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ABOUT AIS

AlS is India’s leading integrated glass solutions company. AlS a domina
player in the glass segment, providing end-to-end solutions to
customers, right from the manufacturing of Automotive & Building before

glass segment, processing, fabrication and installation services. It is a
sand-to-solutions organisation, offering varied glass products and
services for institutional buyers as well as retail customers in the

R y ! domestic and international markets. AIS successfully adheres to the
DELIVERING AN ‘ l < 3 stringent quality norms of both the global and domestic OEMs and strictly

— follows all Indian and international quality standards.
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UNPARALLELED EXPERIENCE
- r 4
IN AUTOMOTIVE GLASS.

Welcomes You All to
HCI Suppliers Club National

Kaizen Competition
Asahi India Glass Limited

Team
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— U COMPANY INFORMATION O  AIS (Auto) Journey Towards Excellence ~~
Suppliers Club Sociel I AC(;&LI: :uw:u—.dti)rl\l
. tamnirbhar
ASAHI INDIA GLASSS LTD. : . IATF 16949 Excellence Award
I TS 16949 1S0 50001 certification NPD cat
Bawal-Automotive Glass Plant i I 1S0 9000 _ (NPD category)
g | [ e e ~==-@
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! k 5 Star Award
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» Established in 1985, Production Started

o
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» Production Capacity:- 2.3 million sets /

o TI]tEI MHI'IEI]WEF:' |8u3 I'IIJ’S e on Gold Award in ACMA Manufacturing Excellence Award
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D EZE Backie indra @ @ RENAULT NISSAN @
Sunroof Glass / m v Mahindra

p ®
Laminated Windshield < TATA REVA @PMGG'O na*_mj FORCE
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Rear Quarter Glass

— | LCV/MHCV Goods Carrier(Trucks)
i/ a—
-

DAIMLER Mahindra o L =) (C] smu
_— et 10 Rise. TATA ASHOK LEYLAND EICHER Isuz2u

LCV/MHCV Goods Carrier(Bus)

Rear Door Glass

OFF Hinhway
d[ef=] KOBEIO  Mehindm  cvancoeme  OMATSU  CATERPILLAR
Metro Coach Consumer Glass

Front Vench Glass e ROTEM ALSTOM  Whirlpool T R7EB| Car Market Share:- 73%
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o Her Kaizen Theme: To Eliminate the rejection (CULLET MARK) on 1-94 productiv\ity/
Month of Implementation :- June 2024 Suat“tv Quality
oS
Delivery
EHS

CULLET The small pieces of glass that sticks or strikes to

MARK glass surface and create distortion are known as
Cullet particles (Pieces of Broken Glass stick to OK
Glass).
Name: Mr. Sonu Kumar Name: Mr. Bijender
Department: Production Department: Production

Mr. Sachin Saini
Mr. Sonu Saini

Mr. Bijender Kumar
Mr. Rohit (Maintenance)
Mr. Rajkumar Attri (Electrical Maintenance)

Appearance NG

Awards Won
1. AIS Internal Quality Circle 15t Runner Up — 2023

2. AIS Internal Kaizen Competition Winner - 2024
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Glass Turn

Robotno. 1
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Auto Loading

Station
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Glass Turn
table

Loading
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Inspection C/\V-1

Inspection C/V-2

Heating zone | Bending |I S
1 —~ 4 1 & ooling c/v
| Quenching | —¢—| I I I ‘ .
Robotno. 4 ‘o ,l nspection CrY-3 ©
Marking Heating — Bending 1 ' Quenching
Packing “— | Inspection DA Cooling

This is the single machine in the plant which can produce side door glass
as well as back door glass.



Analysis of Problem
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1-94 Module Wise Rejection June'24
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Furnace

Gap -3.88% | 1-94 PP to FG Yield (June'24)
N v
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5 q 9 /88
4 ) ) i & 8 a1 4 0
I-94 Rejection Pareto (June'24) SPB Process Wise Defect 100.00 N = -— 1 Z 5
goo . 728 100% 90.00 s —
! ~ l '
8600 80% x ® $ ® 13
400 60% g 3 80.00 N o |
g a0% & ” 70,00 !
£200 20% © | '
g o 0% 60.00
X > > &P Q & & 22723 23~24 Apr-24 May-24 Jun-24  Cum 24~25
N & S S &
& SR
N Defects =PP =PR = Bending I Target Cum BN Actual Cum  e==ll==Target e=fil==Actual
\_ [ Freq. —a— Cumm. % J \ VAN




Cause & Effect Diagram for Cullet Mark :-
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Man

SOP for cleaning
not defined

SOP not followed —»

Raw glass hardness —

Coolant NG

Moisture in glass —»,

Sludge in water

Duct not covered

Material

— > Glass Material NG

Cullet stuck in Blast Head
Nozzles

Machine

|
Untrained Operator I_Glass hit press stopper :

