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Asahi India Glass LimitedAsahi India Glass LimitedAsahi India Glass Limited

THE OCEAN
Team

Welcomes You All to 
HCI Suppliers Club National 

Kaizen Competition
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ASAHI INDIA GLASS LTD.

Bawal-Automotive Glass Plant

❖ Established in 1985, Production Started in 1987.

❖ Production Capacity:- 2.5 million sets / year, 1 Set-7 Glasses. 

❖ Total Manpower:- 1803 no’s 

❑ COMPANY INFORMATION

❑ Products ❑ AIS Auto - Customers

❑ AIS (Auto) Journey Towards Excellence

➢ Latest Achievement:- We Won Gold Award in ACMA Manufacturing Excellence Award

Our vision – SEE MORE
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• Kaizen Theme: To Eliminate the rejection (CULLET MARK) on I-94 
• Month of Implementation :- June 2024

Productivity
Quality
Cost
Delivery
EHS

Quality

Name: Mr. Sonu Kumar
Department: Production 

Name: Mr. Bijender
Department: Production 

❖ CFT Formation: 
1. Mr. Sachin Saini
2. Mr. Sonu Saini
3. Mr. Bijender Kumar
4. Mr. Rohit (Maintenance)
5. Mr. Rajkumar Attri (Electrical Maintenance)

PROBLEM DEFINITION

CULLET 
MARK

The small pieces of glass that sticks or strikes to 
glass surface and create distortion are known as 
Cullet particles (Pieces of Broken Glass stick to OK 
Glass).

REJECTION OF GLASS 

Appearance NG

DELIVERY OF GLASS

EFFECT

Awards Won

1. AIS Internal Quality Circle 1st Runner Up – 2023

2. AIS Internal Kaizen Competition Winner - 2024

TEAM 

THE OCEAN
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Concerned 
Area
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Inference :-
• SPB is highly contributor in PP to FG rejection .
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I-94 Module Wise Rejection June'24
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PP PR Bending

Inference :-
Cullet is top contributor

Analysis of Problem

Gap -3.88%

Gap -3.36%

728

369

228 103 90 49 27

4
6

%

6
9

% 8
3

%

9
0

%

9
5

%

9
8

%

1
0

0
%

0%

20%

40%

60%

80%

100%

0

200

400

600

800

C
u

m
m

. %

R
e

je
ct

io
n

 in
 P

cs

Defects

I-94 Rejection Pareto (June'24)

Freq. Cumm. %



6 of 16Quality

Man

Material
Method

Cullet

Machine

Duct not covered

Blast Head breakage

Untrained Operator

SOP not followed

Skill of operator

Moisture in glass

Raw glass hardness

Sludge in water

Glass Material NG

Coolant NG

Cause & Effect Diagram for Cullet Mark :-

SOP for cleaning 
not defined

Load wrong recipe 

Glass loading method NG

Glass load from wrong surface

Glass position change at press

Glass position change at blast head

Glass hit press stopper

Cooling conveyor roller damaged

Blast Head Nozzle block

Fragmentation NG

cvCullet Particle fall in 
Cooling conveyor

Cullet Particle after 
breakage fall in Blow 
off Duct

Glass breakage due 
to Crack

Crack in Glass

Air Pressure low

Glass Temp. Low at Press

Cullet stuck in Blast Head 
Nozzles
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S.No Potential Causes Validation 
Method

Specification Actual Judgement

1. Glass hit Press Stopper Gemba 660 mm at P1 320 mm & Glass Crack Invalid 
Cause

2. Cullet particle after breakage 
fall in blow off duct

Gemba No Cullet particles in 
Blow off Duct

Cullet Particles found in Blow off 
Duct

Valid Cause

3. Blast Head Nozzle block Gemba Air should pass through 
each nozzle

Nozzle condition found OK Invalid 
Cause

4. Glass position change at blast 
head

Gemba Glass not rotate at B/H Glass rotate at Blast head & break Valid Cause

5. Glass hit press stopper Gemba As per standard Observed glass at required position Invalid 
Cause

6. Cullet Particles fall in Cooling 
conveyor after Glass breakage

Gemba Should not worn out All roller found in good condition . Invalid 
Cause

7. Inadequate temperature Gemba As per program As per operating condition Invalid 
Cause

8. Fragmentation NG Gemba As per program As per operating condition Invalid 
Cause

Valid Cause- 2  Invalid Cause-6
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PROBLEM: Glass breakage issue due to Glass position change & causing CULLET MARK issue.

Why 1 Why the Glass breakage happed at quenching ?

Ans. 1 Because  hit with hard site of blast head .

Why 2 Why glass hit with hard site of blast head ?

Ans. 2 Because glass position shift while glass lift up by bottom B/H .

Why 3 Why glass position shift while glass lift up by bottom B/H ?

