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ReCon India DTA — Overview
Name: New & ReCon Parts — DTA Phaltan
Established in: February 2011
Location: Phaltan, Maharashtra

Product Families : 1. Cylinder head
2. PT Fuel Injector
3. PT Fuel pump
4. Cam follower
5. Filter Head

Total area: 4635 Sgm ( 2072 Sgm ReCon DTA ; 2563 Sgm CES)

Total headcount: Total : 129 On Roll : 98 (Including
Trainees/Apprentice/Interns/FTC)
Off Roll : 31
Exempt : 5, Office: 3 Shop : 45, Apprentice : 13, FTC 32,
House Keeping 8, Securtity 7, Garden 2, Canteen 2,
Material Handling 9, ETP 2.CWK-1

< \ ar New & ReCon Parts,
7~ Phaltan, Maharashtra

Gender diversity: 34% .
Plant Achievements

Key customers: HHP Rebuild Center, India Parts Distribution Center and

Kothrud Engine Plant *  BIS PPM sustenance for 65 consecutive months

* NRPO Won Winner “Sustained Commitment to AMaZe 2.0
Excellence Journey” (ISCM Awards)

Certifications 1SO 14001:2015; 1SO 45001:2018 for HSEMS
1SO 9001: 2015 for Quality Management System
GreenCo Gold in 2018 and Platinum in 2019

NAMC Gold Certification in 2019 for Manufacturing
Competitiveness

*  Cll Gold and Silver Recognitions for Plant.
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India MRC - HHP Rebuild, Phaltan

Plant Covered Area: 5900 SQ. MTR
Plant Headcount : 124 (Exempt 18, Non-Exempt 106)
Current Annual Capacity: 1250 Engines (750 HHP + 500 MR/HD)

Plant is 1S09001:2015, ISO 14001:2015 & 1SO 45001:2018 certified

Products families: Rebuild from B3.3L to QSK78L Engines

Horsepower Range 45 - 2000
Displacement Range 3.3Lto 78L

Machanical “ ‘ “
Engines
s it

EASTERN COALFIELDS LIMITED
(A subsidiary of Coal India Linuted)
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Reuse of Discarded Cyl Head By Developing Defect Removal Process

Trigger — Higher rejection of cylinder head

Pitting Defect on Injector

[ Dent on Injector Bore




Action ltems JEEEENE
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Cylinder Head Micromachining

Activity +30% yield
Source
Release NIOUMEERE]
+50 Heads received at DTA

~
*Process setup and inspection gauge transfer activity done
*Process capability not found Ok for few parameters.
J
~
+CMM inspected for process capability.
Capability +ID impression mark recd. on 80% heads machined
Study +Complete 1%t batch salvage processing
CIGEELEY < FG build before supplier PPAP with MCR deviation approval
)
I )
+PO for 50 lot and supplier PSDS approval
_J

Capabi"ty «Supplier PPAP documentation
+100% CMM inspection required.
Improvement EREERY . Revisit for process capability.

Supplier end

+ 50 Cyl. Heads
processed.

« Inspection report
available

* Preliminary
process
capability study

Incoming Inspection

« Cross-check with
Supplier
Inspection data

« Determine which
CH'’s can be
taken for

processing

1st batch Source
Release (10 Heads)

Salvage Line

* Process for
regular Salvaging

« Track any fall-out
process rejection/
other defects

« Fully salvaged
CH’s ready for
FG build

2nd batch Capability
study (50 Heads)

Assembly Line (FG
Build)

*« MCR
documentation
approval till 2nd
week of April.

« PPAP completionl
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Activity
Inspection
after burn-off

Plant
Implementation

Action Items

¥

*Visual aid
50 heads

Vsiual aid user

L SN

Cylinder Head Visual Acceptance

grease

* Burn off and sand blasting to clean cylinder head from dirt, oil &

(ONaT=ETeky © Initial inspection of head for crack detection and post wash activity

* Cross-functional team review for rejected head

)
NC * Review of extent of damage
review CIONA[EELO[] « Decision making

for defect to be

and defect to be rejected

#Visual aid released after review and discussion approval flow in plant

~
J

N

) Accept condition

training

* Visual aid make
available at
inspection.

« Training the
people on use of
visual aid

« Engineering bank

material

movement to
production lines

Line Inspection

* Inspection report
generated

« Determine which
CH’s can be
taken for

processing

Salvage Line

* Process for
regular
Salvaging

« Track any fall-out
process rejection/
other defects

« Fully salvaged
CH’s ready for
FG build

Pitting mark

Not-acceptable condition

Assembly Line (FG
Build)

*« MCR
documentation
approval till 2nd
week of April.

« PPAP completionl
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Component Washing solution Re-Use Process Establishment (Without affecting the Quality
- Engme part washing solution (Alkaline In Nature) generates from cleaning section in approx. every six month (16 KL in every six
. Ons\le ETP not capable to treat such discarded chemical / liquid waste.
« Every six month 16 KL water, 1.6 ton washing chemical require to recharge the tant
Pain Area || D\spnsal cost of the waste Rs. 27.00 / Liter. (16000 (Liter) X 27 (INR) = 4,32, om (INR)
+ Parts Cleaning Solution is Alkaline in nature, with high COD, TDS & Chloride, which our onsite ETP is unable to treat. B

i i l ip with any

- Dilute the Ef-Strip with other process effluent which having low concentration.

« Combine both ETP & STP (Combined Treatment process) so that we get the sufficient quantity of water for dilution.

