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Abstract. The standardization consist the instrument to igomé the production line and assure the repeated
operations in the work stations in almost all falation process. The principal objective is to stme, at first time,
the process and in the second moment, to maintairahd develop the excellent quality level durimg work journey.
The metodologie applied is an exploratory reseaold awas completely realized in an automotive compding
standardization is also the formalization of therkveoutine established at one productive work uhitspite of the
established conditions, this process isn't alwayHicgent robust to assure the very good work ctods because
sometimes any element can not be considered drencorrectly evaluated. In these cases it is necgds realyse an
audit to evaluate the quality level and the stamlization of each work station. In addition to theesifications, and to
well define an operation, it is also necessary dosider the analyses of mouvements that operagatize. All these
points are presented in the first part of chapten 2vhich a bibliographic review were realized. Atdiled description
of each steps to be followed is well described(i@perational Procedure) and this will permit alsm ¢laborate the
document called balancing line in which is possitdespecify the sequence of work to be realizedefmh work
station. A brief description is presented to defeamthe principal benefits and importance of stamliigation, to
complete the bibliographic review. In the sequeniteis presented the methodology to define how ¢o ad
standardization at a work unit as well as the apation in a practical case, object of this studpdAat the end of this
part of the article it will be present two figuréisat permits to do a comparison between them. llt nealize the
analysis about quantity of work stations standagdiagainst the amount of detected defects in thegss. Through
the comparison between Figure 01 and Figure 0B, jfossible to identify the defects eliminationttvare previously
observed. A brief discussion and conclusion, cariogrthe method and the situations that had hapgehging the
standardization of the work stations is also presdnConsidering the obtained results it is possitol say that the
standardization really can eliminate the problemsserved in a process. But to perpetuate this metisodf
fundamental importance that the supervisor mainthis daily routine of checking to assure the guyalif the
standardized process. s.
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1. INTRODUCTION

The requirements that costumers do about qualiginay the organizations has been the subject abuar
discussions and sometimes even judicial processkifig on that, and principally in a way to maimtahe costumer,
many companies do heavy investments in quality namng, especially ISO 9.000. Based on these progréms
methodology of standardization gains its forcegabnsolidated in the business as indispensabléygioml|.

To establishes uniform methods, practices, proasgineering or technical specifications is usestamdard. A
standard consists of a reference document usestdblish criteria to be followed during the exeontf an activity,
tasks or service. It is usually designed by an mimgdion that is responsible for the creation, &hment and
dissemination. Some institutions of repute may ibedcas the 1SO - International Organization foarardization
(2009) and DIN - Deutsches Institut fur Normung 20 The standards (for Quality, Environment, Safahd
Ergonomics) set by these institutes will be usedcbynpanies that make the standardization in theadysction
processes or services.

The standardization in an industry is an activityamg duration, because it involves many facttike adequate
training to use the methodology, constant operat@alyses in work stations and the obligation ofghpervisor to do
each work station and write the procedures.

2. THE STANDARDIZATION IN PRODUCTION PROCESS

Many companies, despite their follow daily routirefswork, do not have formalized their proceduresobably
these companies did not identify this need, or rsults obtained so far are considered good, ewdord the
occurrence of adversity in certain moments of potida.



Proceedings of COBEM 2009 20th International Congress of Mechanical Engineering
Copyright © 2009 by ABCM November 15-20, 2009, Gramado, RS, Brazil

The standardization was the key vehicle for thesobdation of the Japanese quality movement. Itfbassed on
the uniformity and orientation of common knowledgeol. From the viewpoint of a Japanese expert @ity "The
standardization consist the systematic accumulatfdmowledge in which the technology has been t4g8ARVIN,
2002).

The emphasis is related to analysis of causes ah@nly more attention to the effects. This is #féort that
Paladini (2000) comments to add quality to the potidn process.