Ans. 3 Because air flows continuously from upper blast head .

Why 4 Why air flows continuously from upper blast head ?

Ans. 4 Because blower damper install much far .

ROOT CAUSE: Damper position far from blast head .

ROOT CAUSE - 01 SUGGESTED ACTIONS REMARKS

Nozzle not as per 
standard

Can we reduce the air pressure ? Fragmentation will be NG .

Can we change the location of 
blower damper ?

Yes it can be done 

WHY - WHY Analysis of Cullet Mark

Cullet mark which generated due 
to glass breakage.
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Before: After :-

Bottom B/H

Upper B/H

Q/R

Damper

Glass rotate due  
because air exist in 
pipeline after 
damper close.

Bottom B/H

Upper B/H

Q/R

Damper position 
changed(No Air 
in pipe line)

1.5 mtr

1.5 mtr

Air remains in duct due 
to position of damper far 
from required position

Blower Damper Position Change

Generation 
Eliminated

KAIZEN NO. :- 01
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BEFORE KAIZEN

Photograph/Video

AFTER KAIZEN

Before status:

➢ Previously damper location was at 12 meter distance so glass rotate in 

B/H

Photograph/Video

After status: 

➢ Now damper position changed from 12 meter to 1.5 meter and now no 

glass position changes

Benefits- Reduction in generation of Cullet. 

Implementation Date :-04-06-24

12 Mtr.

Damper 

1.5 Mtr.

Damper 

KAIZEN NO. :- 01
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PROBLEM – Generation of Cullet Mark.

ROOT CAUSE 01 Suggested action REMARKS

Blow off duct fins 
are open

Reduce the Blow off Pressure
Cannot meet the glass blow 
up properly.

Provide mesh on the fins of 
Blow off Duct

Accepted


Ans. 1 Breakage cullet particles hitting the glass.

Why. 2 Why Breakage cullet particles hitting the glass?

Ans. 2 Because Blow off duct sending the cullet particles on glass.

Why 3 Why Blow off duct sending the cullet particles on glass?

Ans. 3 Because there were cullet particles present inside blow off fins.

Why .4 Why there were cullet particles present inside blow off fins?

Ans.4 Because blow off fins are open. 

ROOT CAUSE:- Because blow off fins are open.

Design weakness in Blow off duct
Cullet blow up & hit with glass . 

WHY - WHY Analysis of Cullet Mark
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BEFORE KAIZEN

Photograph/Video

AFTER KAIZEN

Before status:
➢ Earlier at I-94 blow off station , Cullet enters the blow off fins as no 

coverage provided.

Photograph/Video

After status: 
➢ Now we have added mesh (Mesh Size- 4X4 mm) over the fins to stop 

cullet entry into the fins of Blow off duct.

Benefits- Reduction in generation of Cullet. 

Now glass length increased from 
838mm to 923 mm ( 85 mm)

Duct fin open area , so 
the cullet enter the fins

Now fins are covered with 
mesh to stop cullet from 
entering the fins of the duct.

Implementation Date :-05-06-24

KAIZEN NO. :- 02
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BEFORE KAIZEN

Photograph/Video

AFTER KAIZEN

Before status:
➢ Earlier at I-94 Cullet Cleaning done using broom inside of cleaning duct, 

so small particles are left behind

Photograph/Video

After status: 
➢ Now we have provided Tray for collection of cullet & cleaning.

Benefits- Reduction in generation of Cullet. 

Tray provided foe 
collection of cullet & 
cleaning.

Cullet Cleaning done using broom 
inside of cleaning duct, so small 
particles are left behind

Implementation Date :-04-06-24

KAIZEN NO :- 03
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Result Monitoring

Pls tick         the benefits in below heads

Cost Saving :-
Total cost of glass including RG & Processing Cost :- Rs.375/- 
Glass Saving Per Month = 875 pcs
Total glass save per year :- 10500 pcs
Revenue per year by saved glass :- Rs. 39,37,500 /-

Cost Saving excluding  investment :- 38,85,641/-

Cost Investment  :-

Cost of Damper Relocation - 36870/-
Cost of Mesh : Rs. 13789/-
Cost of Tray : Rs. 1200/-

Total cost investment:- 51859/-

Saving :- Rs. 38,85,641/- 

Project 
Started

Target 
Achieved

Cost Summary :
Target – 0.3 %
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Standardization :-

Pls tick         the benefits in below heads

Horizontally Deployed in AIS-Chennai & AGC Thailand.

Sign.

Standardisation 

1. Engg. Drawing.

2. Job Standard

4. Training Document

5. Safety Documents

6

7

MP Information Sheet
Improvement Theme:  I-94 Furnace SPB Tool provided Tray for collection of cullet & 

cleaning.

