MONTES


INSTRUCTIONS FOR OUTER BOX MACHINE (HUF/ABM):

1. It is important that the Skillets are removed from their imported carton & placed in the Skillet Shelf for a minimum of 8 hours before usage. This is so that any dampness that the skillets may be having is removed & it acclimates to the factory atmospheric temperature.

2.  When the skillets are picked up from the skillet shelf, it must be paid attention for curling and cutting edges of the skillets. In case of bad quality of above points, they must not be used in production.
3. The correct skillets will be straighten by hand & flapped from end to end and then put in the skillet reservoir.

4. Every 30 minutes, you must check the Glue Pot by opening it & to see if there is sufficient glue inside. If there isn’t, then add more Glue pieces. At the same time, check the Glue temperature if it is within range. If not, immediately inform the Electrician. Be careful for not emptying and feeding big amounts of glue.
5. Check your Outer box coming out of the machine regularly to check for QUALITY. Box must be folded properly, it is not torn at the creasing & most IMPORTANTLY that the glue binding is strong. Also check the box quality for its squareness. In case of any problem, inform your Mechanic. 
6. QUALITY CONTROL: BAD BOXES MUST NEVER GO TO THE CONVEYOR. THIS IS YOUR RESPONSIBILITY.
7. Every 30 MINUTES clean the machine by using compressed air. After cleaning every time, ensure that 2 drops of oil are placed on the box carrier chain spaces.
8. By eye controlling, folding discs and side pressure bars should be cleaned frequently.
9. Since automatic control system of feeding unit has been cancelled, the boxes on infeeding belt will be followed up strictly for not jamming and disturbing its adjustment. So when the boxes are on certain point, the operator will stop the machine manually. Then restart again.
10. In case of any jamming, you must intervene very quickly and effectively. This machine should be started up again in a very short time such that KU5 conveyor in front of this unit does not get empty.
11. Your key RESPONSIBILITY is to ensure that the KU5 conveyor is always full. This is very important for providing continuous running of the whole line. This area is the biggest bottle neck of the line. It is your RESPONSIBILITY to ensure that this bottleneck does not happen.
12. In case of any breakdown to your machine, inform your supervisor INSTANTLY as your machine is critical to the continuous line.
13. Before hand over to next shift, do general cleaning by air compressor & whenever necessary during the shift
REMEMBER: Our 10’s packing is clear PLASTIC – Therefore, the customer can see Rhino before buying it. So, it is very important that there is NO:

1. MATCH STICKS coming out of the matchbox

2. NO damaged inner boxes

3. NO damaged Outer Boxes 

4. Unit Matchboxes appearance is PERFECT (printing, friction etc)

5. NO Swollen Outer boxes – too many sticks

6. 10’s packing is tight

CUSTOMER CAN NOW SEE WHAT HE IS BUYING & CAN DECIDE NOT TO BUY IF APPEARANCE IS NOT GOOD

INSTRUCTIONS FOR INNER BOX MACHINE (JUL2):

