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ABSTRACT 

This report is a case study based on work carried out at Toshiba Capacitors (M) 

Sdn. Bhd., (TCM) an electronic manufacturer. TCM is considering improving the 

process yield and production efficiency of its existing manufacturing system. Three 

major phases of studies have been done in the production line and these include 

studying and analysing the existing conditions and problems of process flow and 

equipment layout. 

This study offers some proposals and guidelines on how to overcome these 

problems and is based primarily on the 4M factors. In addition, to perform problem 

solving in the process, throughout this study, we have introduced a SMEI PRO Theory 

as our approach in the evaluation. This theory is discussed in detail together with its 

application in the existing problems and conditions. The approach of this theory is 

based primarily on the sequential circling activities which should be implemented 

continuously. These activities are evaluation, improvement, standardisation and 

maintenance of the conditions. In order to maximise the effectiveness of the existing 

equipment throughout its entire life, improvement and maintenance activities should be 

accomplished continuously. It is to ensure a remarkable result is attained at all times. 

The study also proposes the persistent efforts made by front-line personnel, 

mainly on the equipment-oriented and manual work-oriented shopfloor. It also includes 

the presentation of a concrete approach for attaining zero defects. Therefore, this study 

is appropriately dedicated to all the front-line managers, engineers, operators, 

maintenance personnel and other employees who have given their greatest effort in 

mutually co-operating on the shopfloor, and who, even today, continue to enhance it. 
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