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A Study on Productivity Improvement through Safety
Management and Manufacturing Process Reengineering : Case

Study in Polyurethane Manufacturer
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Abstract

Polyurethane is an elastomer polymer, which is flexible, tough and resistant. This material is widely used
various fields such as automobile, aeroplane, textiles, construction industries. Currently there exists more than
1,000 manufacturing companies in Korea that are closely related to Polyurethane. In spite of a number of
Polyurethane manufacturing companies, there are little attention in academia as well as industries to study the
safety and manufacturing process improvement on Polyurethane. In this paper, we consider a case study for
the Polyurethane manufacturer to improve productivity by using safety management and manufacturing process
reengineering. After careful analysis, we derive three enhancements to increasing the safety and productivity
for the target company. Especially, we achieve about 169 productivity improvement in roller manufacturing
process by replacing manual stirring job with automated mixing machine.
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<Figure 2> Job sequence of mold release in pallet manufacturing process
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<Table 1> Symptoms in case of the workers are
exposed to the application of mold release for a long time
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<Figure 3> Job sequence of raising a mold using hoist
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<Figure 4> Improved hoist operation method
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<Figure 5> Man-type flow process chart of pallet manufacturing process in A-Hall
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<Table 2> Hoist check list
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<Figure 9> Improved flow process chart of roller manufacturing process in D-Hall
<Table 3> Analysis of improved flow process chart
Eape 7V E T 34 3T () A (2) AAL (&2 A & (%)
- 71 MA 71 A 71 MA 7NE | Ad | 1€ | A

T A4 100% 100% | 12 (240) | 11 (201) | 7 (185) | 6 (140) | 2 (B50) | 2 (B6) | O (O) | 0 (0)
Bz A9 | 6875% | 8259% | 9 (240) | 14 (201) | 6 (140) | 8 (136) | 2 (50) | 1 (30) | 1 (75) | 1 (35)
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