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#1 Reduce Production Time by 10%

Leader:  Viktor Ivanov

Team members: Nadezhda lvanova, Liliya lvanova, Tsvetozar Ivanoyv,
Tihomir Bozhenski

LEAN.BG Champion: Madzed Madzed

ADDING VALUE

Field of activity:. Manufacturing of Industrial Printers

Location / Factory: APS Bulgaria

Completion date: 3.03.2025
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* Low Productivity with High Production Costs

Lack of Visibility into Performance

*Lack of Standard Work Instructions

+Limited Visibility into Production Capacity
*Reliance on Overtime to Meet Production Targets

*Operator Reallocation Based on Production Needs
*Performance Measurement

* Due to the increased workload in the department at the end of last
year, a total of 1,472 overtime hours were required to meet customer
demand.
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*Workload Exceeding 100% Capacity
*Missed Export Shipment Deadlines

Load operators w28-w50 2024

121

Potential Cost Savings
Based on 2024
Order Volume

€48,903.66

CURRENT
_ UNIT BASELINE | TARGET STATE

Manufacturing Time per Minutes per 30,78
Module (minutes) Module 4.2
H 2
Loss of Production Floor M 93 639 63,19 63.19
Space
Overtime Costs Hours 1472 0 0
PERIOD 2024 March 2025 April 2025
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3. Team building

Names and duties of people

Madzed Madzed

Plant Manager

*Viktor lvanov

Planning Leader
Nadezhda Ivanova
Production Planner
Liliya Ivanova

Industrial Business Unit Coordinator
*Tsvetozar Ilvanov
Industrialization Engineer
*Tihomir Bozhenishki
*Mechanical Engineer

Meeting dates:
Every Working Thursday

Team photo
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At this stage, we conducted a Gemba observation

to visualize the actual process flow using a Value ﬁ — o B

Stream Map (VSM). f T @
The analysis revealed that the production s ‘ t

Qo>

process consists of 17 major process steps, ! c Y == v =N
separated by significant waiting times. i ile @ I

» The following key issues were identified: v&ﬂb == = = = R I e o R =

+ Buffers and unnecessary waiting times (up to T @ ™0 '“>|O ‘"Dl@ J"’D‘I@ J"’D’IQ Q@ J"D‘@-J“‘DU ‘“D i

3 days between process steps)

* Weak integration between the information and
material flows

» Lack of standardized work in several
operations

* Uneven workload distribution across
workstations, resulting in bottlenecks

*  Only a small portion of the total lead time
adds value

* The total Lead Time exceeds 10 days, while
Value-Added Time accounts for less than 10%
of the total process time.

* These findings clearly demonstrate significant
opportunities for improvement through
workload balancing, elimination of
unnecessary buffers, and better
synchronization of material and information
flows.
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In addition to the Value Stream Mapping
(VSM), a detailed layout analysis of the . e - |
A32 production line was conducted. | . : <
Through Gemba observations and on-site | 2 .~ | 2 [ oz == i N
measurements, the following key findings 7 2 B 8 3k 3
were identified: % iz 3 3| & >
« The workstations are densely arranged, AS201 | B Al © | Aso il 2
. s . . i A32:02 | » IEE‘L & 3 | As2-39 >
restricting material flow and creating 8 SLl B B . |® AR
unnecessary transportation. — NERS 5 Rl it
« The material flow lacks a clearly defined ] perra B wr | R T & ] 5 -
one-way direction, resulting in A32:04 | 3 A28 | & % | A3 Z[ ] 5[ 22
. . . . Y S & A EFE
intersecting flows and an increased risk 2] il ° = at 5
of errors - g g 3 dmi -
.. . ‘s 28 8 A32-19 i 8 | As236 ij i
« The available floor space is not utilized | [ asos [ rern v >
"] . g == 3 - (;’3 8 E{g ul
efficiently, creating opportunities to || el Y B ] ¢ S g —
redesign the layout, shorten material i - i bro ducti;Mz
i i1
travel dlsta.nces., and reduce % = . Tk T30 |
transportation time. s —— == =

« This analysis served as the foundation
for redesigning the production flow and
reorganizing the workplace in the
subsequent phases of the project.
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This table presents a detailed analysis of the HSP production line across its two main areas: Pre-Assembly and Final Assembly.

Average Cycle Time (C/T), operator allocation, workload, and productivity data were collected directly from production for each workstation.

« The analysis highlights significant variation in Cycle Time (C/T), ranging from 39 to 180 seconds, resulting in line imbalance and work-in-process
accumulation.

* In the Pre-Assembly area, operations such as Mounting of Roll (90 sec) and Motor Wiring (68 sec) were identified as potential bottlenecks due to
their relatively high cycle times.

