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1. Introduction

Background: Statistical Process Control (SPC) has a long success story in manufacturing operations. However, SPC is rarely used at warehouse level.
Objective: Exploit the warehouse data to identify possible issues in warehouse operations and develop management tools for process supervision and improvement.
Choice of Site: Distribution Centre Asia
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® Intensive human factor -> High potential in applying management tools
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Median Packing Time Per Box by Week
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4.3 Deliverables Package

® R program
o Generate box plot for operators
o Generate control charts for packing time and
fulfilment rate

® |nstruction Manual
o How to use the program
o How to make changes to the program

R program user interface in showing control chart R program user interface in showing box plot
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5. Conclusion & Possible Continuation
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improve human operator’s performance. 5.3 Analysis on other station processes
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®* Implement real time data collection Nicolas, Ng Chon Beng, Pang Yuwei

® Analyse utilisation and identify bottleneck station