The standard work is the foundation for the creatba repeatable process that consistently pradtieedesired
result. The standard work is also the foundatiotraihing. It is impossible to train a person uittknows how to work,
and it is impossible to improve an unstable prodkas each operator performs in a different wayy Amprovement
becomes in a more different way to do the work ER 2009).

The standardization of the production process sgs the elaboration of formalized routines incfiom of the
activities realized at a work unit. It's necessargonsider also the work organization, that consdo the quality, the
production and the productivities, the security Hrelworkers health.

According to Huge and Anderson (1993), the costadr quality includes internal failures as tailireysd rework
and failures as expenditure on external securigpéction and detection of failures and preverdgmth

Campos (1998) affirms: The standardization is thsebof the Quality Structure. It can be developedhe
organization by the creation of Quality Culturetbg methodology known as Five Senses (5S) or Heasfkg. Since
that implementation is done, the organization bélable to start the process of standardizatiomjredte the anomalies
and manager the organization.

According to Moura (1999), when the standardizai®mapplied, the organization presents a strongpetitive
advantage trough the implementation of the culafréTo do right at the first time.” It is a harddlato obtain good
results and it will be necessary a lot of energy personal discipline to achieve this concept,itigtreally possible.

As mentioned by Oliveirat al (2004) for competitive advantage, the organizatioforced to find ways to teach
men, who are part of it, to generate informationl &nowledge. It now exists in the organization #mwledge
formalization from a wider dynamic to act, an orgation must have the knowledge.

Marshall et al (2003) comments: One of the greatest successasas$ production, characterized by Ford's
development of assembly line and scientific managenof production, was the standardization of patsl
components. The adoption of a management systemresgnormally, the standardization of methods pirzattices of
an organization, and a good way to start the staigion of an enterprise may be the implementatib ISO 9000
series standards.

The standardization must be realized in the camdithat all operations developed by the operatorshe
production line need to be formalized. All of thenust be written in a way to assure the establigitededure and no
possibility to occur any anomaly during the workijoey. Even to the different work shift, the progeglto realize the
operations must be the same and also all obsengatiefined in the procedures need to be followekeia process is
specified, it means that all operations are definetthe best form to be realized until that moméhitt, considering the
constant development, it can be changed if it cesgary, principally when a word called kaizemused frequently.

In addition to the specifications, and to well defian operation, it is necessary to consider trays@es of
movements that the operators realize. This simp&ewill assure that the operator will not execaitead movement, so
he will not cause any restriction and damage toshifnExample, if the anthropometric profile is mell defined and
identified at the begin of the project, probablistivorker will have some pain in his back or in aisns when he will
execute operations repeatedly. As consequenceasodi¢finition, the operator will force his arms athe result will be
his restriction of the work place.

Part of the work includes a standardized ratinghef main points of safety in the descriptions ofrkvdl he
standardized work describes, in order, the stepactmmplish it at the appropriate time, in additionthe most
appropriate members’ moves. Operations Procednohsdies details on how to perform the work corsgcihd often
in detail, presented by images, including the atramgle and height to position a tool so thatekample, the pulse is
not in an unsafe position (LIKER, 2009).

To minimize rightly the exposition of one uniqueeogtor at the work place during a period of eightiris
continue, the fabrication unit realize three exgwmof operators at the work place in a predefipedods. This
situation will permit at least three operators vimined to realize the operations in the work kheing a journey of
eight hours. And, another situation identified émluce the operators fatigue is like that: The dpertat starts the
work at a hard work place considered critic (acswydo ergonomics specification), in the secondgathe will work
in a place that is not as hard as the first onés Work condition will permit to him to do a gooénformance and to
recuperate his energy during the daily journey.