* In Final Assembly, all workstations operate with a fixed 180-second cycle time, providing better synchronization but limiting flexibility when
production requirements change.

» Operator workload varies between 22% and 100%, indicating an uneven distribution of work across the line.

» The analysis clearly demonstrates the need for data-driven line balancing to reduce waste and improve workforce utilization. These results provided
the foundation for the subsequent Lean analysis and the development of targeted improvement actions.

- 0 o
- T oot d
Pre-Assembly Final Assembly paze v
Weistion 1 | Weisbon 2 | Widsbon 3 | witston4 | wieiston 5 | woistions | Wiiston 7 | welston & | wWitsbon1 | wiokbon 2 Welaiion 3 Wetzon 4 | Welzbon & | wolson® | weisbon7 | weistions W eiziion §
Roll :‘E:::I Mouti 5:"“::“ 5:"“::“ Motor u::.n?ur l;':tlt:r Fin Sensor Mot Radiator Cutter T:”":' Cable S—
FlowChart o ooy | Wouting ) g an gand | casing fring 308 | assembly | Installatio OT " |installatio | Installati | " o°" |Managem | Pre-Test |  Final Test e
assembly | preproce | of rell |Wiring of | Wiring of Dirilin and Preparati in Bod n Installation n on Installati ent tmes
55i0g Switches | Sensor g Sglderin g0 ¥ on
CiT Average 2055
measured 39,00 54,00 90,00 40,00 4500 4500 6,00 54,00 180,00 180,00 180,00 180,00 180,00 180,00 180,00 180,00 180,00
CiT balanced line to __
B otthr neck =T 20,00 40,00 45,00 45,00 &5 0 180,00 150,00 180,00 150,00 180,00 180,00 180,00 180,00 180,00 2055
Balanced line to WSS
Person =T 54,00 000 4000 45,00 45,00 &5.00 5400 150,00 150,00 180,00 150,00 180,00 180,00 180,00 180,00 180,00 033
— | |
Operators nr 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 17
Loading % 3% 5% % 25% 25% 3% 0% 100% 100%: 100% 100%: 100°% 100°% 100°% 100°% 100%
Machine time]sec]
Max work station | ggp 500 300 675 600 600 397 500 150 150 150 150 150 150 150 150 150
preductivity/shift
Heedad shifts 0,87 1,20 2,00 0,89 1,00 1,00 1,51 1,20 4,00 4,00 4,00 4,00 4,00 4,00 4,00 4,00 4,00
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No CTbnKM Ha NpoeKTa 23|14 |5|6|7|8|9(10(11 (12|13
1 N360p Ha npobaem

2 NocTaBAHe Ha uen

3 N3rpaxgaHe Ha ekun

4 AHann3 Ha TeKYLLOTO CbCTOAHUNE

5 [NnaH Ha NpoeKTa

6 AHann3 Ha MbPBONPUUNHUTE

7 [punaraHe Ha peweHnATa

8 KoHTpOAN Ha uenTta-pesyntaturte

9 CTtaHpapTusaumAa

10 |Pa3snpocTpaHeHue
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« To identify the root cause of production delays
using the 5 Whys methodology.

« The root cause is not a technical issue, but an
organizational one—there is no structured
methodology for planning and monitoring
workload across the production line. This
highlights the need for standardized processes
and employee training.

» Focus for Improvement (Transition to the Next
Slide)

Next Steps

* Develop a standardized line balancing
methodology.

* Implement visual management to monitor line
performance.

* Measure and monitor Cycle Time (C/T) on a
regular basis.

» Deploy a structured 5S + Kaizen approach to
support continuous improvement.

Objective of the Analysis m o
- 9 Why"

Mopaau

Why?

Mopagu
Root
? >
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Mopaau
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Mopagu
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Kakbs e npo6rembr?
3ab6assaHe npu u3NvAHeHUEMO HA NOPBYKUME

3awo?
3aw0To NPON3BOACTBEHUAT LMKDA HAABULLABA
NNAaHUPAHOTO Bpeme.

3awo?
3aloTo HAKOM paboTHU cTaHUUM He ca Aobpe
6anaHcupaHu U ce Nosy4aBaT HaTPyNBaHUA.

3awo?
3awo0To HaTOBapBAHETO He e pasnpeaeseHo
PaBHOMEPHO MeXAy onepaTopuTe.

3awo?
3awoTo HAMA CTaHAAPTEH MeToA 3a 6anaHcupaHe Ha
NIMHUATA CIPAMO peanHuA Kanauurer.

