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BLEM DEFINITION AND OBJECTIVES

Cummins has always been striving for continuous improvement to ensure orders can be shipped on time while ensuring quality and workers’

safety and welfare. However, substantial wastes remain pervasive in the processes. This project concerns the operation at three main areas:

i) Packaging Area (PA) i) Inbound Area (IA) iii) Outbound Area (OA)

1. Packs parts in Cummins corrugated boxes 1. Receives goods 1. Receives orders

2. Puts away for Outbound team to pick once there 2. Sorts the goods according to size 2. Picks the orders
\__isanorder 3. Stores sorted goods in the warehouse 3. Checks and packs the picks

METHODOLOGY

Lean Six Sigma

« Define project opportunity

* Measure current performance

* Analyze opportunity and determine solutions
* Improve process by implementing solutions
+ Control and monitor process performance

Inventory Management
+ Create a purchasing plan to ensure items are available when they are needed
(neither too much nor too little is purchased)
( Keep track of existing inventory and its use
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Objectives
* To understand and evaluate the current
process performance at the main three areas

* To implement sustainable initiatives to assist
Cummins in streamlining the processes and
increasing efficiency at the three main areas

J

P oo Swemien > e > g S _conror 3

Human Factors Engineering

* Consideration of human
capabilities and limitations to
warehouse environment desig

 Applicationimproves ease of
movement and shorten walkin
distance, thus reducing fatigue

Kanban System

Observations

Time Study CHECK Audit

ANALYSIS AND RECOMMENDATIONS
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* Monitor the demand for various corrugated boxes on a daily basis
* Build closer ties with suppliers so that lead time can be minimised and orders at or approximately equal to
Economic Order Quantity (EOQ) can be made instead of ordering at minimum order quantity
« Continue having both internal and external audits to critically examine the processes
* Establish an estimation for holding cost, setup cost, and shortage cost
(Encourage associates to identify potential improvement opportunities and provide regular feedback to supervisors
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