When subjects related to standardization and erganare available in process fabrication many cto$ must
be considered, and sometimes they are very spabjficThe supervisors and other people that wilkkvaith these
subjects have to have a specific training abousehgoints, because they will use it directly inirtveork. To well
evaluate the standardization versus the ergonoitniations, this article will also present a compiasbetween them
in order to define the positives and the negatharwefits of the standardizations in a process,imddaduring the actors
experience in the standardization implementation.
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The standardization is also important to allowddtical analysis and the consequent improvemergrotedures
and methods of the company, it offers a concretspeetive of that review and improve. (Marslelhl 2003).

2.1. The Benefits and the Importance of Standardizen

The standardization of an activity and/or a prockssand time and people training. To realize thadsrdization
of a structured and consistent form, the followdwcuments need to be elaborated and applied: EsrgigeFolder,
Operational Specifications (also called POP, intiRarese), Balancing Line Document and Operationalining
Folder. These documents are considered the princgse of standardization and must to be specifietie Quality
Management System of the organization.

According to describe by Curi Filho (1999), there many benefits that standardization offer, anmttvegn may be

cited:

* Qualitative benefits, that respect the proper useqoipment, raw materials and the workforce; &ssis the
training and improvement of technical level of therkforce, also records the knowledge acquired of
employees;

» To operate the process the standardization entheentrol of products and processes, in addtbahe safety
of personnel and equipment. Contributes signifigatd the streamlining of processes, and broad ceowf
continuous improvement.

» Benefits provide quantitative reduction of consupmmptand waste of materials. It also promotes the
standardization of components and equipment, reduthe products variety, increases productivity and
improves quality of products and service.

According to 1ZI-QUALIDADE (2009), in addition toht benefits and also in order to well identifiea th

importance of standardization in the quality mamaget, below are listed some important charactessti

» Without a stable basis, i.e. without the provisioh a standardized process it is not possible toemak
improvements, because you cannot improve what iskmown or which varies constantly. How to know the
current level of performance if there is no ressttme other different, better or worse than theiptes? The
standard creates a foundation on which other teciesi can be applied more elaborate, like benchnrkine
"reengineering"”, the "outsourcing”, the "kaizerthang others.

» Another role of standardization is the delegatibroatine tasks. With the stability of the procesgids possible
to delegate the conduct of cases to the peopleopkoate the freeing management to worry about togqts
that aim to improve more competitiveness to the amy.

* The standardization is also the basis for operatitiining. Having defined the procedures becoasee and
easier to develop in people the skills and knowdedgcessary to perform the tasks. And the tasksrdiog to
the standards ensure the maintenance of the results

* The standardization is not limited to the estalptisht (consensus, drafting, approval and distrilmytiof the
standard, but also includes their use (training arification of its continued observation). Thigams that the
standardization only ends when the execution okwaasrthe standard is ensured.

2.2 Description of the Standardization Process

The standardization should be done so that allatjpers carried out by operators in the productioa Is drawn,
and should be described to ensure that no anomsaly®in the day to day. Even to work differenftshithe procedure
for carrying out activities to observe what hasrbdefined by standardization. When standardize®egss means that
all operations is the best way to be held untit thae. However, it should be subject to constamgrovement in order
to promote the growth of operational skills, thetimels and ergonomic and in some cases to prometienirovement
/ optimization of equipment in the industry.

Usually the documents/specifications of the produeing manufactured have its origin in the Depantmaf
Engineering. With some exceptions, the client k&swn design / specification for the manufacturéheir product. In
Engineering Folders the specifications are defitoelle obeyed for the product to be manufacturegexpected during
production operations. Among some examples canitbd: ¢che torque that a screw should receive inptueess of
assembly; the assembly sequence of a particulapcoemt; the type of glue to be used in an operatfogluing of
components; the dimensions of a particular piedsetananufactured, among others. The use of a pittelps much in
understanding and allows a good view of a particafgcification or operation to be performed. le tngineering
Folder still must be specified the same number,rthme which the transaction relates, a table stpihe latest
revisions made (with the number of developments$ titgurred, the name of the person who made thagehar
created the document a brief description of thigere and the date of making the same). Specificattiaristics should
also be specified in Engineering Folder. Commergszade here about the security features andeguiations, which
must be prioritized and implemented as advocategged in legislation.