1. Pick up final inner boxes before it gets blown & check for: 

Binding strength of the glue 

Squareness of the box 

Pressure marks on the end flaps of the inner boxes

Folding of the inside flaps

Torn ends of the Inner Box 

In case of any problem, inform your supervisor.
2. EVERY 15 MINUTES, Check inner box carrier for dirt by stopping . In case of need, stop the machine and clean it.
3. Ensure that from the Box Storage Bin, the inner boxes are flowing properly into the carrier belts. Each Carrier belt should have the same number of inner boxes such that your buffer is UNIFORMLY built.
4. In case of long stops during breakdowns (15-30 minutes), stop carrier belts motor as its continuous friction will make the white base of the inner boxes dirty.
5. Glue level should be followed up strictly to ensure that you never run out of Glue.  If a film or layer forms on the Glue, remove this film immediately & continue using the rest of the glue.
6. EVERY 30 MINUTES clean the JUL machine by using compressed pressure air. 
7. Before hand over to next shift, do general cleaning by air compressor & whenever necessary during the shift
INSTRUCTIONS FOR ROG2 ATTENDANT
1. Check inner and outer boxes in the down unit continuously & ensure that all lanes are FULL AT ALL TIMES. In case of jamming or squeezing, swiftly correct the boxes.
2. In case any boxes are missing on the ROG2 steel band, fill with new one immediately to make sure all rows are full with outer and inner boxes. It is important that the band must be full of boxes as empty box spaces reduce efficiency of the machine & increases wastage.
3. If boxes are not coming continuously from the down unit, stop the machine and inform (wave/yell) the Outer box operator. When it is OK, restart the line again. 
4. RESPONSIBILITY: You are the KEY person responsible to ensure smooth operation from the Outer Box Machine till the Inspection Table & you must be very fast & efficient – you must run in case of any problems – You are the LINK between the Outer Box & KU1 conveyor – the MIDDLE RESPONSIBLE PERSON 

5. You are key personal of the line up to KU1 conveyor. Your performance is directly related with output production. So your attempt for stopping and starting is very important. PRODUCTION OUTPUT relies on your efficiency.
6. Check splint leveling unit to ensure splint are coming regularly. This is partly your responsibility as you are facing the FOD2. In case of any problems on the FOD2, inform Mechanic.
INSTRUCTIONS FOR INSPECTION TABLE

1. Check the boxes continuously on inspection table to pick up the matchsticks from the boxes if it has.

2. Select and pick the damaged boxes & put in recycle box
3. When the packing line stops & the matches are diverted for tray filling, it is very important to fill the empty matchbox SPACES on the machine with good matchboxes to get good & UNIFORM filling in the trays.

4. For boxes that are being repeatedly damaged on the Filling Machine, do not simply remove & throw the matchbox BUT try to find the reason and then inform the Mechanic (for example: outside third row is always coming damaged. It can be because of broken spring at half-closing unit).
5. When the line stops for any reason, ASK and then restart the line by pressing main button. This is the responsibility of the inside person. 
6. Outside operator should pick up all the matchboxes that are jammed in the start of the KU1 conveyor

REMEMBER: Our 10’s packing is clear PLASTIC – Therefore, the customer can see the boxes before buying it. So, it is very important that there is NO:

7. MATCH STICKS coming out of the matchbox

8. NO damaged inner boxes

9. NO damaged Outer Boxes 
10. Unit Matchboxes appearance is PERFECT (printing, friction etc)

11. NO Swollen Outer boxes – too many sticks
12. 10’s packing is tight
CUSTOMER CAN NOW SEE WHAT HE IS BUYING & CAN DECIDE NOT TO BUY IF APPEARANCE IS NOT GOOD

INSTRUCTIONS FOR BOX CONVEYOR (KU1)

1. Check the boxes on conveyor between starting of KU1 conveyor and synchronizing track to provide smooth flow. Intervene immediately in case of jamming and squeezing. 
2. Pick the sticks from boxes. Correct the wrongly turned boxes, do not throw it away but put back on the conveyor.
3. Check the buffer trays on the tray feeding unit regularly. The MINIMUM point on this unit must always be filled. Always ensure there is enough buffer stock above the MINIMUM point.
4. When the 10,s packing machine (VAT) stops, it means that KU1 conveyor will no longer run. Go back to the Inspection Table and take filled matchbox trays out & place it on the ground & next to the tray feeding unit. Place new tray regularly on the inspection table to fill it up and slam with the wooden plate to make the matchboxes uniform. 
5. Always cooperate with the VAT operator. When VAT operator comes to synchronizing track (hill track), you stand near inspection table to provide a smooth flow to start which is the starting point of your machine. 

