
















































































































































































removal of 

     die clamping bolts, removing die, waiting for inspector, etc) 

  2) Analyze all work time by using Bar Chart 

  3) Internal set-up activities are analyzed in detail to identify activities that can be 

carried out without stopping the machine 

  4) Pre plan die availability and raw material, so that they are available at the 

press when the current run is completed  

  5) Reorganize die storage, so that dies are classified based on their usage(i.e. 

weekly, monthly, etc). In addition identify dies accordingly and establish 

identification  system 

  6) Have checking jigs and inspector available at press when off is produced 

  7) Prepare the necessary tools and store orderly 

  8) Reduce setup time by Parallel operating system where preparation for die 

change 

    is done whilst press is running 

    Second phase 

  1) Standardize the die specification 

    ・ Die height 

    ・ Die-set size 

    ・ Clamping thickness of platen 

  2) Introduce “ANDON” (signal light) for Parallel Die Change System 

10    Case J 

    (Annex J-1 and J-2) 

    Description of Problems 

    ・ Long time is needed to setup changeover 

    Diagnosis and Recommendation 

    ・ Use of the die exchange trolley or lifter with tool hanger 

    ・ Classification by color code of the mold shelf and stamping die 
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