Based on information provided by the DepartmenEn§ineering, the Department of Manufacturing Eneiirey
Folder uses to describe the operations to be peeraccording to established specifications. Imigortant that all
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activities related to standardization are propeelyorded. The supervisor of the production linepassession of this
document is to establish the POP function, spewfyn detail the operations to be performed, bexdugsis the person
who best knows the conditions and / or existingst@ints in production, including the provision {gain production
line, the ergonomic conditions of employment, amatgers. Within this article the systematic speaeifion of
activities to be carried out (how) is the respottisjbof the Department of Manufacturing. It is gibdo remember that
the description of the operations by this departroan vary from plant to plant.

2.3 Description of the Operational Procedures Prepation

For the description of the operational procedusparation is possible, the production supervisostrparform the
operation in the work station to be standardizedithen analyze and write the operations in detils is done so that
the supervisor can identify any difficulties thatynexist in the conduct of an activity and transerit as best as
possible for the analysis of the operation. To welcribe the operation, the supervisor uses tl@viog questions:
What to do? What part of the body used to maketrnesaction? What object? How?. Example: Take itjtet hand
with a pneumatic screwdriver located in front, fiofdit by the cable and the thumb positioned nexthe button to
trigger the pneumatic screwdriver. The descriptibreach transaction must occur in detail for therersequence of
carrying out the task. In addition, also, to definan operation, it must also consider all the mmmts of the operator,
as it performs an activity, may provide restriciamm anthropometric profile or weight. Therefolee POP describes
how to do what was specified by the Engineeringd€oko that anyone can perform the operation adding this
document. This way of specifying a transaction &s#ts main objective the incidence of non-occureeof problems
or questions by the operator upon completion ofattérity in question. Still on the analysis of thperation, it should
be considered, where applicable, the use of equipare methods specified.

Performed only after a detailed analysis of therafen it is possible to set the name of the méages, which is a
summary description of the operation to be perfaknio facilitate the definition of a major step,siiggested the
following question: Do what where?. E.g.: Mount thater tank in the engine compartment.

Besides the analysis of the transaction, in the RipRrational procedure) are set the main stapeskey points
and reasons of the key points for operations tlet be generating potential defect, or who requirégal attention by
the operator, or that have caused problems in tjmass Thus it is possible to prepare a documdtihgeout the steps
to be followed for performing an activity with pision. For operations that may affect the qual@gfety or the
security of compliance with specific function anar/ regulations, it established a key point, whishthe essential
element of a major step and that is for the opetatéook for this detail the realization of it. Aaxample of a key point
that can be applied here is the noise or click shpiece makes when it is mounted in a hole. Theraipr will know
that he performed the operation after have hedhagoise or the click of the piece when mountethanhole. In the
field reason of key point, explanatory design, apamy rules and other, located beside of the kemtpd should
explain the reasons for choosing the key point.dxample, after examining the operation it wasrdefithat the main
stage would be the "tightness in the trunk" thesoaedfor the key point was "Because water can notdéetified inside
the trunk." A single transaction can contain a maxn of three key points, and all must provide asoeafor which
was specified. Other information’s the supervismige necessary may also be included here.

The use of a tool and / or device must also beribest in the POP, when applicable, and follows shene
methodology used for describing the operation tqpbdormed. Operations for possible adjustmentthefpressure
gauges may also be part of operational procedure.dEscription can be performed followed by a dngwo illustrate
how to use the tool. The suggestion to do a drawistgad of a picture, is due to the fact thatfitst is more specific,
while a picture may present much more informatimentis necessary and this may causes confusiathdaoperator,
when reading the POP.

At the bottom of the operational procedure form &ve important information’s: What is forbidden amdhy?
(Explanation of any problems or defects), and Howléeal with anomalies (items or notes / Othersg #wvo fields that
can be used by a manufacturing supervisor at thgplagion of the form or in daily maintaining.