6. REMEMBER: If your starting point at the machine is smooth, then your machine & the line will automatically run smoothly
7. In case of any problems inform your immediate supervisor URGENTLY.
INSTRUCTIONS FOR  10,S WRAPPING MACHINE (VAT)

1. Your responsibility is to ensure that the 10’s pack machine is running smoothly.

2. The starting point of your machine is the synchronizing track (hill track).

3. REMEMBER: If your starting point at the machine is smooth, then your machine & the line will automatically run smoothly

4. Normal operating position is to stand just in front of hill track to provide smooth flow at the beginning of your machine.

5. Pick up & check regularly the 10 packs to ensure that it is PERFECT in QUALITY – sealing/center of PP or paper/tightness of the packing. 
6. In case of any problems inform your Supervisor immediately & ensure action is taken immediately. If immediate response is not provided, you must contact the Senior Supervisor. REMEMBER: It’s your machine – it’s your responsibility.
7. Check PP or paper reels for non-centered. If it happens correct it.

8. Check PP or paper reel frequently. When it ıs almost getting finished, replace with the new one. You must have buffer reels in stock for the entire shift
9. When you work with paper reel, check glue level and dirt. 
10. Always cooperate with your tray feeding operator & shrink machine operator

REMEMBER: Our 10’s packing is clear PLASTIC – Therefore, the customer can see the boxes before buying it. So, it is very important that there is NO:

1. MATCH STICKS coming out of the matchbox

2. NO damaged inner boxes

3. NO damaged Outer Boxes 

4. Unit Matchboxes appearance is PERFECT (printing, friction etc)

5. NO Swollen Outer boxes – too many sticks
6. 10’s packing is tight
CUSTOMER CAN NOW SEE WHAT HE IS BUYING & CAN DECIDE NOT TO BUY IF APPEARANCE IS NOT GOOD

INSTRUCTIONS FOR 100’S  SHRINK WRAP. MACH. (VYB 800)

1. Remove the shrunk 100’s pack from the conveyor & check ıf QUALITY IS PERFECT. Then collect 5 of this packs & place inside the master carton. Once the carton is full, seal the carton with tape & place the Carton on the wooden pallet.
2. Always keep an eye on the 10’s pack entering the Shrink machine for smooth flowing. In case of any jamming and squeezing, pick them up.
3. If packs are non-conforming including unsealed sides, open flap, non-centered, etc, inform VAT operator immediately.
4. Pick 100’s packed matchboxes up frequently and check sealing (for PP) and gluing (for paper). In case of any problem, inform VAT operator. 

5. Check the 100’s pack for tightness & proper sealing. In case of any of this problems inform Foreman to set temperature limits.
6. When VAT stops, prepare empty master cartons for buffer stock. 
8. Check both nylon reels (up and down) frequently. When the reels are getting finished or are non centered, replace or adjust the same.
9. Check Teflon conveyor of the oven frequently. In case non centered, inform Foreman.
10. Always cooperate with the VAT operator.

QUALITY CONTROL POINTS FOR VYB 800 OPERATOR:
1. Must always have minimum of 20 empty cartons taped on one side
2. Must have 7 wooden pallets before starting operation stacked on each other

3. Must have minimum 4 carton tape rolls per shift
4. Must have *** minimum number of 100,s shrink material
5. Each Pallet will carry 50 cartons

INSTRUCTIONS FOR HEAD CHEMICAL PREPARATION & BOILER OPERATOR
1. You are mainly responsible for head chemical composition preparation and transferring to the unit in team work with the Dipping Operator. 
2. Chemical Preparation method MUST be STRICTLY followed as per Technician’s guidance.
 Plus on the Continuous line you shall have the following responsibilities:
3. EVERY 60 MINUTES: Take a sample of composition into a small cup & measure the composition in the laboratory to ensure viscosity is 1.35. If lower than 1.35, add water. If higher, add more composition material.

4. EVERY 60 MINUTES: Must check the striking quality of the matchbox to ensure the matchbox is lighting well. Very important responsibility.