3awo?
3aL0To He Cce M3BbPLUBA PeAoBEH aHA/U3 U
ONTUMU3ALUA Ha NPOM3BOACTBEHUTE JAHHMU.

MbpBOonpuumHa:

Jlunca Ha cTaHAapTeH noaxon 3a 6anaHcupaHe Ha
NPOW3BOACTBEHATA IMHWUA U MOHUTOPUHT Ha
edeKTUBHOCTTa.
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Objective of This Phase
. A A P ATA A P 50 /] BUAH
« To implement targeted .
. NO NbPBOMPUYUHA NPOTUBOAENCTBUE OTrOBOPHUK OATA NOACHEHUA CTATYC
countermeasures addressing the TAnca Ha ocHoBHM 3Has 32 omouma 5-1e Cronn + npaKTAECHD
d tf d t 1 CTaHAapTM3MpaHe M opraHusauma Ha |MposexaaHe Ha obyyeHue no 55 CroaH Hewesckun 8.1.2025 JnpasKHeHme U3snbaHeHO
iagentitied root causes. pa6otHoto mscTo
° Based On th e a n alyS I S, the 2 :::Z:::aaosw no3HakwA no Lean ﬂf':::zzf‘j:: Ha obyuenne no CToAH Hewescku 9.1.2025 Lean npuHumnu, MUDA, cTOMHOCT 1 noTouu UsnbaHeHo
Buktop MBaHoB;
1 H MposexpaaHe Ha 55 oauT no . OpMT MO YEKNUCT — eXKEMECEYHO 3a
prOJ eCt tea m d evelo ped a Sen eS 3 MposexpaaHe Ha 55 oant rpaduK Hapewpa VlBaHOBa., 13.1.2025 HOZLAbPKaHE Ha pesyATaThTE U3anbaHeHo
f targeted improvement actions Crom Heueaier
O a g p b Jlunca Ha BU3yanHo pasbupaHe 3a Cb3pgasaHe Ha VSM Ha CroaH Hetuescku; KapTupaHe Ha BCUYKM NPOLLECHU CTBIMKK,
° Each actlon Was ass | g n ed a 4 TEKYLLOTO CbCTOAHME U TECHWU MecTa |M3AeNneTo BMKTOP:BB:::BB; N 29.1.2025 BPEMEeHa M NOTOLM — OT BXOA, A0 U3XOA, Wsneaxeto
1 3acuyaHe Ha peanHu BpemeHa no Msmepsane Ha AeiicTenTenen BukTop MBaHoB; 3acuyaHe CbC ceKyHAOMep 3a onpegenaHe
res pOhSlble owner and a 5 P P Cycle Time (C/T) 3a scAka P ’ 19.2.2025 YHAOMEp 33 ONpeA M3nbaneHo
npouecn cranums LiseTo3ap NBaHoB Ha peafiHaTa HaTOBapeHOCT
com plet|on deadline, enabli ng Bepmonomepno Harosapaae meny | B2/2HCHPENE 12 Somrop famon PasnPeAETGRHE Ha OnepaLyMTe ¢ Uen
. . 6 AGOTHUTE CTaHLM Npou3BOACTBEHATA /IMHUA Hagewaa Msanosa 20.2.2025 M3paBHABAHE Ha HAaTOBapBaHETO U U3nbaHeHo
eﬂ:ectlve traCklng Of prog reSS and P cnopes uamepenure C/T e/IMMUHUPaHe Ha TeCHWU MecTa
. . HeontumanHo noapeseHun pabotHu Chagasare Ha HoB Layout Ha Bukrop MI8aHOs; HoBO NO3ULMOHMPaHe Ha OnepaTopuTe 1
| m plementat'on Status . 7 CTaHUMK, BOAELWM A0 3arybu oT npoW3BOACTEEHATa 30Ha Liserosap Mearos 27.2.2025 MaTepuasHua NoToK C Len nofobpeH noTok U3nbaHeHo
. . ABUXeHWe 1 Bpeme M KOMYHUKauna
[} .
The execution of these actions 55 o 53 nposepta o posengame wa 55 ot 53 Bukrop Mearos; Yeknncr no 55 3a nposepka Ha
. 8 Hagexpa MBaHOBa; 28.2.2025 noApeAeHoCT, CTaHAAPTM3aLUmA 1 UsnbaHeHo
res u |ted | n measu ra ble p rocess noCTUrHaTUTe pesynTatu npoBepKa Ha HOBOTO CbCTOAHUE Croam Heweckn: |CTOMUMBOCT Ha HoBUA Layout
. . HeakTyanHa opraHu3auua Ha BukTop UBaHoB; MpeHapexaaHe Ha paboTHUTE CTaHLMK U
Im prove me nts’ Wh ICh We re ° paboTHaTa 30Ha Mpunarane Ha oA Layout Hapexpaa MsaHoBa 14.3.2025 30HM Criope/, HoBaTa CXema ML
1 1 Jlvnca Ha npefgapuTenHa M3BaaaHe Ha 3aroToBKUTE OT Pa36uBaHe Ha OCHOBHWTE ONepaLum B
eval u ated a nd Va I Idated d u rl ng 10 noAroToBKa Ha matepuanuTe no BOM u cb3paBaHe Ha Tuxomup boxKeHULWKN 18.3.2025 noAetanu u cb3aaBaHe Ha ACHO UsnbaHeHo
the Subsequent phases Of the eTanu noasaganus pasnpegeneHue Ha 3agaunTe
Plunca Ha BM3yanHu yKa3aHuA 3a MpunaraHe Ha HOBUTE CXEMU Ha B13yanHW MHCTPYKLUMM U CTaHZAPTHU
H 11 Jnnna MBaHosa 31.3.2025 U3nbaHeHo
prOJeCt HOBWA NpoLec pa6oTa onepauyu Ha BCAKa CTaHLmA
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Achieved Process Performance
This table presents the achieved state of the production process following the implementation of the Lean improvements. It compares the measured
cycle times, workload, and productivity of each workstation.
Key Observations
All workstations were rebalanced according to capacity, resulting in a more even workload distribution and increased productivity.
The number of required shifts was optimized through line balancing, reducing resource-related costs.
A maximum productivity level of 170 units per shift was achieved.
The data shows that the defined targets were achieved or exceeded in most areas.

