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Hi-Tech, Inc.

1 Hi-Tech Plaza

Dayton, OH 45409

1, June 2010

Hi-Tech Management Team,


Thank you for allowing us to provide you with a proposal to produce your new product. We here at Super-Tech, Plant No. 2 have compiled all the relevant data that we believe are necessary to estimate the requirements that would be necessary to complete your new product. The following packet includes studies done to determine cycle times, cost estimates and production plan that outlines how we propose to make your product. Please review this material, and again thank you again for considering our proposal. 

Sincerely,

Tim Poirier

Project Manager, Super-Tech Industries
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For the product that has been laid out in the description, we can produce these parts in 1,109 man hours which equates to 35 working days per lot of 10,000, and 140 working days for the entire order of 40,000.  With our manufacturing, material, and other expenses we can produce these parts for $43.68.  With a 50% mark up we suggest that we sell these to the customer at $65.52.  Super tech. plant no. 2 can realize a profit of $873,600 for the entire production run of this part.  With the exception of the selling price, all the other calculations at this point are theoretical, but we feel confident that these numbers are realistic.


At this time we are investigating a new manufacturing process for this part.  Essentially it takes the manufacturing of this part from four work stations down to two work stations.  This would cut down on the time that the parts spend moving from machine to machine.  We feel this can decrease the amount of time that it takes to produce a lot, and increase our revenue. We don’t have any numbers for it, but we feel that this is a realistic option and we will continue to investigate it. 

Approach
Current plans are to use four machines including a lathe, horizontal mill, vertical mill and a drill press. A 2” diameter, 12’ long piece of bar stock with a density of 0.2553 lb/in3 will be fed into a lathe while using a tungsten-carbide bit as the cutting tool. A facing cut of 1/8” will be done to the face of the bar stock.  All 3 diameters will be shaped to their final dimensions. A cutoff tool with the approximate width of 0.087” will be used to remove the machined part from the bar stock.


Once the part is machined on the lathe, the part will be move to the vertical mill. A rough cut using a high-speed steel end mill ½” in diameter and four teeth will be made to produce the ½” wide and 3/16” deep slot. The part will then be moved to the horizontal mill. Making a finish cut using a high-speed slab mill 4” in diameter and with four teeth, a pass will be made on the surface of the large diameter in order to produce a better finish. The part will then be moved to the drill press where a hole will be drilled and tapped perpendicular to the ½ diameter. A ¼” drill made out of tool steel will be used to drill the clearance hole. A 3/8” – 16 tap will be used to tap the ¼” clearance hole. 
Work Breakdown Structure


[image: image1.emf]
Implementation Plan
It is not known at this time if the equipment necessary to produce this product will be available or if new equipment will be sought. If new equipment is sought, additional costs will need to be calculated in. At this time the cost to produce this product is $43.68. It is suggested that the price that this product should be sold to our customer for is $65.52 if a 50% markup is desired. It is estimated that after 40,000 units are produced, personnel will be fully trained. A profit of $873,600 can be realized with a production run of 40,000 units. This amount does not include any allowance for scrap, equipment or other unforeseen circumstances.

Current plans are to use four machines including a lathe, horizontal mill, vertical mill and a drill press. A 2” diameter, 12’ long piece of bar stock with a density of 0.2553 lb/in3 will be fed into a lathe while using a tungsten-carbide bit as the cutting tool. A facing cut of 1/8” will be done to the face of the bar stock.  All 3 diameters will be shaped to their final dimensions. A cutoff tool with the approximate width of 0.087” will be used to remove the machined part from the bar stock.


