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An Introduction to VALUE STREAM MAPPING
Delivered by: Dr John R. Thomas

Location: SAIQ 103
Wednesday 28t November

Session Time | Duration | Activity
9:00-11:00 2hrs Part 1: An overview of the process: Process Overview
11:00-11:20 |20 mins a.m. Break

Part 2: Part 1 A Study of the links in the supply chain: Activity
11:20-12:20 |1hr Mapping and Layout Optimisation
12:20-13:00 |40 mins Lunch Break
13:00-14:00 |1hr Part 2 cont.
14:00-14:20 |20 mins p.m. Break

Part 3: A detailed examination of process efficiency: Value Stream
14:20-16:20 |2 hrs Mapping




The structure of this workshop :

1. An overview of the process :
Process Overview.

2. A study of the links in the supply chain :
Activity Mapping and layout optimisation.

3. A detailed view of the process :
Value-Stream Mapping.
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Why is there a need to map processes?

Internal Forces

External Forces

All processes evolve
somewhat over time

Organisations can grow
beyond their existing
processes

All processes take place in
a changing world

What began as a ‘good’
process may deteriorate
over time

What was the right process
for the organisation at one
time is no longer relevant

What was a ‘good enough’

process may no longer be

sufficient to compete and
win




Some key principles of system analysis...




1-10-100 Rule

The 1-10-100 rule states that as material
and information moves through a

processing system, the cost of correcting
an error multiplies by 10.



Remember the 1:10:100 Rule QD

Catch a problem in
your own area and it
costs £1X pounds to put it right.

1
Bring a problem back from
a downstream operation and it
10 costs £10 X pounds to put it right.

Sorting a problem out when it has
reached the customer costs at least
£100 X pounds
+ a lot of BAD FEELING!

100
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What is the most common response when we ask Why
we do it that way?

“...because we’ve always done it like that !”




. 4
Y C 2
e Think of any business as a chain yfg\

e Each link in the chain represents a separate function
e |f one link breaks the whole chain fails
e |t is the linkages that bear the strain

e Itis the strength of the linkages that determlne
how well the chain works - p [
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Process Mapping Stage 1 :

Taking an overview of the process




What is Process Mapping?

e Process mapping is a tool that is used to understand,
analyse and document processes and activities in an
organisation and assists in identifying opportunities
for improvement

e A process map displays the sequential steps involved
in converting a specific input into the required output




Process mapping using Flow Charts

* Flow charts are graphical representations of steps involved in a process
* Flow charts detail the sequence of activities involved in the
completion of the process
* They are an excellent means of documenting the steps that are
carried out in a process

‘—} Operation [=| Operation —} Operation

Operation Operation




Flowchart of the management of hip and knee replacement patients

Home/

Surgeon. Operation Nursing
home.

Patient

in pain
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And that is the tool we use for visualising the Value Stream!
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Typical layout of a VSM
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Basically it is a flow chart with lots of additional information!
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Value Stream Mapping

Market Forecast

— Customer | Customer
A B

| ~ Monthly forecast
VT PR S Production
‘ Supplier || Supplier | Control
L || 2
\

Weekly orders
Receiving /

Weekly schedule

Shipping
{13 days)

P

1700

Welding

2 People 5 People 3 People 1 People
A C/T = 2min C/T =2 min C/T = 2 min C/T = 2 min
200 C/O=2hr 1000 C/fO=2hr C/O=2hr 1500 C/O=2hr
Batch = 50 Batch = 50 Batch = 50 Batch = 50
Uptime = 74% Uptime = 74% Uptime = 74% Uptime = 74%
Sdays 10 days 15 days 8 days 13 days
2 min 4 min 7 min 2 min

Total Lead Time = 51 days
Value added time = 15 min




The Material Flow Symbols

Material Icons Represents Notes

One box equals an area of continuous
flow. All processes should be labeled.

WELDING

Manufacturing

Process i i
Box also used to identify departments
such as production control.
rac Outside Sources Used to s.how customersf, suppliers
COMPANY and outside manufacturing processes.
C/T=120 sec.
¢/0=22 min, Used to record information concerning
3 SHIFTS .
W/T=20 hrs Process Data Box a manufacturing process, department,
3% SCRAP etc.
A Inventory Count and time should be noted.
225 pieces
1.5 days

‘ Tuesday 3 Truck Shipment Note the frequency of shipments.




