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Production Improvement of Hot Platen Based on Lean Six Sigma

JIANG Yanwu,FAN Jinhui

(School of Mechanical Engineering, Donghua University , Shanghai 201620, China)

Abstract ; Hot platen is the core product of wood-based panel machinery, which affects the product quality of the overall

production line. Aiming at the problems of low on-time delivery rate of wood-based panel machinery industry core

product heating plate and unbalanced production workloads,

DMAIC process from Lean Six Sigma was used to define,

measure, analyze, improve and control the problems existing in the hot platen production process,and made a series of

targeted measures. After optimizing, delivery time was improved from the initial 47. 1 days to 35. 6 days, with a

reduction of 24.4% , which could meet the customer’s requirements for the delivery time of hot platen . It is proved that

Lean Six Sigma is applicable in the wood-based panel machinery industry with the characters of non-standard and single-

piece small batches, which has certain significance to other companies in the same industry.

Keywords ;: wood-based panel machinery ; Lean Six Sigma ;value stream mapping;layout optimizing ; Flexsim simulation
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Table 1  Work time of each process
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Figure 1  Value stream mapping of hot platen
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Figure 2 Work time of each process

k2 AWML

Table 2 Man machine operation analysis
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Figure 3 Workshop current layout
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Table 3 Man machine operation analysis

after improvement
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Figure 4 Workshop layout after improvement
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Table 4  Production time of hot platen before and

after improvement
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