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Super-Welder Uprite Weld Rip Test
Failure Reduction Project

Have you seen this process in action?
It’s not the best tool for every situation, but under the right circumstances, here’s how it can bring significant

savings!
$ 1.08M in Savings after 10 Weeks!!

The Project...
The Problem: Client was having to rework/reweld 25% of a specific product, costing unnecessary labor and welder time for the rework, but also taking production
time from the welder doing the rework. It was also resulting in late / missed deliveries.

The Approach...Planning for Success...

The Project: Putting together a cross-functional/level team, led by
Engineering, Create a Charter, and apply Lean Six Sigma protocol (DMAIC),
and key tools / methods to conduct a detailed RC/CA (Root Cause/Corrective
Action) process.

The Lean Six Sigma DMAIC Method

DMAIC (Define, Measure, Analyze, Improve, Control) steps enable a
comprehensive RC/CA process, and enables optimizing critical factor
performance to achieve overall performance goals. A Project Plan (Gantt) is
also essential to ensure the project stays on track coupled with a project
charter assures the agreement between all stakeholders on what needs to be

accomplished.

The primary goal
is to precisely
outline the
problem, establish
project scope, and
set project
objectives, laying
the foundation for
improvement
efforts.

Data collection
and analysis are
performed to
quantify the
current state of
the process and
provide a baseline
for further
evaluation.

Data is deeply
examined to
pinpoint root
causes and
contributing
factors that
explain
performance
issues.

A focus on
developing and
testing solutions

to address

identified root
causes, striving for
process
enhancement.

Mechanisms and
procedures are
implemented to
maintain
improvements
and prevent
regression,
ensuring
sustained success.




Assessing, Measuring the Problem...

Characterize/Stratify the rip test failures by welder, material, current settings, date/time,
operator, tip wear, etc., looking for relationships, trends and possible correlations

Drilling Down... Setting up for the Des:gned Experiment...

(Materlal Issues, and calculating CE
(Carbon Equivalent)...
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Considering all sources of variation — The Ishikawa (Cause & Effect) Diagram

From the team, identify CNX (Constants, Noise, Variables) sources for variation,
determine priority to dive deeper, see if any are JDI (just do it) or require more analysis
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Results... Applying the DoE settings...

The results of the DoE were atypical, in that the 10 cycle ramp overshadowed the other two variables. A t-Test was applied, to verify significance of the difference in rip weld failures.

DoE Conduct - Sequence Plan

Wi . » Several pallets of side rails that were ‘on-hold — deemed unweldable’ were then welded with the new settings. Results are shown
ith 10 cycle ramp, and without

below, 100% passed, all material was recovered.

39 || Mean=2.2

§ 29| sD=1.85 "On-Hold" Side Rail recovery - After DoE Settings applied - This material was rejected as unwelds
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/ o ; o * Once all welders are aligned with new alignment tool, in both X & Y Axis, this should drop further.
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The Resullts...

* Reduced from 25% baseline uprite rework to sustainable 3% or less

 Total Cost & lost sales Avoidance for remainder of 2023: $1.08M
* Improved On-Time Delivery over 25%
* Annualized Savings of $2.4M




Here’s an inspiring case study that underscores the undeniable impact the Six Sigma methodology can have when paired
with i3 Consulting's expertise.

In a world where efficiency and cost-effectiveness reign supreme, it is imperative to seize opportunities for savings and
improvement. Our recent Six Sigma project, conducted in collaboration with an esteemed manufacturing client, not only
showcases our commitment to excellence but also presents a compelling testament to what can be achieved when the
right expertise meets a well-defined challenge.

This case study reveals that we helped our client save a staggering $1.08 million through a meticulously executed Six Sigma
project. Now, you might be wondering how this could apply to your organization. The answer is simple: i3 Consulting
stands ready to guide you on a similar journey towards success. We bring proven expertise in Six Sigma methodology, a
track record of delivering tangible results, and a commitment to partnering with you every step of the way.



Our call to action for you today is this: seize the opportunity to transform your organization. Let's embark on a journey
together, where data-driven decisions and process excellence become the pillars of your success. Imagine the possibilities
when you harness the power of Six Sigma with i3 Consulting's guidance. Together, we can unlock savings, enhance

efficiency, and propel your organization to new heights.

Don't miss out on the chance to achieve remarkable results, just as we have with our esteemed client. Contact us today,
and let's begin shaping your own success story—one where substantial savings, operational excellence, and increased

customer satisfaction are not just dreams but a tangible reality.

Thank you for your attention, and we look forward to partnering with you on your journey to excellence!
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Phone: 307-316-4656
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