The Information Flow Symbols

-4""'5 <

Electronic Information Manual Information Withdrawal

flow flow Kanban
Ox Ox |
Load levelling Production Kanban
Material flow
 — Ox Ox — FIFQO —» rl/(/]
Finished goods  Production Firstin, Firstout  Manufacturing Supplier or
to customer leveling sequence process customer
A g (I CHED
Inventory Truck shipment Push arrow Data box Kaizen
opportunities
Operator Store Withdrawal




Steps to Complete a Value Stream Map
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Examples of Process Data:
*Process Cycle Time o
.Changeover Time Fill in Process Data
*Pace / TAKT Time / Rate
*Defects / Problems Per Day
*First Pass Yield
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It is important to understand the amount of capacity in labour at each process.
When developing the VSM, you might see that a bottleneck exists because of an imbalance

in labour.
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Interpret the VSM?

The VSM should now be a very pictorial view of
the process and what has happened to that
product or family of products.

We should be able to spot...

. Bottlenecks / Constraints
. Long Process Cycle Times
. Poor Uptimes

. Excessive Setup Times
. Poor Quality / Rework




But is it that simple?
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We need to take a step at a time!




What are the links in a typical customer supply chain?

e Order capture system

e Order processing system

e New product development / Design system
e Production planning system

e Production system

e Despatch and delivery system

e Accounting system Etc.

e . e .

T: M: W:




What do all these groups do?

Develop a Big Picture Map.




v v

EXTERNAL SALES DESIGN SALES ADMIN PRE-PRESS SUNDRIES SUPPLIERS
dl | -
¢ Obtain new, maintain g e Product design and development ® Process enquiries ¢ Create Cad drawings
isti i i i * Formes
existing business [ and promotional literature e Agree prices in line with Company objectives e Create artwork &
* Product feasibilit t ipulat * Stereos
A roduct Teasibility assessments P Receive order and if repeat, enter on system, manipufate
v  SE Support @ else fulfil origination procedures e Produce digital chromalins * Ink
CUSTOMER e Exhibition stand planning. * Request samples e Supply wet proofs * Cartons
- . f ; . e Pallets
o Places enquiry Communicate issues to customer <> Produce plates <>
o Places order e Inaccurate instructions e Create Job Bags e Order window knives * Adhesives
 Advises print copy < p| * Arrange Outwork, if required * Chemicals
* Requests sample e Clarity of instructions e Inaccurate instructions * Consumables
—>| COMMERCIAL <] - Origination procedures ¢ Peak of workload
* Price too expensive « Update enquiry register and prioritise ¢ Planning and production issues * Planning issues
- — e Short lead times
* Lead-time too long «—Pp] - Create Estimates ¢ |IT/MIS problems e Late approval / artwork
* Don’t always know want « Key in timesheet data e Standardisation
they want. A * A A
e Create performance reports +
¢ Maintain Costing database L v v v v
PLANNING PRODUCTION DESPATCH
SUPPLIER
 Supply paper, film and e Inaccurate information
tape. ¢ Confirm and manage * Run machines accurately and * Receive and book into stock finished
production capacity effectively goods from Production
X e PURCHASING B ¢ Update and distribute e Inaccurate information ¢ Order transport, book in deliveries
* Short lead time il Production Plan
4 o | © Changing machine schedules ¢ Load lorries
. i o [ . i g
Allocate and orfier papgr, film and -~ > LIl S * Poor paper quality e Create and distribute weekly and
tape from Checklist supplied : .
e Late copy/information from ) ) - monthly transport reports
. . ¢ Machine standing awaiting >
e Raise Allocation Docket customer <« . )
ACCOUNTS paper, plates etc. ® Obtain POD’s
[;esll:feprl;l RiapF;er; StoreniSi 4 * Preventative maintenance e Order and store cartons
« Set up and maintain <«—> o * Variable production « Standardisation
accounts — P/L S/L * Match invoice to GRN and performance |—>
authorise. ¢ Urgency of jobs
e Process invoices and <+ ‘ ’
credit notes e Confirm delivery dates to Prod.  Goods not completed on time
Planner MAINTENANCE Q.A. o
e Chase payments e Computer not updated in time
_ ) ¢ Investigate QA issues and §
. Month!y accounts | i ; . P.rowde regular preventative propose preventative and * Inaccurate stock figures
preparation naccurate information maintenance corrective actions » Poor Goods Received system
« Payroll * Poor quality paper ¢ Deal with breakdowns * Maintain QA system <« « Poor Sales/Despatch interface
* Inaccurate or missing * Short leadtimes * Safety and the environment e Increased costs due to short leadtimes
information .
¢ Standardisation
* Late supply of POD’s HAULIER
o Discipline of inputs H.R. e Distribute and possibly store <>

BIG PICTURE
MAP

* Human Resource Issues

load

* Time & Attendance (DCS)

finished product

* Waiting for jobs to complete




ANV

WAREHOUSE &k

*Description of
what happens.

