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· New CCL1 entry procedure drawn up and circulated to team members (Diagram right).
· New floor plan for entry field (Diagram below), 
· Rows 1 & 3 to be used for leaderstrips.
· Rows 4 to 7 has 28 spaces to be used for the next coils to be loaded onto line. The cone is to be used to highlight the live row.
· Rows 8 to 10 has 24 to be used to hold any stock (runs pulled etc).
· Rows 11 to 13 has 22 spaces to be used to hold any stock of cut coils, planning dept to advise on use keep in bay or move back to warehouse storage.
5 – Countermeasures
· 24 hour procedure put in place for schedule adherence, planning department can not add or modify scheduled running sequence for next 24 hours production without getting team leaders approval, likewise manufacturing department must run in coil schedule order, if changes needed must gain approval from planning department.
· Change layout in CCL1 coil field so that we have designated area for Leaderstrips, spaces allocated for scheduled coils to be stored in sequence order and cut coil/scrap storage area.
· Put procedure in place to action any scrap, damaged or cut coils that need removing from 24 bay to keep coil field as clear as possible.
6 – Implementation
· Plan out new 24 bay entry coil field layout consisting of 20-30 locations for scheduled coil to be located in schedule sequence order, 40-45 leaderstrip coils, area for QC / scrap coil, 20 locations to hold cut coils not on schedule sequence and an overstock area to move coils to in event of production run being pulled – Responsibility: CCL1 Entry crews.
· Draw up 24 hour schedule adherence procedure and monitor – Responsibility: CCL1 Team leaders and planning department.
· Develop new entry coil procedure diagram and train team members in new procedures – Responsibility: CCL1 Team leaders.
· Provide equipment and training to entry crews in repackaging coils to be returned to warehouse storage safely – Responsibility: Warehouse team
Project Leader – Graham Jones : Department – Planning : Date – 27.03.2024 
Team members – CCL1 team leaders, CCL1 Entry crews, Planning dept, Warehouse dept
4 – Root cause analysis
· Wrong coil stitched onto line – Why? – Operator collected wrong coil in entry field as two coils had similar coil ID’s next to each other – Why? – Operator was in a rush to move coil – Why? – Because the coil was located in row 7, the previous coil was located in row 2 and next coil is located in row 9 – Why? – Because they were the only spaces available at time of unloading – Why? – because we don’t have designated storage area for schedule coils in sequence.
3 – Set targets and goals
· Eliminate wrong coil usage on CCL1 within 6 months.
· Upon successful completion of project roll out and implement on CCL2
2 – Current situation
· Within the entry section of CCL1 there have been instances of wrong coil selection for process or damage to coils when being moved for stitching leading to the de-grading of material as coil is finished incorrectly.
· Transport – If team leader does not stick to schedule from planning department multi drops will be required into bay for coils required. If sticking to schedule adherence warehouse man can deliver in schedule sequence at regular intervals.
· Inventory – Too many coils in entry field and non-segregated areas make it difficult to find correct coil if not located properly. Non-segregated areas mean entry personnel could be travelling all over the bay to find space and locate incoming coils and thus means when time to load onto line coils are all over the bay. 
· Motion – Excessive movement around bay if coils don’t have designated storage areas
· Waiting – Not sticking to schedule can cause waiting times for coil delivery
· Overproduction – Not applicable as process control will determine amount to produce.
· Overprocessing – Paper list for coil delivery could be eliminated if all crews and warehouse can work off on-screen schedule order.
· Defects – All coil defects should be found before leaving Galv exit or warehouse storage.
· Unutilised talent – Entry crews spending more time on coil movements and locating in SAP means less time making efficient and correct stitches 
· Behaviour – Different ways of working across different shifts, an agreed entry procedure to become standard across all shifts could reduce conflicts
1 – Backgroud
· Tata Steel Colors is a downstream operation (DSO) of Tata Steel UK located in Shotton, North Wales. The site produces seven thousand tonnes per week of painted finished steel for the construction sector in a variety of embossed finishes and hundreds of colour possibilities.
· No.1 ColorCoat Line (CCL1) produces 500t per day, to do this the manufacturing bay (24 bay) requires 20-30 Galvanised coils, which are produced on site and stored in Galv exit (21 bay) and main warehouse storage (28 bay). The required coils are request by CCL1 entry crews when required and delivered to the 24 bay by the warehouse team. These coils are then unloaded and located by the entry crew.
· When time to produce the entry crew lift coil from storage location in 24 bay, place onto the manufacturing unit and then coil is stitched onto the previous coil and painted.
· Leaderstrips are small coils of various sizes that are used on the manufacturing lines to aid with width, gauge, paint and product changes to reduce downtime on the line. These coils remain un-painted and once used return to the entry field to be used again. All coils and leaderstrips have their own unique ID’s.
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