish interactive and productive plant tours

4. Develop a HPM Tool Kit



HPM Group
Networking Event

The HPM Group met for a Lean - Informal Networking event
at the Cat & Fiddle in Cobourg on November 18, 2015.

Action Items Included:

1. Guest Speaker, Tara McDonough, who provided an
overview of Lead to inform both new and experienced

lean practitioners.

2. Established an active HPM Linked!
3. Development of a framework for E

n networking group.
[PM Group Plant

tour/site visits to collectively reso
site issue and share best practices

ve an identified on-



HPM Group
15* Workshop — CpK Interior Products

CpK Interior Products hosted the 15t HPM Workshop on May
18, 2016. The workshop was used to focus on:

 The company’s continuous improvement journey

* The sharing of best practices

* Resolution of a problem/loss in the Plant

The half day workshop consisted of employees from
Chem-Ecol Custom Plastics

Sabic Untrack
ESCO Canadian Resin Recovery



Objectives

1. Understand the foundation of CpK Interior Products’ lean
system (World Class Manufacturing)

2. Review the Injection 11 process for their Dodge and
Chrysler Instrument Panel Retainers.

3. Identify improvements on the line to reduce the time it
takes to process a part and to reduce the labour
requirements



Workshop Agenda

May 18th, 2016

Start

End

Duration

Activity

8:00 8:20 0:20 Safety and Cpk Interior Products Plant Overview
8:20 8:35 0:15 World Class Manufacturing (WCM) Overview
8:35 8:45 0:10 7 Steps of Focused Improvement

8:45 9:05 0:20 Injection 11 - Floor Exercise

9:05 9:15 0:10 5W1H Exercise

9:15 10:15 1:00 3M Analysis Training and House Building Exercise
10:15 10:25 0:10 Step 2 of a Kaizen

10:25 10:35 0:10 Step 3 of a Kaizen

10:35 11:30 0:55 Step 4 of a Kaizen

11:30 11:45 0:15 Step 5 -7 of a Kaizen

11:45 12:00 0:15 Wrap Up

12:00 12:45 0:45 Lunch and Open Discussion

High Performance Manufacturing
Strategic Focus Group




Agenda

				May 18th, 2016

		May 18th, 2016		Start		End		Duration		Activity

				8:00		8:20		0:20		Safety and Cpk Interior Products Plant Overview

				8:20		8:35		0:15		World Class Manufacturing (WCM) Overview

				8:35		8:45		0:10		7 Steps of Focused Improvement

				8:45		9:05		0:20		Injection 11 - Floor Exercise

				9:05		9:15		0:10		5W1H Exercise

				9:15		10:15		1:00		3M Analysis Training and House Building Exercise

				10:15		10:25		0:10		Step 2 of a Kaizen

				10:25		10:35		0:10		Step 3 of a Kaizen

				10:35		11:30		0:55		Step 4 of a Kaizen

				11:30		11:45		0:15		Step 5 -7 of a Kaizen

				11:45		12:00		0:15		Wrap Up

				12:00		12:45		0:45		Lunch and Open Discussion
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Logistic references

		

		May 18th, 2016

				Persona da contattare
(nome e nr. cellulare)		Contact person
(name and mobile number)		John Saunders -- WCM Plant Lead 
Cell 1-905-375-8473

Greg Hazelwood, Plant Manager
Cell 1-289-356-6457

				Autista che effetuerà i trasferimenti
(nome e nr. cellulare)		Driver, for transfers
(name and mobile number)		Matt Zimmerman -- WCM Assembly Lead --                            1-519-987-3234

				Indirizzo completo del plant		Complete plant address		CpK Interior Products Port Hope Operations -- 128 Peter Street, Port Hope Ontario, Canada L1A 3W4

				Hotel suggerito
(indirizzo, tel, fax, e-mail)		Suggested hotel
(address, tel, fax, e-mail)		The Waddell Hotel
Port Hope, Ontario
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7 Steps of Focused
Improvement

Select Project

Team

Follow-up and
Horizontal

Benefit/Cost Expansion

Analysis

&
. Check and Monitor Results

- é Implement Solutions
o é Root Cause Analysis
ﬁ Set the Target

Describe the System

Define the problem
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Why Are We Here?
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Building a Project Team

As a Project Lead why would you need to build a Team
to attack your project?