Once the part is machined on the lathe, the part will be move to the vertical mill. A rough cut using a high-speed steel end mill ½” in diameter and four teeth will be made to produce the ½” wide and 3/16” deep slot. The part will then be moved to the horizontal mill. Making a finish cut using a high-speed slab mill 4” in diameter and with four teeth, a pass will be made on the surface of the large diameter in order to produce a better finish. The part will then be moved to the drill press where a hole will be drilled and tapped perpendicular to the ½ diameter. A ¼” drill made out of tool steel will be used to drill the clearance hole. A 3/8” – 16 tap will be used to tap the ¼” clearance hole.
Past Experiences
Johnny Baker has worked at DMAX Limited in the Quality department for over 10 years. Working in a manufacturing environment has provided Johnny with valuable knowledge and experience. Some of the experiences that are relative to this project include: conducting time studies and operating computer measurement machines in order to measure machined parts. He currently is attending the University of Dayton studying Industrial Engineering Technology. Prior to attending the University of Dayton, Johnny attended Sinclair Community College where he earned his Associate’s degree in Operations Technology – Industrial Engineering Technology Option.
Vince Fullenkamp is a MCT major at The University of Dayton. During his term as a co-op student he worked at Parker Hannifin , where he worked with producing mass quantities of machined  parts and quality control. While at Parker Hannifin he also was involved in researching new methods to improve cycle times and improve quality standards.  His background combined with college experiences makes him a valuable resource when planning to produce machined products. 

Tim Poirier is a CET major at The University of Dayton. While co-oping with London Computer Systems he was involved with quality assurance, object oriented computer programming, and computer controlled systems. His technical skills are an asset to any team when planning new products because of his minor background in quality assurance and computer skills. 
Team Contract

Team Name: Group 4 

Team Members: 

Johnny Baker

Vince Fullenkamp

Tim Poirier

Performance: Complete any assignments that are your responsibility in a timely fashion. 

Productivity: Everyone provides constructive input in one way shape or form. 

Quality of Work: Goals and expectations will be set at the beginning of each meeting. 

Quantity of Work: Work will be split up as evenly as possible between team members.

Communication Requirements: Emails





Cell Phones





Isidore

Attendance: If you happen to miss a meeting with a valid excuse you are responsible for finishing your     task and finding out what goals were set during that meeting. 

Project Assignments: Democratic method

Team Roles: Jobs will be designated based on our strengths and weaknesses. 

Problem Solving: Any problems will be discussed, brainstormed and solved.

Key Decision Making: Key decisions will be made by majority rules. 

Completing tasks on Time: Assessments of work being completed in a timely fashion will be done during each meeting.

Lessons Learned

In cost estimating there are a lot more factors that go into than one would think.  Things like taxes, paid holidays, etc. all have to be taken into consideration.  I had some very brief cost estimating experience at my co-op.  I never got to deal with it directly, but more of an outside looking in experience.  I knew things like the salvage value, parts per bar stock, the basics like that were taken into account.  But in this class what we never took into account were the estimated bad pieces.  At my job with Parker, when we would set up a job, we had an estimated percentage of pieces that we would make, that would not being within spec.  For example, if we got an order of 1000 pieces, we would estimate lets say 10% to be bad.  So we would make sure we had 1100 forgings for the job to give us a cushion.


As far as our group was concerned, we never heard from Andrew Wendling the whole time.  We tried contacting him via Isidore forum, but we were unsuccessful.  Other than that the three of us worked excellent together.  From the get go Tim took a leadership role in collecting all the work that we would have to put together.


We split the work up evenly between the group members, and we would all collaborate on Illuminate every so often to make sure we were all on the same page, and the divide the work up evenly.
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Lathe Operation                                                                                                                                   
Setup


18.514 
min


Handling Time 1.355 
min


Cycle Time 2.166 
min


End Mill Operation                                                                                                                                   
Setup


11.172 
min


Handling Time 0.873 
min


Cycle Time 0.887 
min


14.784 
min


Handling Time 0.462 
min


Cycle Time 0.798 
min


Drilling Operation                                                                                                                                   
Setup


3.175 
min


Handling Time 1.030 
min


Cycle Time 0.431 
min


Slab Mill Operation                                                                                                                                   
Setup


Production of Proposed Piece for Hi-Tech Inc.