Date: 04/06/2024

Completed By: R&D

Cause: Cullet Tray NA
Equipment Name: I-94

Pillar Name:Jesu Hozen

Section: AFX&VT Plant

Members of Steering Committee Target of Improvement Effect: Cullet particle stuck in Glass during 

Quenching.

1)Devender Singh 1. Maintainability

2) Mahesh Namdev 2. Operatability

3. Safety

3) Kuldeep Kaushik 4. Economic Viability

5. Flexibility

Description of Improvement required

If approved by Steering Committee encircle the appropriate detail in each column

Classification Cause Implementation Priority Concern Department

1. Change in design 1. Design failure 1. Must 2. Mechanical Maint.

2. Change in operation 2. Less process  capability 2. Desirable 2. Production.

3. Change in mechanical 4. Assemblly defect 4 4. NMD

4. Change in raw material 5 5 5. R&D

5. Change parts 6 6 6

6. Others 7 7 7

Remarks:

Plese tick(w) if the improvement can horizontally deploy on below listed departments

For use in I-95 Furnace.

Route of Approval

Originator Approver(HOD)

Yes

Steering Committee

Accept

Registration Code:

No Reject

Sign.

Standardisation 

1. Engg. Drawing.

2. Job Standard

4. Training Document

5. Safety Documents

6

7

MP Information Sheet
Improvement Theme:  I-94 Furnace SPB Tool we have to shift damper duct position. Date: 04/06/2024

Completed By: R&D

Cause: Wire Mesh added on Blow-off Duct
Equipment Name: I-94

Pillar Name:Jesu Hozen

Section: AFX&VT Plant

Members of Steering Committee Target of Improvement Effect: Glass position rotate during quenching 

at Blast Head.

1)Devender Singh 1. Maintainability

2) Mahesh Namdev 2. Operatability

3. Safety

3) Kuldeep Kaushik 4. Economic Viability

5. Flexibility

Description of Improvement required

If approved by Steering Committee encircle the appropriate detail in each column

Classification Cause Implementation Priority Concern Department

1. Change in design 1. Design failure 1. Must 2. Mechanical Maint.

2. Change in operation 2. Less process  capability 2. Desirable 2. Production.

3. Change in mechanical 4. Assemblly defect 4 4. NMD

4. Change in raw material 5 5 5. R&D

5. Change parts 6 6 6

6. Others 7 7 7

Route of Approval

Originator Approver(HOD)

Yes

Steering Committee

Accept

Registration Code:

No Reject

Remarks:

Plese tick(w) if the improvement can horizontally deploy on below listed departments

For use in I-92 Furnace.
MPIS sheets for New SPB Module.

Date : Shift : J/C ……………………………………………………………………..To …………………………………………………………

S. No. ITEM CHECKING POINT STANDARD CHECKING METHOD Decision 
Remarks By 

Tooling 
Surface Should be smooth Check with the hand feeling

(सतह ) (Smooth  होना चाहहए) (हाथो से छुकर चेक करे  )

Vacuum Pipe Should not damaged Check with the hand feeling there is no leakage in pipe

(वैकू्यम पाइप ) ( Damaged नह ीं होना चाहहए) (हाथो से छुकर चेक करे क  पाइप में कोई ल केज न हो )

1. No dust or cullet particle should be on the cloth

(कपडे पर कोई डस्ट और कुले्लट पाहटिकल न हो )

2. Cloth should not be torn

(कपडा फटा हुआ न हो )

Cloth loseness No Looseness ( Should be properly tight) Tighten it with the help of clamp & check looseness with hand feeling

(कपडे का ढ लापन ) (कपडे में ढ लापन न हो ( कपडा TIGHT हो )) ( Clamp क  सहायता से टाइट करें  और हाथो से छु कर चेक करे क  कपडे में ढ लापन न हो )

All Nuts & Bolts Should be tight Check by hand , Bolts should be tight

(सभ  नट्स और बोल््टस ) (Tight होना चाहहए) (हाथो से छुकर चेक करे क  Bolt  ढ ला न हो)

Pre- Forming Roller sleeve No sleeve damage & properly tighten Check visually

(प्र  फॉहमिंग रोलर स्ल व्स ) ( स्ल व्स Damaged नह ीं होना चाहहए और टाइट हो)  (Visually चेक करे  )

Pre- Forming Roller chain & bearing Should be properly tight & well lubricated Check by hand, bearing & chain should move smoothly.

(प्र  फॉहमिंग रोलर chain & bearing ) (Tight और well lubricated होना चाहहए) (हाथो से छुकर चेक करे क  Bearing  और Chain सरलता से Move करें  )

No. Of Pre- Forming Roller As per model specific As per Job Standard (PD/PN/JS-21)

(प्र  फॉहमिंग रोलर क  सींख्या  ) ( Model के अनुसार ) ( Job Standard (PD/PN/JS-21) के अनुसार )

Quench ring Thread No damage & No cullet Check visually there should not be no cut /Cullet & should be properly tight.

