Increase Capacity with Floor Layout and Lean Workflow For Hupp Aerospace
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HUPP Client Background: Problem Statement:

9 @ ﬁll[l. m e Client for electrical wire harnesses and kitting solutions.
v’ 2P ® Primary constraint: in manufacturing bays.
Aerospace company Provider of tailored kitting Recently expanded into a new Current production line is .
HUPD T y founded in 1997 located in  solutions and wire harnessing business of manufacturing 301 kits annually. e Client
e New Haven, Indiana. services to industries and electrical wire harnesses. ® Requires 5k to 10k for B Bay.
- government.

Current State System Model:
- - o Fig.2: Current Flowlink Model Process Diagram Fig.3: Current floor plan with workflow
/D \ /’ /l—l \ /_\ /" = Make the files
[ = \ ( oeeak= | | \ = S N Order for the laser o GVEIERES
- EQL & o ' | — B B T remted T OFFICES
S— —l/ flow
= N4 < == B | lysi
Harness_ing - % Bhlinecdas Ana YSIS:
Profclig\jzvtlon E E —— unpurchased - 45 [ 45 -
P su wires !
[ DATA ACCESS j L SYSTEM MODEL) QUALITATIVE ( FLOOR LAYOUT j MATERIAL 2 : ® Ba B |S ﬁ_ 19
i N — h ANALYSIS z ) > HANDELING | Y | o I
« Bay « Developed ~ . Applied : . ~ o f : j
lled suremieD s flowlink * Werkilow Fig.3 relationship » Determined MH ZE Feh . running one W Comell
. . ° 1 . . ba Sed on 4 g kits product 8
« Current " diagram Flg.ZJ L ROl Fig.4 ) chart Fig.1 to . = month ahead . H
workflow flowlink, floor ! Q S ; >
N J produce new ready to be Pack I Of Ba C > ~—l| ¢ <
‘ ' : layouts and % used kitting e s kit parts stored y . ‘ 3
Iayo uts Fig.5 & ¢ bilit 2 b reqwi:(;?nl:ttmg Fnuing Bins . —— -
: easIiDIlIty pulling bins ®
 Fig6 )\ ) Wire | ‘ Congestion on .
1 i Automated Automated
| h h b f k d h Harges:.mg 2 Laser printing f_' wire cutting |, laser marking Bay A Es | P Y
Fig.1: CORELAP Relationship Chart between processes for kitting and wire harnessin proauc 'On—> @ and e Athg of _ e e Haes : : Shisecki pomon Hor 6 b4
: P P s © : e / M acing inventory with o
From To Chart Picking Packing Inventory |Quality Assurance| Wire Harness Process | Wire Cutting Process | Shipping TCR Placement Sequence o : 1 : W| re 50 ~ 19g
Picking (JIT) 0 2 2 0 0 2 0 6 1 Kitting
Packing 0 0 2 0 0 0 2 3 Packing : RS harnessing
Inventory (Warehouse) 0 0 0 1 2 3 2 Production ° . ;
Quality Assurance 0 1 I 2 = - ' ® Lag N Bay C
Wire Harness Process 0 2 0 2 6 - | Errors and Kits
5 Failed E11O2 s : USE/ SHIPPING/ QUALITY
Wire Cllttil‘lg Process 0 0 0 ] é identifi(i:(ati‘?)n? verifigation’t? Failed p rOd u Ct I O n .
Shipping 0 0 5 roral wvement for
asse asse one PRS
’ JP d P d 5,0 {‘_}
E Product |
% shipped
o o o
Discussion and Analysis: Results:
Fig.4: ROI : L. : :
Fig.5: New Suggested Additional Space Layouts Fig.6: New Suggested Reorganized Layouts

Impacts:

Wage cost difference at 17$/h for different
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