Systematic performance monitoring helps ensure the sustainability of the achieved results.

HSP

= = - Transport In:
Pre-Assembly Stations Final Assembly Line pgsed
Walus
wiststion 1 | Wwiststion2 | wststion3 | Wststiond | wetstions | wststong | wststion7 | wststions | watstion 1 witation 2 wtation 3 wiststion4 | waststions | wstationg wtation 7
Cutter
Soldering | Soldering Motor Cutter ] e Cable
Roll Roll body : Motor - Pin i n and
Mouting and and . Wiring Blade Sensor Motor Radiator Manage . Total cycle
FlowChart assembl | preproce - o Casing | Assembl : A - Termal Final Test I
. of rell | Wiring of | Wiring of Drili and Preparati| . Bod Installation | Installation [Installation Head ment and time
¥ ssing Switches| Sensor ring Soldering on yin Body ea . | Pre Test
Instalatio
n
CiT Average 1258
measured 30,00 45,00 75,00 40,00 45,00 45,00 50,00 54,00 118,50 128,20 €9,00 132,90 143,40 150,30 130,70
e t:l:t['“d l':E to &0,00 90,00 150,00 80,00 90,00 90,00 100,00 108,00 150,30 150,30 150,30 150,30 150,30 150,30 150,30 1820
ottlw nec
Balanced line to Person| 60,00 90,00 150,00 20,00 90,00 20,00 100,00 108,00 150,30 150,30 150,30 150,30 150,30 150,30 150,30 1820
Cperators nr 0.5 0.5 0.5 0.5 0,5 0,5 0.5 0,5 1 1 0,5 1 1 1 1 11
Loading 40% 0% 100% 5356 80% 0% 87% T2% TO%6 85% 92% B9% 95% 100% 7%
Machine time[sec]
Max work station
productivity/shift 450 300 180 338 300 300 270 250 180 180 180 180 180 180 180
Meeded shifts 133 2,00 333 1,78 2,00 2,00 2,22 2,40 3,34 3,34 334 3,34 3,34 334 334
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QO Layout Improvement and Standardization

Following the implementation of the new production

layout, a more efficient organization of the material

flow and workstation arrangement was achieved.

Q0 Comparison with the Previous State T ; o ; B f o J i

U Before:

O No clearly defined routes for operator and
material movement, resulting in frequent cross-

S Jwrod o0t 4
LS-2EV

05-ZEY | 61ZEY
-ZEY| 2SIEV

traffic and wasted time. |
O No visual standards or standardized work o q
instructions at the workstations. m ] '
0O After: — — ||| |
Q Clearly defined production flow with - :]: b ik A
workstations optimized according to the product — Pt 1 L 1. -
flow. 3 | | | c |
O Each workstation is equipped with visual work o [ |4 o —— °® ° L)
instructions, standardized work, and visual g L T J [oo
identification. 3 b Lo s — — .
O Objective L A i —
O To ensure the sustainability of the — | [ Ploductidn AB2 | >
improvements through standardization. T : AaxTa0 |
0 Key documents—including work instructions, o= Ll =

operating procedures, and training plans—were
updated to maintain process efficiency and
support the onboarding of new employees.
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8. Target- result control
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8. KoHTpon uen — pesynrart

¢ Results Summary. This slide summarizes the key performance indicators before and after the implementation of the Lean

improvements.
The improvements in process efficiency, production time, workforce utilization, and productivity resulted in significant cost reductions and

more efficient use of resources.