(Quench ररींग का  धागा   )
( Damaged नह ीं होना चाहहए और कुले्लट पाहटिकल नह ीं 

होना चाहहए)
 (Visually चेक करे हक धागा कह ीं से कटा हुआ तो नह ीं है   )

Alighnment level Alighnment should be equal on both side Check on the surface plate

(पींक्ति लगाने का काम) (पींक्ति दोनोीं तरफ से बराबर हो ) (Plate सतह को Check करे )

Nut & Bolt Should be properly tight Check by hand 

(नट्स और बोल््टस ) (Tight होना चाहहए) (हाथो से चेक करे )

Quench ring Pneumatic Pipe Should be properly tight & well lubricated Check by hand 

(Quench ररींग हवा क  Pipe) (Tight और well lubricated होना चाहहए) (हाथो से चेक करे )

Quench ring Teeth/Chip level Not touch with the glass Put the glass on quench ring and check visually.

(Quench ररींग Teeth/Chip लेवल ) (Glass से Touch न करे)  (Glass को Quench ररींग पर रख कर Visually check  करें  )

Cleaniness No cullet inside the blast heads Check the cullet in between blast head nozzles with torch there should be no cullet

(सफाई ) (Blast head के अींदर कोई कॉलेट न हो ) (टोचि क  सहायता से यह सुहनहित करे क  Blast Head में कोई कॉलेट ना हो) 

All Nuts, Bolts & bearings Should be tight and well lubricated Check visually all bearings should move smoothly

(सभ  नट्स,बोल््टस और बेअररींग  ) (Tight और well lubricated होना चाहहए) (हाथो से छुकर चेक करे क  Bearing  सरलता से Move करें  )

Holes No damage See the blast head nozzles with the help of torch

(Holes) ( Damage नह ीं होना चाहहए) (टोचि क  सहायता से Blast Head Holes का हनररक्षण करें  )

Strip Felt No Damage See the blast head nozzles rubber cap with the help of torch.

(नोजल रबर कैप ) ( Damage  नह ीं होना चाहहए) (टोचि क  सहायता से Blast Head नोजल रबर कैप का हनररक्षण करें  )

Hose pipe No leakage Check manually for leakage 

(होज पाइप ) (ल केज न हो ) ल केज के हलए Manually चेक करें )

B2 catcher cart covering Proper cover with the cloth Check visually

(B2 catcher cart क  covering) (कपडे से अच्छ  तरह ढका हो )  (Visually चेक करे  )

Blow Off Cleaning tray Take trayout & empty in cullet tank  Check Visually 

Blow off mess condition No wear & tear Check visually 

Surface Should be smooth Check with the hand feeling 

(सतह ) (Smooth  होना चाहहए) (हाथो से छुकर चेक करे  )

Surface Of the cloth No dust or cullet particle should be on the cloth Check the surface of the cloth with hand feeling

(कपडे का सतह) (कपडे पर कोई डस्ट और कुले्लट पाहटिकल न हो ) (हाथो से छुकर चेक करे क  पाइप में कोई ल केज न हो )

Cloth looseness No Looseness ( Should be properly tight) Tighten it with the wire & check looseness with hand feeling

(कपडे का ढ लापन ) (कपडे में ढ लापन न हो ( कपडा TIGHT हो )) ( Wire क  सहायता से टाइट करें  और हाथो से छु कर चेक करे क  कपडे में ढ लापन न हो )

All nuts & bolts Should be tight Check by hand, Bolts should be tight

(सभ  नट्स और बोल््टस ) (Tight होना चाहहए) (हाथो से छुकर चेक करे क  Bolt  ढ ला न हो)

Bending ring centering stopper No damage Check visually 

(बेक्तडींग ररींग सेंटररींग स्टॉपर ) ( Damage  नह ीं होना चाहहए)  (Visually चेक करे  )

Bending Ring centering stopper movement Movement should be smooth Check Manually

(बेक्तडींग ररींग सेंटररींग स्टॉपर क  Movement) ( Movement Smooth  होना चाहहए)  (Visually चेक करे  )

After Repair Good   ∆

Good (No problem)  ⃝ S/I Sign

Blow Off5

Evaluation

No Good(Need To repair) X

PD/T3/CK-812

5 Bending Ring

Surface Of cloth (कपडे का सतह)
Check the surface of the cloth visually

 (कपडे का सतह को Visually चेक करे )

Tooling Person Sign.

I-94 NEXT MODEL TOOLING CHECK SHEET SPB

1 Mold

4 Blast Head

2 Pre- Forming Roller

3 Quench Ring

Check Point added in Next Model Tooling Check sheet.
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Your Questions and Valuable suggestions are  Welcome

THANK YOU

TO FURTHER REDUCE JOB CHANGE TIME OF I-94
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