
Production innovation process at Mizushima Plant
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•Supply chain
•Improvement of production, sales, and distribution

•Development of intelligent manufacturing systems
•Conversion of technical know-how into intellectual property
•Configuration of a standardized LAN

•Overall plant optimization
  •Monitoring support function  •Decision support function  •Operation support function
•IPC completion
  •Core (materials) area  •Specialty area

•Operational standardization
•Eradicate waste and loss by reviewing all activities
•Review specialist maintenance, self-maintenance, review shift and maintenance work 

•Reduce field work  •Fundamental organizational issues  •Problem reduction

•3S (my tools, my plant) activities  •Operators who are strong on fundamental principles.
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Site ActivitiesZEON works to ensure safety and reduce the burden placed on the 
environment by its distribution and logistics activities.

Training course using accident case study

 Environment and Safety in Logistics

We are working on improvements in safety management across the company through training organized 
from head office.

 Environment and Safety Training

  Logistics Safety
ZEON has instituted the “Yellow Card Management 
Rules” for transport of toxic or dangerous products. 
These rules require drivers to carry a yellow card 
when such products are being shipped.
Annual plans are also formulated at each plant to 
prevent logistics accidents by conducting training 
on product handling and similar topics through the 
Logistics Council.

  Environmental Countermeasures 
  for Logistics
Improving transport energy efficiency
ZEON, like other designated consigners, places a 
particular focus on rationalizing the use of energy for 
transportation. It has made a "modal shift" whereby 
material previously transported by truck now 

33 34

uses more energy-efficient rail transportation. The 
proportion of product distributed as freight (measured 
in ton-kilometers) has increased from 8.0% in 2007 to 
9.7% in 2008.

Manager and supervisor training
"Production Manager Training" and "Foreman 
Training" programs for plant staff with front-line 
responsibility for safety management were jointly 
organized by the Human Resource Department and 
Environmental & Safety Affairs Department.
The training has covered environmental and safety 
laws, classroom work on basic safety, and education 
to improve safety awareness. Also, training is 
conducted annually for newly appointed line 
managers and environmental and safety managers 
and this training was held once during 2008.

Safety training by past plant managers
A trial using past plant managers with extensive 
knowledge and experience to provide safety training 
for employees that started in 2003 has been continued. 
This training involves group lessons for all plant 
employees. In 2008, this course studied a serious 
accident that occurred during construction work 
to improve awareness of the safety considerations 
required during design and provided an opportunity to 
reinforce details about safety management standards 
for non-routine work and related topics.
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Production Innovation 

Program

Environmental activities

(1) Purpose of production innovation
The purpose of the program is to go back to the basics of "monozukuri" to establish innova-
tive production systems, ensure that processes operate reliably, take a comprehensive 
approach to achieving 100% yield, and improve "workplace strength".

(2) Details of activity
The program commenced at Mizushima Plant in February 2005 with guidance from Daicel 
Chemical Industries Ltd. The program's activities followed a master plan that identified the 
issues after first shining a light on the current situation from different perspectives to those we 
have considered in the past and then comprehensively renouncing current practices. The 
plan also clarified what we are aiming for and how we intend to get there.
First, all of the work at the plant for preventing production impediments that were not consid-
ered a problem in the past was defined as being the responsibility of the operators and a 
target was set of halving this each year. In parallel with these reduction tasks, we aimed to 
kill three or four birds with one stone by steps that included improving logical reasoning and 
staff communication skills and undertaking fundamental organizational measures such as 
formulating consistent rules, administration practices for keeping drawings up to date, and 
easy to understand plant signage.
A characteristic of chemical plants is that, unlike assembly operations, they cannot shut down 
when a problem occurs and therefore they are constantly striving to find ways to sustain 
stable operation. Experienced operators put their knowledge and experience to use to make 
the necessary operational judgments based on information from sensors in reaction vessels, 
piping, and other pieces of equipment that provide little external indication of their status. This 
operational judgment is in itself a form of knowledge that needs to be passed on to others. 
The knowledge was formalized by undertaking comprehensive interviews with such staff to 
identify every last detail and then subjecting this information to scientific verification. Next, the 
division of responsibilities between individuals and the organization was reviewed and stan-
dardized in a way the allows operation to be performed in a consistent manner, and this was 
then systematized to prevent a return to the old ways of doing things.
Operation started for Mizushima Plant stage one at which this intelligent production system 
was introduced in April 2008.

This system supports decision making by operators by supplying information that has been 
processed to the required level to the people who require it, when they require it. Chemical 
plants change on a daily basis and the system needs to keep up to date. Problems have their 
origins in changes and a program of continuous improvement has been adopted whereby the 
system is kept in good condition by identifying the causes of these problems and taking coun-
termeasures before they happen.
Following on from Mizushima Plant, the Tokuyama, Takaoka and Kawasaki plants have also 
started production innovation programs.

Yellow Card