5. QUALITY: Head length (4.5mm average), Head width (3mm average) & the pear shape of the head is to be STRICTLY MAINTAINED. This must done every 30 minutes. Incase of any problems, inform the Quality Control Checker immediately.
6. DBH & CHEMICAL MACHINES: After each batch, all tanks & machines must be cleaned thoroughly & especially at the base of the tanks. There must be no chemical build up.

7. CLEANLINESS: All floor & wall tiles including the sink must be kept spotlessly clean due to the nature of your job description & fire risk. Small stores must be cleaned every week.

8. Ensure that no raw materials are mixed up esp. Chlorate & Sulphur. Chlorate Store to be always locked.
9. WEEKELY RAW MATERIAL STORAGE: Must be cleaned every Saturday.
10. Ensure clothing is free of dried composition materials as ıt can be flammable.

11. Ensure that all safety & health precautions are followed: Uniform, Face masks, Hand Gloves & Gum Boots must always be worn. Very important.

12. Safety Data material sheets must be read & file maintained in your area.

BOILER OPERATION:

EVERY 60 MINUTES: MUST visit the Boiler to check all the Important Control Parameters esp. WATER LEVEL & Diesel Level & pressure gauges & Oil Burner lamp. Fill the log book punctually. Any problems at all, alert the Electrician/Foreman immediately.

DOSING PUMP FOR WATER SOFTENING:

Every 60 minutes: Check dosing material level must be maintained.

Ensure Boiler Room is clean & LOCKED at all times.

INSTRUCTIONS FOR DIPPING TABLE, PARAFFIN TANK & SPLINT OPERATOR + QUALITY CONTROL CHECKER
13. EVERY 20 MINUTES: Check dipping unit to make sure composition amount is always enough. If low, add immediately.

14. EVERY 60 MINUTES: Check paraffin level. If level ıs low, add slab. At the same time, check paraffin temperature to be 120-1300C. 
15. EVERY 60 MINUTES: Check splint bin to ensure enough splints are in the bin & INDICATED minimum level is always maintained. If low, go to the splint section & add splints. At the same time, check FOD2 (splint leveling unit) to ensure splint are coming regularly. In case of any problems, inform Mechanic immediately. Discharge of splints from the carton will be done by the Cleaner.
16. RESPONSIBILITY: You job is critical in quality control of Rhino as it can lead to direct complaints from the customer due to striking problems. Head shape control is also critical in smooth operation of the ROG2

17. QUALITY: Head length (4.5mm average), Head width (3mm average) & the pear shape of the head is to be STRICTLY MAINTAINED. This must done every 30 minutes. Incase of any problems, inform the Foreman immediately.

18. EVERY 60 MINUTES: Must check the striking quality of the matchbox to ensure the matchbox is lighting well. Very important responsibility.

19. QUALITY CONTROL CHECKER: You are the main responsible person to ensure that box Quality is ensured to the highest possible standards by checking the following on the whole line: 
· OUTER BOX

· INNER BOX

· STICK QUALITY

· HEAD SHAPE

· AVERAGE SPLINTS COUNT

· STRIKING QUALITY (VERY IMPORTANT)
· 10’S PACK QUALITY

· 100’S QUALITY

· CARTON TAPE 

· CARTON QUALITY

· The above must be filled on the hourly table report & handed to the shift in Charge at the end of every shift
INSTRUCTIONS FOR SPLINT EMPTYING OPERATOR, LOADER, & CLEANLINESS IN CHARGE

1. RESPONSIBLE for the cleanliness of the entire factory around all the machines & staff toilet & wash up areas. This is an important & main responsibility – to pick up all the waste matchboxes & sticks from the floor around the machine & send to recycle area.
2. RESPONSIBLE for emptying Splint boxes into the machine as per instructions from the QC Checker

3. When ready, to shift the 50 cartons Pallets from the VYB 800 to the corner
ALL OPERATORS:

Incase of any downtime on the Continuous Line, immediately start cleaning your machine area with cotton waste cloth & Air compressor