The calcul BEFORE KAIZEN | business value geners AFTER KAIZEN

Indicator Before Improvement Indicator After Improvemen Savings
Number of Operators 9.13 Number of Operators 5.59 3.54
Processing Time per Unit (hours) 0.57 Processing Time per Unit (hours) 0.35 0.22
Operator Labor Rate (BGN/hour) BGN 12.96 Operator Labor Rate (BGN/hour) BGN 13.70 —
Operator Labor Rate (EUR/hour) €6.62 Operator Labor Rate (EUR/hour) €7.00 —
Total Labor Cost per Unit (EUR) €3.78 Total Labor Cost per Unit (EUR) €2.45 €1.33
Productivity (units/hour) 20 Productivity (units/hour) 26.89 6.89

CURRENT % Savinas:
BASELI FUTURE 9 LAt

UNIT NE TARGET STATE STATE IMPRO_I\_IEMEN
Manufacturing .
T periedds | DMEE g0 30.78 21 21 100%

. odle

(minutes)
Loss of Production M?2 93.639 63,19 63,19 63.19 32.517%
Floor Space
Overtime Costs

Hours 1472 0 0 0 100%

€48,903.66
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Improvement Results

The observed improvements are based on a comparison of the process performance before and
after the implementation of Lean practices.

Number of Operators (| 39%)

The number of operators required to achieve the same production output was reduced from 9.13
to 5.59. This was achieved through improved workload balancing across workstations and the
elimination of non-value-added activities.

Manufacturing Time per Product (| 38%)

The manufacturing time per product was reduced from approximately 34 minutes to 21 minutes.
This improvement reflects a more efficient workflow, reduced waiting time, and better
coordination between operations.

Labor Cost per Unit (| 35%)

The labor cost per unit decreased from €3.78 to €2.44. This reduction was achieved through a
lower number of operators and shorter manufacturing time, resulting in a significantly lower labor
cost per unit.

Conclusion

These results demonstrate the effectiveness of Lean practices in optimizing resources, improving
operational efficiency, and reducing manufacturing costs.
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Next Step: Process Standardization
As the next phase of the project, a Process Capacity Sheet (PCS) procedure will be developed and implemented.
The objective is to ensure consistency and traceability of cycle time, shift capacity, and process workload data. This
document will serve as the foundation for future process analysis and continuous improvement initiatives.
_— Tabnwuua za Mpownzeogcreenma Kanauurter
AF'QE T Process Capacity Sheet [PCS)
I'Ipo,qyl(‘lr— I'Ipo,cwlkT— NMuHwna: Crp: |1o11
HOMep. MMEe:
Mpouec / PaboTtHo TakToBOD LuknmuHo
MACTO BpemMe BpemMe
OcHOBHO BpEME CMAHA Ha WHCcTpyMeHT | OBbpaboTtka
Crenka Mme Ha onepaumaTa Prouno ABTOMAT. O6wwo nper{a— S Kanayurer KomenTapu
CTpOWMKa Ha CMAHAa
0
O6wo
Mme | [Hata | Moanuc
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review.

Next Step: Process Standardization
The Work Combination Table (WCT) will be used as the foundation for visualizing the standardized sequence of work within the takt time.
As the next step, WCTs will be developed for all key workstations, together with a standard procedure for their maintenance and periodic

The objective is to improve work distribution, reduce inefficiencies, and facilitate operator training.

Oduarpama 3a komOWHMpaHe Ha cTaHOapTU3MpaHa pabota Work APS o
Combination Table (WCT) oo
MpoAyKT-| o0 cbo1080000 Mpoaykr- HSF2128-KSL Printer Murus: HSP crp: | 1ot
HOMED: HME: Mechanism 27 12V
MNpouwec ! PaGotHo MACTD anCDBﬂHE ITau'mEm BpENe |23 CeK ILI.mf.mrm BpENE: | 48 cek
e Bpeme & cex. EFEME 3A CNEPALMATA
WEROMERAWTA =] O m OB E|E A EE A B
1  |Baswers wetanks msrotoEes 3 HHE :
iz 1 : :
; AR
3 "é‘i
P :
2 +HE
]
]
] H ;
=
| 6 I Py
7
g
9
OELO 2 | o | 18 CHMBOMA | FLAO. | mee— Trarouar = =T omic WV CTooie b
Hue Oara MNognue
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Next Step: Standardization

A Work Sequence Chart (WSC) will be implemented for all key workstations along the production line. The purpose of this standard is to visually

define the logical sequence of operations and the operator's movements within the takt time. The WSC will provide:

» Clear visual work instructions for both new and experienced operators.