Skill of operator | Cullet Particle after
breakage fall in Blow

Glass breakage due

to Crack

Air Pressure |

_trie

I Fragmentation NG |—

<AS
N

Cullet

Glass loading method NG

Glass load from wrong surface

Load wrong recipe

Method
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g Validation of Potential Cause <NS .
| ~
HCI
S.No Potential Causes Validation Specification Actual Judgement
Method
1. Glass hit Press Stopper Gemba 660 mm at P1 320 mm & Glass Crack Invalid
Cause
2. Cullet particle after breakage Gemba No Cullet particles in Cullet Particles found in Blow off Valid Cause
fall in blow off duct Blow off Duct Duct
3. Blast Head Nozzle block Gemba Air should pass through Nozzle condition found OK Invalid
each nozzle Cause
4, Glass position change at blast Gemba Glass not rotate at B/H Glass rotate at Blast head & break Valid Cause
head
5. Glass hit press stopper Gemba As per standard Observed glass at required position Invalid
Cause
6. Cullet Particles fall in Cooling Gemba Should not worn out All roller found in good condition . Invalid
conveyor after Glass breakage 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 |




8 of 16

PN
< AIS
NS

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 ? N
Ans. 3

Because air flows continuously from upper blast head .

Cullet mark which generated due
to glass breakage.

Ans. 4 Because blower damper install much far .
Root / ‘
ROOT CAUSE: Damper position far from blast head . Cause

ROOT CAUSE - 01 SUGGESTED ACTIONS REMARKS 4

Why 4 Why air flows continuously from upper blast head ?

Can we reduce the air pressure ? Fragmentation will be NG .
Nozzle not as per

standard Can we change the location of
blower damper ?

<X
4
\

Yes it can be done
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@ KAIZEN NO. :- 01 <AS
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Blower Damper Position Change —

Before: After :-

Bottom B/H

[Lasme




KAIZEN NO. :- 01 s 100f16
.. < AIS
HCI Y
Suppliers Club Society |mp|ementatlon Date '04'06'24
BEFORE KAIZEN AFTER KAIZEN
Photograph/Video Photograph/Video

&

Before status:

B/H

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

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.
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PROBLEM - Generation of Cullet Mark.

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.

Root
Cause

ROOT CAUSE 01 Suggested action

REMARKS

Reduce the Blow off Pressure
Blow off duct fins

Cannot meet the glass blow x
up properly.

are open Provide mesh on the fins of

Blow off Duct

Accepted \/

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




@”g\) KAIZEN NO. :- 02 <AS 2o
L1~ L
Suppr s sy Implementation Date :-05-06-24
BEFORE KAIZEN AFTER KAIZEN
Photograph/Video Photograph/Video

. Now fins are covered with
Duct fin open area, so mesh to stop cullet from

the cullet enter the fins

Before status: After status:
> Earlier at 1-94 blow off station , Cullet enters the blow off fins as no » Now we have added mesh (Mesh Size- 4X4 mm) over the fins to stop
coverage provided. cullet entry into the fins of Blow off duct.

Benefits- Reduction in generation of Cullet.
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KAIZEN NO :- 03
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Suppters Cion Seciey | Implementation Date :-04-06-24
BEFORE KAIZEN AFTER KAIZEN |
Photograph/Video

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

Photograph/Video

| Tray provide
collection of cullet & [
cleaning.

Before status:

> Earlier at 1-94 Cullet Cleaning done using broom inside of cleaning duct,
so small particles are left behind

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

Benefits- Reduction in generation of Cullet.
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Lt Pls tick he benefits in below head
Suppiies Ciub Society s tic the benertits in below heads
Productivity up % Quality Cost Saving In Rs/month Delivery EHS
Customer
Material yield | Space saving Rejection . . Lead Time delivery Effect on Human Machine
Praocass | ., provemen t (sq. ft.) Other reduction (%) Poka yoke Others Direct Notional reduction rating Others Environmen t Safety safety Others

imprevement

v v v v v

Cost Summary :
Target — 0.3 % Cullet Rejection % Trend 1 \
|
23 I Cost Investment :-
X
T 2 |167 172 Target
S 1.52 1.47 155 Achieved Cost of Damper Relocation - 36870/-
815 Cost of Mesh : Rs. 13789/-
€ 1 Cost of Tray : Rs. 1200/-
g Total cost investment:- 51859/-
3 0.5 022 024 026 0.24 0.22 0.21 )
e
0 T T T T T T T T T T T 1
™ > > ™ ™ ) > > ™ ™ ™ )
v v v v v v v v v v v v
¢ & @é & @'b* & ?9% &K & e°4 & Cost Saving :-
Axis Titl Total cost of glass including RG & Processing Cost :- Rs.375/-
xis Title Glass Saving Per Month = 875 pcs
o Total glass save per year :- 10500 pcs
#—Rejection % =dr=Target Revenue per year by saved glass :- Rs. 39,37,500 /-