« Introduction of RO system in the effluent treatment process & evaporate the RO rejection which having the high TDS.
« Recycle / Reuse the maximum quantity of Eff-Strip, so that generation will less.

« Landfilled after treatment
« Target for recycling rate not achieved
« Approximate Disposal costin every sixmonth Rs. 27.00 Liter. (16000 (Liter) X 27 (INR) = 4,32,000 (INR)
nment | * In absence of Reuse, Fresh chemical need to be poured in fresh water for restoration of Refractive Index to 9-10.
= impact | Tank Recharge Cost every six months INR 150/ kg X 1600 kg =2,40,000 INR (16KL fresh water every six months).
\/ « Team Work and Brain Storming and utilized the skill and expertise of Experienced Employee.
« Search for alterate actions other than the recommendations from exteral agency.
« Reuse possibilty explored and implemented it

_ 3R Process | « Environmental Risk Reduction, Risk Reduced in Effluent Handling.
implementation|

e

« Cross function team involved

+ Inhouse design and developed
for solution identification.

the Chemical Filtration
Process for reusing the
chemical.

* Refractive Index maintain 9-
10.

« Cross function team included
(Operation, ME, , Qualty, HSE
Facilties & Maintenance

« After treatment quality
checking of the component

- Itincludes basic components Cleanness.

. as below.
* Team Work and Brain ‘

Storming and utilized the skill
and expertise of Experienced
Employee.

+ Quality acceptance after
vBuffer Tank for Effluent 3

treatment.

+Return line pumping circuit
with required flexibility for all
live chemical and effluent
storage tanks.

¥ Adequate valve mechatism

in place for better cont

st for i ot or

« Search for alternate actions |
other than the

recommendations from |
external agency.

Implementation (After)

Project

£ -Major Improvements.

« Waste reduction by approx.
80%. (Previously 16 KL
generated from the process,
now it is reduced to 2-3KL
which is in slurry form.

« Fresh water requirement
reduction by 80% at the time
of fresh recharge. (12-13KL
water savings).

« Chemical requirement
reduction by 80%. No fresh
recharge s requird, only top

needed

List all tangible benefits

* Reused of cylinder head helped in effective material
ot utilization

utilization

Helped in upgradation of skill due to execution of critical
Upgradation prOjeCt

of Skills

Reuse helped in inventory management, availability of cly
Inventory head

Management

» Employees were appreciated of achieving bench mark
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List Intangible Benefits

Metal Extraction Process Emits Huge Amount of CO2

Lower Carbon
Footprint

Natural
Resources

Conservation of
energy

Conservation of
Natural Habitat

N
* Metal is an Natural Resources,34 MT of Metal Saved by the
Preserving Initiatives
M
N
» Conservation of Metal Helps in Conservation of Energy
M
N
* Metal Mining Impacts Natural Habitat
M

31-07-2023

List Challenges Faced

» Development of desired tool and process to achieve desired
specification

~

* There were several trials taken to ensure the rejected
cylinder head can be reused without impacting or
compromising any quality checks.

~\

» Training and competency development

« PPAP and MCR completed to communicate process change in
production

€€€L
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Resources Conserved and Horizontal Deployment
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36.4 MT Material Reused /Saved at SEZ

Plant

11

35 MT Material Reused /Saved at DTA Plant

Cummins \ 1

Metal Waste Disposal Trend
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Achieving national benchmarks/Standards

Benchmarked this micromachining process in the remanufacturing standards where other remanufacturing

plants can implement the same when similar issue arises.

13

Priority plans on fast track for +1 year and +2 year, including resource requirement

» Defect - Exhaust face gasket impression
ast30 | * Salvage - Welding

e Defect - Exhaust face gasket impression
VThead | ® Salvage - Welding

» Defect — Below DDL Specification
KkvHead ¢ Salvage — Thermal spray

» Defect — Side expansion plug bore pitting and damage
KkvHead| * Salvage — Threaded plug

» Defect — Coating wear out, tapper

Pl . _ - i i
C;‘;?:; Salvage — Plunger de-coating & coating

M » Defect — Pitting in Adaptor & Retainer

Adaptor 8 * Salvage — Visual inspection with engine test & Performance

etainer
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Top Ten Best Practices

15

Waste Management

7\, Zero Waste Disposal
C q.) 100% recycling of waste

Environmentally friendly processes
Burn-off process instead of chemical cleaning process

ﬁ Returnable packaging

Returnable skids, reuse of packaging material

—

-w- Sustainable materials

Biodegradable chemicals

16
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Used Chemical’ Filtration Chemical
Recycled

009

Recirculation of chemical for
cleaning

More than 50% of chemical recirculated after
introducing a filtration unit.

Fresh chemical consumption and waste chemical
disposal drastically reduced.

Elimination of primary
chemical cleaning machine

Chemical cleaning replaced with burn off process
leading to significant amount of chemical reduction

Primary
cleaning
machine

Burn off
process

17

Water Conservation

Water Neutral

1: 13 water generation for communities as compared
to water used for the plant

Water reduction

Waterless urinals
Low flow faucets

Water recycling
Component cleaning

Rainwater harvesting

Groundwater recharge
Reuse for domestic purpose

18
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Green Supply Chain

A

il
¥
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Supplier & vendor management
i-supplier portal
Supplier conference

Green procurement

Cardboard made from recycled material
Recycled plastic packaging

EPR

Milk runs

Transportation management system
Local supplier identification

Returnable packaging

Build to ship to packaging
Returnable skids

19
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