» Optimized operator movements by eliminating unnecessary steps.

* Improved consistency and rhythm in task execution.

» The Work Sequence Chart will become part of the standard work documentation package and will serve as the foundation for operator training and
the long-term sustainability of process improvements.

APS Ouarpama Ha PaGotHaTta NocnepnosatenHocCT
o Work Sequence Chart (WSC)

HSP2128-K3L Printer
Mechanigm 2™ 12V

Mpogykr-
HME:

MPOAYT- | onaps1 080000
HOMEp:

IEEEE ‘ HSP cTp 1M

Mpouec | Pabomo mm‘l‘lpecoa.aHe - 3aHWTBAHE - 3aBapABaHe

Deu=eHna

CuacT

En. mowTa motop En. mouTam cexdzop

MoHHTa® Ha
rnasa

DzsseHARA

Pﬂ j% e
jisal bty ; —

o u o
i
\ MonTam

4 NUHOEE B TANO

v
1508-3) 1505-2) m@ﬁ [5)
Nl @
A
A

(5085-1)
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Next Step: Standardization

An Operator Balance Chart (OBC) will be implemented across all key production lines.

The primary objectives of this tool are to:

Ensure balanced workload distribution among operators.

Visualize the relationship between takt time and actual work time.

Provide a foundation for continuous improvement and operator training.

The Operator Balance Chart (OBC) will become part of the Standard Work documentation package and will be used during new

product launches, line redesign activities, and periodic line balance reviews.

ARS Owarpama 3a 6anaHcupaHe
o
Operator Balance Chart (OBC)
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Deployment Plan
Following the successful implementation of the improvements in the pilot area, several best practices were identified for deployment across other production areas.
The deployment focuses on:

Workspace optimization

Line timing and balancing

Sustainable implementation of 5S practices
Based on the project results, a Deployment Plan was developed, defining the responsible persons, target departments, and implementation deadlines.

This plan will support the replication of the project's benefits and facilitate the implementation of standardized and efficient processes throughout the plant.