The operations description in the POP should bebeued. This allows separate, for example, actwitieat are
performed on the right or left side of the vehicleshould not be very long, so that no problemsuodn the
interpretation or excess of information in the saiperation. The very extensive operations mustividet to facilitate
the reading and interpretation of the activity ® gerformed by the operator. At the end of eacllyaisa operations
should be separate by a line or dash.

Another important detail to consider when draftthg analysis of the operation is to define the toheompletion
of the transaction. This information will be of gtevalue when the production supervisor will prepdwe document for
Line Balancing (document that is used to defingtadl activities and the sequence of them to beopedd in a work
station). The time of conducting each operatiordede be timed and then recorded in POP. By dafinithe unit of
measurement of time to be timed should be congideseCMIN (cent-minutes).

To finalize the development of POP, the fields tedain to the header of the document must be cdetplét is
made reference to the type of vehicle manufachame of factory where the operations are donesnatavork unit of
each department, number of Engineering Folder (fioinere these operations have been specified) aaestal
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numbering of the POPs, e.g. : Page 1/2, whichesRBP 1 of 2 prepared under the same number ohé&ggng
Folder. It must be filled the fields Name of Progesl or operation, individual protective equipmentbe used in
conducting this operation, possible tools to us# possible parts to be mounted on the vehicle. tirhe needed for
learning by the operator is also important to coasi as well as possible licenses and/or qualifinat that are
necessary for the realization of their activity.

In the conclusion of POP development, it is neagsttamake the sum of all times specified in thi&giment and
it must fill the field of Total Time from all Step$n the development of POP, the column N is usethform which
date this document was created and then it isfeemtlidation of the production boss and theireswisors of the plant
(when there is more than one).

Thus, with the POP elaboration, the supervisohertéam leader has broad conditions:

» Train operators in the workplace, following a uréqarocedure;

» Provide details of operations, without any errors;

» Assess whether a transaction is or is not well gdone

» Capitalize the best work method during the openagtandardization;

« Evaluate the performance of your work unit throggaphics control, considering the quality dimensic@ost,
Time, Quality, Safety and HR.

3. PRACTICA CASE — IMPLEMENTATION OF NEW STANDARD | N AN AUTOMOBILE INDUSTRY

The introduction of this new working method in amtamobile industry was a heavy activity, especiddly the
supervisor, because in addition to routine ac#sitf their responsibility for monitoring the indiors of production, he
also had a responsibility to realize the operatiartee work stations and then describe them orb#sés of information
available in the Engineering Folders. The issu¢hefsupervisor to perform production activitiestie work stations
was a very important step with regard to greatemitadge ownership of operations at its unit of cesgibility.

The technical support provided by trained persoimehe implementation of this methodology was imtaot to
address the questions that arose during the prtégaeand description of the Engineering Folders B@P's.

Applying this methodology in the manufacturing pges means that more activities are carried ouhénbiest
possible way. Especially with regard to operatiosedjuence, that is systematically repeated for eaehation. All
operators with a license to work in the work stati@ve to carry out the same operation the sanme dfwehicle in
production. It can be said therefore that the igpptof operations is very close to perfection.

To ensure that this is actually accomplished, tlaeeesome ways to monitor the operations. The dastbe said is
that when defining the procedure in a work statemerson is appointed by the controller to be phathat position,
called owner of the work station. From this moméimis person is responsible for the proper deéinitor sequence of
operations in the post of responsibility, togetivéh the supervisor of production. Thus, it wasgibke to involve and
compromise the operational level for issues reltdegbod standardization of unit of work.

