HESTO

Hesto
Presentation For DAC

Logistics

. Why Is It So Important in The New Business Environment
« Some Activities to Offset Problems & Improve Logistics

« An Example of a Co Operation Exercize with TSAM, to improve
Linefeed From Stores



HESTO
Container Utilization — Effect of Reduced Volumes

Previous
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- Shipment Logistics Costs
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y Logistics Is So Important Now — Capital Tie pHESTQ

Selling
Price _
R100 Interest Calculation
Annual Sales ...l R100m
O/H & Profit R20
Stock on Stores (Import)................ 30 Days
Labour R10 )
In Transit (on Boat)........................ 20 Days
_ Capital Tied Up (R70m x 50/365) = R10m
Materi R70
al
Interest @ 12% = R1.2m pa

P
Typical Component

Price Model



em 1. Container Utilization — Some CountermeasureHESTO
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WHAT WE ARE DOING

Resource from Remote Areas to
Hub Areas.
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Containers.
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THE PROBLEM

*The Market is not Stable.

» Opportunities to sell must be taken (like the Lease Rental Sale, exports etc)

SO IT IS IMPORTANT THAT SUPPLIERS
» Are able to react to Changes in demand in Production.

e Can procure components in time

AND A POSSIBLE SOLUTION??
A Pull System as Far Back into the Supply Chain as is Possible.
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A Brief Explanation Of A
Pull System,

before explaining Hesto Pull
System
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How Kanban OUuld Work
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HESTO
How Kanban Should Work
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Explanation - Overview Of Full Hesto Supply Chain HESTO
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Overwew Of Full Hesto Supply Chain
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Overwew Of Full Hesto Supply Chain

Assembly > < TSAM >

: Shipping >< Storeské Pre Assembly
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So Assuming a Single Connector Component
Value Add ... e 0.5 Days

Laying arOUNd .....ooiiii i e e e 44.7 Days
Forecasted but not fitted.............c.cooiiiii i 104.7 Days



Difference in Throughput Time — Hesto Internal and External
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Overwew Of Full Hesto Supply Chain

Assembly > < TSAM >

A __Shipping >< Storeské Pre Assembly

Harneg

Supplier | » Stores

Line

Battery
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Problems

We are forecasting What Should be required over 100 Days in Advance... but
calling off by pull system.



Maybe This is How Kanban Should work 27
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And if L/T is only 21 days,
and weekly delivery, then
stock in stores can reduce
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Hesto
Presentation For DAC

Example Of An
Internal Logistics Project,
In Conjunction with
TSAM

TSAM wanted Experience for their Members

Hesto had a Human Capacity Problem to implent



Proposal

To Implement A Linefeed System from Inbound
Stores To Each Assembly Line

Picking List
(From Barcode
Kanban)

4 R
: | | I
Store Issue Gate

Barcoded
Kanban

ol

Kanban
Collection
Box

H

Assembly

Lines

— Scan Out —




Present Situation

1. Downtime on Assembly Lines, due to
« Uneven Delivery Patterns.
 No Fixed Qty Packaging.

e Sometimes unsufficient no of Kanbans.

2. Uneven Workloads for Everyone.

3. Unnecessary Decanting from Boxes/Packets to Ice Cream Tubs.

4. Linefeeders are working in Operator Working Space, & normally just
“Drop Parts Off”.



Responsibility

Steering Committee

Alan Warren
Tom

Kishiro san
John Chandler

Project
Co Ordinator
Guy Howard

JJ

!

1. Data Collection
Vani IMV & Vasantha 737L

e  Component Fitment locations

e Packaging Specificationss
* No Of Kanban for 4 Hr Cycle(2 hr trip)

« Facility Requirements

2. Facility Design & Manuf Co Ordination

Guy Howard & Ranjin
» Facility Requirements, based on Database List
* Timing Plan for facilities Implementation.
e Co Ordination of Facilities Manufacture.

 Co ordination of Special Dunnage Manufacture.

3. Barcode Implementation

Stuart & Ashley & Shaun

* Implementation Of Bar Code Scanning ex
stores.

Implementation of Bar code Scanning Pick lists.

4. Linefeeder Schedules

Devonisha & Tsepo
e Documentation of Current Linefeed Activities.

 Creation of new schedules to balance Linefeed.

 Document problems & countermeasures to be fixed.




Project Macro Image

Category June July August
Initial Agree Team
Discussions & Basic Project Duration — Evaluate,
3 Strategy Implementation of Basic Improvements &

Key Milestones h Linefeed Improvements. Modifications.

Establishing

Database for o

er

Dunnage , No of Assembly Lines.

IMV & Corolla Assembly Lines.

Kanbans Iocationsﬁ
etc.

(Vani & Vasantha)

c ¢ Programing Trials Implement
- . oncep Scan out Scan Out Bt
Barcoding Scanning can Du can Ou scan Ou
for all Kanbans
Programing Trials Implement

(Stewart, Ashley & Shaun)

. Pick List . Pick List ' Pick List l

Study “As Is” Analyse Document Implement
Linefeed Routes Condition & o N€W " Monitor & Improve

_ Document Routes/Times Routes
(Devonisha & Tsepho)

Facility design & Complete M nuf Additional Special Dunnag
Model Line .
manufacture as per Manufact Essential Racking et‘ Manufact !aa'!'on“:k'”g |
(Guy & Ranijin) Yazaki Ideas M H
H . Design & Manuf Line Specific Trollies .



Thank You