NNAH 3A PA3IPbLUAHE

Cratyc Ha pasrpoblyaHe

Jlnnna lBaHoBa

No MpunoxkeHu aeiicTeua Mo>ke nun pa ce
- Ako OA, Kbge? OTroBOpHUK Cpok
pasnpocTpaHu
Otaen "MHayctpuaneH”
1 OnTMMmM3aumna Ha paboTHOTO NPOCTPAHCTBO Aa A AYETP Buktop MBaHoB 30.6.2025
Manku npuHTEpU
Otpen "MHayctpuanen"
2 3acnuyaHe 1 banaHcuMpaHe Ha IMHKUATA ha A AYETP Buktop MBaHOB 30.6.2025
Manku npuHTepu
B 7 ;
3 MNoBuwaBaHe Ha 5S B AMHUATa aa BbB BCMYKM oTaenm MKTOp VIBAaHOB 30.6.2025
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LEAM.BG
NposepoyeH nucT no 5S Sl MposepoyeH nuct no 5S SN
3asop; APS a0Ha: Open "MHoyctpuaned” nara 13.5a1y.25 3ason: APS 30Ha: Open "MHaycTpuaned” nara 2B.¢pen.25
— —
OpuTop: 18 25 3S 45 58 OB1Lo - Make. 100 T Opurop: 18 28 3S 45 55 061U - Maxc. 100 7.
OBwo Toukm 3 5 17 0 0 25 OGWo ToukK 20 17 18 11 15 81
Ep. Benpock 5 5 5 5 5 25 Ep. Benpocu 5 5 5 5 3 25
CpeaHo To4YKM 06 1.0 3.4 0.0 0,0 1.0 CpeaHo ToukK 4.0 3.4 3.6 22 3.0 32
Oewnoct no 1S - COPTUPAHE of1]2]3]4]3as. [enHoctn no 1S - COPTUPAHE of1 3| 4|35
1,01 Ha paBoTHOTO MACTD Ce HaMUPaT camo HyxHWUTe MaTepuany, HaM, u ap. Matepuanu, kouto He | 2 2 1,01 Ha paBoTHoTo MACTO ce HaMWUPaT CaMo HykHUTe MaTepuanu, Hafl, u ap. MaTepuanu, kouto He | 4 4
Ca HY®HW 33 Tekyllata pafora ca oTCTpaHeHK oT paboTHOTO MACTO. C4a HYHW 3a Tekylwara pafoTa ca oTeTpaHeHH o paboTHOTa MACTO.
1,02 Ha paboTHOTO MACTO CE HEMUPAET CAMO HYKHWUTE MHCTPYMEHTH, NPUCNOCOBNeHUs | ap.n. 1 1 102 Ha paBoTHOTO MACTO C& HAMMPAT CAMO HYHUTE MHCTPYMEHTW, NPUENOCOBNeHUA U Ap.N. 4 4
MHCTPYMEHTH, KOUTO He Ca HyJ(HMA 33 TeKYLUATA paBoTa Ca GTCTPAHEHM oT paBOTHOTO MACTO. WHETPYMEHTM, KOMTO HE ca HYKHMW 3a Tekylwata pafoTa ca eTcTpaHeHu oT paBoTHoTo MACTO.
1,03  Ha paBoTHoTo MRCTo ce Hamupa camo HeoBxogumoTo oBopyaBade. MalwmH, cTenamm, ojo 1.03  Ha paGoTHoTo MACTo ce Hamupa camo HeoBxoauMoTo oBopyasaHe. Malwmku, cTenaxm, 4 4
wikadoBe, Mack K Ap. KOWTO ca M3ne3nu ot ynoTpeba UNKM HeHYXHK 38 TEKYLLIOTO NPOM3BOLCTBO WwikadroBe, MACKH M Ap. KOWTO Ca M3NE3NK OT YNOTPeDa UMK HEHYIKHW 38 TEKYLLIOTO NPOU3BOACTBO
€3 OTCTPaHEHN oT paboTHOTO NPOCTPaHTEED. ca OTCTpaHeHu oT paboTHOTO NPOCTPaHTCEO.
1,04 Ha paBoTHoTo MAGTO Ce HaMupa camo HeofixoaumaTa AOKYMEHTAUMA (BKN. MHopMaLMA No ofo 1,04 Ha pafotHoTo MAcTo ce HaMmipa camo HeoGxoanmMaTa AOKYMEHTALMA (BKN. MHpOPMALIKA NO 4 4
Tabnara). OcTapend UMK HeHysHA Aoknagu, Benexkn, oBAeK, aduluM 1 Ap. ca OTCTPaHEHM. Tabnara). OcTapeny UNW HeHYXKHW Aoknagw, Genexxi, obABM, atulumn W Ap. Ca OTCTPaHeHU.
1,05 B craHgapta no 55 (pab. MHCTPYKLMAICKEMa W Np_) 38 paBOTHOTO MACTO ca AechvHMpaHy okl | 0] 0 1,05 B craHpapta no 5S (pab. MHCTpyKUMA/CKeMa W Np.) 3a paBoTHOTO MACTO ¢a JedhuHUPaHA BCHikn | 4 4
HY#HW NPEOMETH 38 MACTOTO HY#HK NPEAMETH 38 MACTOTO
NeiiHocTu no 2S - CUCTEMHO NOAPEXXOAHE o[1]2]3]a[ass. Aeitoct Mo 2S - CUCTEMHO MOAPEXOAHE 0]1]2]3]4]zss
201 TMpoxoanTe ca AcHO MAeHTUMUMPaHK W Heaanpesern. MaxoguTe ca sicHo geduHupaHi W 2 2 2.01 MpoxoauTe ca ACHO WAEHTUMUMPEHI U HeaanpeueH. M3xoauTe ca ACHO AetHUPaH 1 4 4