The training that exists for new entrants is alwagsompanied by the holder of the work station. H®the holder of
the work station that helps the supervisor in priagathe POPs, is he who makes the training of aperators for the
post of his responsibility. This is a good practidéch was identified to have a higher motivationamg the operators
and especially to be stimulated to continuous imenaent in the production process. From the timetti@holder of
the work station reviews the methods of the pethahis in training, he can also identify possipténts of
improvement and contribute their comments on aivagian for evaluation.

Another situation in which it evaluates the perfanoe of activities on work stations is relatedhe Operational
Training Sheet. Here are the names of all operatbtise work unit and the level of knowledge of ledor each work
station. For example, if the operator does not kiibg/ work station in the field related to it théseno marking.
Whether he is in training, the field is filled witin exclamation mark. From the moment he is tramedhe job, or
from the time he can perform all operations withihet aid of the post holder, to ensure the oparatisequence, in the
cycle time of the job and without the occurrenceny defects, he will be able to conduct the wadtien. So, in his
situation the Operational Training Sheet is modifie indicate I. Usually the training carried oat & job has duration
of one week.

In addition, the situations presented above, aiit @adducted by the supervisor, also called Linalievaluates
each work station, according to a schedule defimgdhim. This audit is realized to verify the issuetated to the
methods put forward the work station documentafip@P), the level of operational training, ergonogoaditions and
whether there are quality problems associated thithpost. Several issues are raised in the tintetlleaoperator is
doing the activities during the audit. The postguoestion is evaluated on ergonomics and possiblatpmf
improvement. The operator being audited has theorppity to suggest any improvement in their joimafly, the
supervisor evaluates the situation of the workatednd especially the operational issue, defirfifigis OK or if there
is a need for intervention.

Applying these check methods is possible to kegoad level of standardization of the process. Iditamh to
already explained above, the internal audit is alsusidered a good way to measure the extentlibaivork stations
can promote in quality
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Failures in the standardization of work stationsyroacur. However, if followed the steps specifidubee, the
possibility to occur it will become very small. Bsituations may happen that were not initially &men in the
Engineering Folders and/or POP's. In this way,RAdP is considered a living document and it is fbsgio add any
additional information to it in order to make thepess more robust.

4. DISCUSSION

The transition phase between a work system to & metailed procedure have its proper time of mdituire the
case of a systematic work that contributed to &eh@¢hange in the way of activities realizatiancaused an enormous
initial impact in the organization activities esfadly as regards them on the work unit.

The greatest difficulty faced initially was relatem how to translate the words to get the majasitgestures and
movements made by operators during the conducpefations. As the methodology was presented imaavative
way, there were many doubts about the inclusioneahs and definitions commonly used in the produnctine.
However, the focus of development of POP was mainlyhe description of how to do what was specifted
Engineering. Through the use of draws could mingnfze detail in terms of local operations and oj@mal gestures,
which greatly facilitated the transcription of opgons.

The major operational difficulties observed witle theployment of the new methodology were in bregakive
existing paradigms hitherto existing. The previaperational sequence performed was not standardizerhg the
operators themselves, which favored the omissiantednsaction with the generation of a defect.

As a result, it was not possible to assign resjilitgito people for its activities and mainly bexs® the supervisor
also did not have completely knowledge of operatigalized in the work unit. The training conduchsdthe job was
not standardized, which allowed an operator torbmed in a different way. One point that was cdestéd as the
essence of standardization achieved in the jobstmeaslefinition of a person holding a job. Thisilitated a lot the
information spreading and they started to becomermyolved and engaged with the activities to bdartaken.

At the time of deployment of this methodology, tbempany had activities in two work shifts. As shown
previously, there was a standard procedure, buttamtmuch robust and this was directly reflectedha quality
indicator as a result of the work unit. The incidemf problems was reasonable and was not podsiidentify the real
cause of it. With the implementation of this metblodyy, all operators perform the same operatioequence and this
contributes significantly to the problems elimioati An exceptional gain when compared to the sanatefore. Here
are two graphs that correspond to the total nurabdefects identified during the period of eleveanths in 2005, for
the work stations of Units 1 and 2, in which thetimelology on standardization was implemented. passible to
observe in Figure 1 the quantity of work statiomr punit per month, which was standardized, follayithe
methodology presented here.