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

Saving :- Rs. 38,85,641/-
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Productivity up % Quality Cost Saving In Rs/month Delivery EHS
Customer
Material yield | Space savin, Rejection Lead Time deliver Effect on Human Machine
Process M P & Other Jec Poka yoke Others Direct Notional ' vary Others Others
improvement (sq. ft.) reduction (%) reduction rating Environment Safety safety
imprevement
-
1-94 NEXT MODEL TOOLING CHECK SHEET SPB MP Information Sheet MP Information Sheet
Date shift . PO/T3 L‘:“f! Theme: 1-94 Funace SPB Tool provided Tray for collection of culet & Date. 04/06/2024 Improvement Theme: 1-04 Furnace SPB Tool we have to shift damper duct position. | Date: 04/06/2024
S e, TEM CHECKING POINT STANDARD CHECKING METHOD Decision '“:I"“ v cleaning. Completed By: R&D Completed By: R&D
o T T Cause: Culet Tray NA - Cause: Wire Mesh added on Blow-off Duct . Name: 194
e [snoot 87 a1 S g w ) Equipment Name: |-94 auipment Hame
Fscuam P
|(Damaged TE! €1 aET) |6 3 o S 7 1 8 e ) Pillar Name: Jesu Hozen Pillar Name: Jesu Hozen
s | Section AFXEVT Plant [eecion APvavT Pl
B v s 8 Visully B R) Members of Steering Committee _|Sign Target of Improvement Effect: Cullet particle stuck in Glass during Members of Steering Committee _Sign. Target of [Effect: Glass position rotate during quenching
o o o Quenching at Blast Head.
[Gothoseness 1)Devender Singh . Maintainability 1)Devender Singh
e . 1T T S— 2) Mahesh Namdev o) 2) Mahesh Namdev Operatabilty
|t e e g ey T 5 o T TE) Safety Safety
pre. [Checkisualy 3) Kuldeep Kaushik Economic Viability [3) Kuideep Kaushik Economic Viability
a | (i 7 o P Flexibility Flexibilit
2 [P Formingrote gl b b (60 G 0 % 1 a3 AR i T & s
Po-01re farming e DS 2
) i sunsard (roions 21 o)
[Qvendh g Treod o damae & ot Greckuaty e shoutd notbe o cut TRt & v o8 prosery e
(Querer Rt e Jee e sty 3T T I AT AN AE ) Description of Improvement required Description of required
o ) )
3| ounnming prasar Shoutd b prgery it reckey b
- i Ekikal) =
T Tored [y v =
(Queocn g 8 ipe) o & 0 ) - — 1
uenchcng TeemupieT Cullet Cleaning done using
Quene T eetcnp 7 (53 Toun 775 ycnek ] inside ning duct, so
(Gesmoess particies are left bohind
€ aite 731} o) =i
e e s e | (60 3 % 0 % 1 aseng T i )
oz E— e e i bl e
(voes (o ) I fiiuka Bottdm By
e v Lcamsge 7 g ey =
s e olesoge Creckanal foreiage == L .
(ki) (ki) (ST 0 anualy 99 5 If approved by Steering Committee encircle the detail in each colum If approved by Steering Committee encircle the appropriate detail in each column
(Grecksnty
[ror o R v ion e T [ Cause Priority _Foncern Depart Cause Priority _Foncern Departmen
— 1_Change in design 1_Design failure 1 Must 2 Maint|1_Engg. Drawing ange in design 1 Design failure 1 Must [2 Mechanical Maint]1. Engg. Drawing
s Bowon 2. Change in operation _}. Less process capabilty |2. Desirable 2_Production 2. Job Standard nge in operation . Less process capabity |2. Desirable [2_Production. . Job Standard
[Bow off mess condition [No wear & tesr [Check visusly 3. Change in 4. Assemblly defect 4 4. Training Document Change in mechanical |4. Assemblly defect 4. N Training Document
e Shouabe ot Crecwith e ra eing 4. Change in raw material |5 5 5. 5 Safety D Change in raw material |5 5. R&D Safety Documents
i oot €1 i atirad X
e smect 1 a0 ks od) 5 Change pars o o 6 6 Change parts 3 6
ot o1 7). ) s ) 6. Others 7 7 7 7 Others 7 7
b ooseness otsswnes u e Route of Approval Route of Approval
s | s owe o) o e 0 v 0) (w8 e o S d Oy o) st A 1) Griginat TAbprover(HoD) T Steering Committ Code Griginator [Approver(HoD] Steering Commite Registration Code
o s e ) g o ey i g 7 o B ) Yes Accept
oering g e opoer fodamage Creckisusly
bt
No Reject
Im Fomare: | 4
0 Plese tick(w) if the ca rizontally deploy on below listed

Check Point added in Next Model Tooling Check sheet.

For use in I-95 Furnace.

MPIS sheets for New SPB Module.

Horizontally Deployed in AlIS-Chennai & AGC Thailand.
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¥ Thanxvey T

I TO FURTHER REDUCE JOB CHANGE TIME OF 1-94 I

Vour(lueslions and Valuable suggestions are Wemme
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