HesanpeqeHy. HeaanpeyveHH.
202 MecraTa 3a BCHYKM NPEOMETH - & ACHO AehHHMPAHO, O4EPTAHO M MAPKMPEHOo No pa3tupaem oo 202 MecTaTa 3a BCMHKM NPEAMETH - & ACHD AeHHNPAHO, O4EPTAHD M MapkUpPaHo no paabupasm 3 3
HauwH. (npedmemu no noda - kyTvmn, Hall, MaTepuany, Kon1-KK, NOMMCTBaLUN CPEACTEa, NaneTy HAUMH. (Mpedmemu no noda - kyTuw, Hall, MaTepuani, KoNW4KK, NOYMCTBAILM CPEACTBE, NaneTw
38 CTPYHEW M AD.; Npedmemu no Jpyau MECma - MHCTPYMEHTH, CTENAKM 1 np.) 32 CTPYKKW U Ap.; npedmemL no GpyaU Mecma - MHCTPYMEHTU, CTenaku i np.)
203 KonwdecTeaTa 3a maTepwani, koHcymaTneu u Hall ca AcHo nechMHupaHi, ovepTaHi n ofo 203 KonwuecTeaTa 3a MaTepuani, KOHCYMaTHeu u Hall ca ACHO NeiMHUPaHM, O4EPTaHN U 2
HaANUCaHU. HAANHCaHM.
204 TocTaBeHn ca eTMKETH M HAANMCH 3a maTepuany, H3M, MALIMHM, YMACTBLM, NABMLM W Np. 2 2 2.04  TMocTaBenH ca ETMKETM W HAANMCH 3a MaTepuani, H3I, MaLMHY, yMaCTbLM, NaBULIM 1 Np. 4 4
205 [OKyMeHTHTe (BKN. MHPOPMALIMA Mo Tabnata) ca YeTNHB0 HAANWCaHN W MMAT ACHO AetUHRpaHe | 1 1 205 [OokymeHTtute (2Kn. MHdopmalma no TaBnata) ca YeTNMEo HaanNUCaHK U UMaT AcHo nediHupano | 4 4
MACTO. MACTE.
TIENHOCTH N0 35 - CYISIIHA JACTOTA 0f1]2]3]4] 3. Lewrocty no 3S - CUAWMHA YNCTOTA 0[1]2]3[4]zas.
3.01 MoposeTe ca YMCTH OT MPLCOTHA, NPax, OTNAALLM, KOMNOHEHTH, ONaKoBLYEH MaTepuan n ap. | 4 4 3.01 Mogosere ca YMCTH OT MPBCOTHA, NPaX, OTNAALUM, KOMNOHEHTH, ONBKOBBYEH MaTepuan u ap. | 4 4
MapKupOBKUTE N0 NoAa ca & J06p0 CLeTosHMe. CTeHUTE, NPerpanuTe, KONOHUTE, Ca YUCTH, MapkupoBkuTe no nofa ca B 106po cheTosHne. CTEHMTe, NperpaguTe, KONOHUTE, €3 YACTH.
302 MaLMHKTE Ca YMCTU OT NPaX, MAENO, MPLEOTMA | Np. (paBOTHA NNOTOBE, KANALM, CTOMKA G ) 3 302 MawwHUTE Ca YUCTW OT Npax, Macno, MpLCoTUA U Np. (paBoTHU NNoToRE, KanauK, CTORKK ¢ 3 3
MaTepuany u ap.) MaTEpPHanu 1 Ap.)
3.03  BouuiA NpeiMeTi - paGOTHW MacH, KyTHW, KyTWM, KO(hW, MHCTPYMEHTH, M Ap. Ca YNCTH, Heca | 3 3 3.03  Bouukn npeameTy - paBoTHM MacK, KyTHM, KYTUH, KOG, MHCTPYMEHTH, W Ap. C3 McTh, He ca | 4 4
pasKLCaHM MK MoBpeneHy. Te ca NOAPEREHH No MECTaTa CH. pasKLCaH UMW NoepeneHy. Te ca NOAPeneH N0 MECTATa CH.
304 [lokymeHTHTe ca UiCTH, HE Ca NOBPEEHM, U CE ChxpaHABaT Ha MecTaTa ch. 4 4 304 [okymeHTWTE ca YMCTH, He Ca NOBPEAEHH, W Ce CEXPaHABAT Ha MecTaTa CH. 4 4
3.05 MaTepuanuTe W KOHCYMAaTMBMTE 38 NOYMCTBAHE CE ChXDAHABAT HA TOUHD ONpefeneHo MAcTo ¢ | 3 3 305 MatepuanuTe 1 KOHCYMaTHBMTE 3a MOYHCTEAHE CE CBXPaHABAT HA TOUHO OMpefeneHo MACTo ¢ ( 3 3
NOBXOAALLA MAPKUPOBKA U C3 NIECHD AOCTLNHH NpH HYKAA. NOAXOOALLA MAPKMPOBKA W C3 NECHO JOCTHIHN NP HYKOA.
OewtrocTv no 4S - CTAHOAPTU3UPAHE 0]1]2]3]4] . — feiiriocv no 4S5 - CTAHAAPTISMPAHE 1]2[3]4]s3as.
4.01  Wwma rpachuk, KoiiTo NOKa3Ba BPEME, YECTOTA M OTTOBOPHOGTM 38 NOMKCTBAHETO Ha MalmHuTe, | 0] 0 01 Vima rpaduk, KoiiTo N0Ka3sa BpeMe, YECTOTa W OTTOBOPHOCTH 33 NOUMCTBAHETO Ha MawmkTe, | 0] 0
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Removed Excess Materials from the

Production Line
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