In Figure 2 it is observed that the amount of disfechich were generated in Unit 1 provides reducfrom the
month of February, months that began the procestamidardization in this article. In the period fesoy-April six
work stations from a total of 11 were standardiZBue remaining work stations of this unit were seudized in the
months of May and June, and the result obtainea fitis month was the elimination of defects geregtam the same
month.

- 16 14
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Figure 1. Quantity of Standard Work Stations Figure 2. Quantity of Month Defects Identified

For Unit 2, the first results on the monthly defeceduction were obtained only after the beginnafg
standardization of work stations, which occurredcsi June, in which 4 work stations, from 14, weheaaly
standardized. Observe that the total number ofctiefdso decreased with the increase of work statiandard in Unit
2, reaching the mark of zero defects generateldarunit from September, when 100% of the work aitesti in this unit,
were standardized.
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5. CONCLUSION

By implementing this standardization method wassiids to identify a process where there is no ctiinition
of activities to be undertaken, it is doomed tduf@. The incidence of problems is great and rd&wius not carried
out to eliminate the root cause of the problemthis case, the probability of a defect repeat i/ Yarge and that
certainly will erodes the image of the company bethe client and hence a reduction in revenuéiseo€ompany.

Detail the operations to its essence leads to @tigh analysis of the whole process. The identificeof errors is
encouraged, and also provides the developmentr@r@heement of creative thinking and intellectualpde.

Rather than establish a standardization in the ywmtieh process, the introduction of this new metiogy has
contributed significantly to explain the conceptguiality in production process. The definition ofi@lder to establish
the work station action was a decisive commitmenthe part of each operator and primarily respdeditr each one
that is necessary to define a unique procedures. fids contributed significantly to the continuoualdly improvement.
And several times observed in the production I failure of the procedure, caused a defect.

Empowering people is essential because it is tHrabhgm that the improvement opportunities arise thede are
people who perform or implement changes suggestédeir jobs. Committed and involved people prodomee and
better and these points were well identified irs théployment.

The proposal drawn up by this article was to slpaaetical experience, observed on the daily depentrprocess
of standardization in work stations. A brief deptidn of specific points of procedure, such astdisthing a key point
of an operation, balise and structure them to enthat the product is manufactured entirely appatg@raccording to
specifications recommended.

The function of quality control is no longer an ksive responsibility of the Quality Department dmtomes a
responsibility of the supervisor of production, &ese it is the manager and responsible for enstim@pplication of
standardization in their work unit. This fact isdanced in two very specific situations. 1) Is tiesponsibility of the
supervisor to establish the writing standard,the.relevant documentation to the work station ansure that what is
written is the best way to implement that activitiytil that moment. 2) Is the responsibility of thepervisor, also
conduct an audit in work stations, in which he aatés, among other things, the operational sequdocaulates
guestions to the operator about the knowledge efitformation in the POP, the possible non-confaemigenerated
by this same work station. And, issues suggestosreviews on ergonomic are also evaluated onithés

The results obtained with the standardization itsud and 2 showed that after implementation theees
significant reduction in the amount of defects. Btendardization is considered, and therefore lanteal activity that
has great positive influence on the correct condtione or more methods, leading them to excellence

All these actions made in the basis of "ownership "to want to do it right the first time", proeicexceptional
levels of quality, both in the work unit as in theanufactured product. Also contribute significantty the rates
maintenance and patterns obtained for continuoysawement in the work unit. Thus the institutionpegpriates
knowledge in a best structured form, which untiltthoment did not exist, and provides clear an@cihje evidence
that it provides and stimulates continuous improgehwithin the organization in its day to day.

The methodology presented in this article was pallly implemented in the units 1 and 2, and subsetiy spread
to other units of the department.
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