1. Bring knowledge to the project
Bring experience to the project

Facilitate Data collection (Generally a good Team Leader function)

Roles and responsibilities in the facility

Spreading of knowledge

AN S o

Development




Make a list of Tools/Skills/Knowledge you need to attack
the problem

Working with People Development pillar assess your
abilities /knowledge of the required tools. We do this using
radar charts.

Working with People Development pillar understand if the
gaps present are in skill (gained through application) or in
knowledge (gained through self study or formal training)

Develop training plan (if required) and begin to select
Team Members.
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Training the Team to
Increase Knowledge

3M Analysis
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3M — MURA - Variation/Unevenness

Mura can only be i by studying the o and looking for
differences. The best way to identify differences is through video analysis.
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Knowledge Check
Muda is all about?
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100%
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Exercise Review

Team 1= “Instruction”

Join four (4) large posts o four balls 1o form a
square base,

~

Attach four (4) large posts vertically to each
comer of the base.

Apply two (2] tarps to opposite sides.
ssemble. four {4) bals to the vertical pests.
Take twa (2) smaller posts and attach a ball in
the middle and join 1o sides. Repeat.

Take four {4) small posts, assemble to ach
comer angling them towards the apposite
side.

Apply two (2} raof tarps.
Attach a ball (1) 1o the two (2) angled pasts to

o vaw

o

Teke twe (2) small posts and join them with a
ball. Secure this to the two (2} inner balls to
complete the roof.

©

™
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Importance of Defining
the Problem

]
Problem vs. Phenomenon

Problem: A deviation or gap between what is observed and what is
desired.
Phenomenon: An abnormal condition producing the problem

When you go home tonight you find your window broken. You
walk into the house and find a baseball in the middle of the floot.

What is the problem? What is the phenomenon? What is the root
cause?
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Importance of Defining
the Problem

S5W1H Analysis Sheet

Initial Dascription of the Problam:
NVAA on the Injection 11 (LX/LD Retainer) = Mot Optimal Layout & Tooling Design Weakness.
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‘What Material was being ubed? What size? A/B Assembly station. and an AB Rivetor. The process is
aparated by two peapke
* When gis the problem eccur? Whee in the sequence of The non-valse Bdded actilies ke piace afor the par Comes
When | operstion; stanup, contmuaus runmng. intermintens problem, | o e ingection press.
shutdewn. changeover?
* Where did vou see the problem? Where on the equipmant or | HVAA acihities occurring within the opersting procedurs on the.
Where | materal did vou see the problem? degator, A8 assembly, and the rveter.
* Wha does it aliect? Demryone? Or o it less of & probiem for added actvities erat
Who | some indeadusls or tesms? (f 4, what indo can thay after?) s | S fne, 8 Sme is wisted walking, rewocking, and o
skl retated? CompoRRnts in & non-optimal manne
* Whith tremd or pattern does the probleen have? £.g. Is the 1 piace when Inecton 11 & running the LG
problem mare frequent on Menday mormings? After a change- | and e LD Rotninars, which require 2 oparators i compietn e
WWhich | ovee? Or is o random i rature? Which direction does the tnsks. It is an i running
problem haggen in? (Nete: Net many sroblen are truby
randomi}
* Hiowe i3 the shate of the squisment changed from the aptimal? | Thi S1050 &F e SqUIPMBRE has nol Besn ARGARd ARCn pul 90
HOW | How many times does the probles secur? praauston
Revived Description of the Problem:
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Root Cause Analysis and
Identification of Countermeasures

Problem | Potential -
Countermeasure. Problem | potential
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EHS — Environmental/Health & Safety
HR — Human Resources

% NMA EHS Focus Group NMA Human Resources
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