*Qutline of
where obvious
problems exist

A TEMPLATE FOR A BIG PICTURE MAP

CALL OFF

2HRS

PLANNING

« Description of what
happens.

10 MINS

SALES ADMIN

1 ddd

CUSTOMER ORDERS NORMALLY
VIA E-MAIL

CUSTOMER

happens.

*Outline of where
obvious problems
exist

« Description of what

VERBAL CONFIRMATION FROM HAULIER

P.O.D. WITHIN 24HRS

INVOICE

\ 4

« Description of what
happens.

*Qutline of where
obvious problems
exist

A
[
*Outline of where
2 obvious problems
DAYS exist
DAILY CHECK DELIVERY
OPERATION 1

«Description of what

DESPATCH [ Approximate time ]
1 day ] « Description of
Outline of where OPERATION 2 OPERATION 2 OPERATION 3 what happens. « Description of what
A obvious problems exist TRANSFER happens.
» Description of  Description of » Description of .outl f wher
TRANSFER| \hat happens. what happens. what happens. utline O_ where
o y o obvious problems -Outline of where
'y exist < | obvious problems
*Outline of where *Outline of where *Outline of where exist
> obvious problems obvious problems obvious problems
exist exist exist
<+» R
. . A
Estimated time for REGULAR CONTACT RE. CALL OFF REQUIREMENTS
completion of the activity.
‘ MATERIAL FLOW <" INFORMATION FLOW




ANV

CUSTOMER

* Places enquiry
* Places order

COMPANY X SUPPLY CHAIN

BIG PICTURE MAP :

SALES ADMIN

« Advises print copy
* Requests sample

A 4

* Price too expensive
« Lead-time too long
* Don’t always know
want they want.

A

* Processes enquiry

* Receives order and if it is a
repeat order enters on system,
else fulfils origination
procedures

* Requests sample

* Requests forme / stereo

» Communicates issues to
customer

« Clarity of enquiry instruction
« Origination procedures
* Production issues

B

T

DESIGN

* Processes a/w requests

« Processes samples

* Orders formes

« Processes stereo orders
€es customers

* Peak of workIo
« Inaccuracy of instructi

* Processes complex enquiries

PRODUCTION
SERVICES

* Receive and store formes
» Make and order stereos
* Provide tooling to m/c’s

> . Make ink

* Repairs formes

« Peak of workload
» Changing machine

N

\ edules
« Damal

oling

\\

e ddd

SUNDRIES
SUPPLIERS

* Supply Formes
* Supply stereos
* Supply inks

* Pallets

* Top boards

« Stretch wrap

« banding

« Short lead-time

ACCOUNTS

DESPATCH

« Receives product from
Ops and store in

A 4

warehouse.
« Loads lorries for
despatch

« Urgency of jobs
needing to be loaded.

« Jobs not completed on
time

« Set up and maintain
accounts

* Process invoices and
credit notes

« Chase payment

« Payroll

» Month end reporting .
Ad hoc projects

A /
/l/l/l/l/ PLANNING CORRUGATOR CONVERTING
SUPPLIER
* Receive orders from Sales. * Make Board { Convert Board.
« Process Corrugator plan N . | “Anting, Die cutting and
* Supply paper « Schedule conversion m/c | - Breakdowns >
« Order paper + Poor paper
+ Manage Forward Load + Changing schedules
« Short lead-time + Problems with starch
« Operator error
> . Too many orders » Electrical or « Defective toolin
+ Order amendments mechanical fault
» Poor quality paper received
* Re-schedule orders
»
-

N

HAULIER

« Send product to customer.

» Changing schedules

* Inaccurate information

» Waiting for other jobs to
fill lorry delays despatch.
» Damaged lorries

WAREHOUSE

* Receives and stocks

» | product.

« Stock rotation

« Inaccurate stock figures.




Realistically we need to break these down
into manageable ‘chunks’ which we can
analyse in a systematic fashion.
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The first step is to flow chart each of
these sub process ‘chunks’.




3 Simple 1%t stage Mapping Practices

1. Go to the Gemba! - Actual place where the process is
performed.

2. Talk to the Actual people involved in the process and
get the real facts.

3. Observe and flow chart the Actual process.

— Reality is invariably different from perception; Few
processes work the way we think they do.

— The purpose of value stream mapping is to identify
waste, not to develop the perfect process map.

S —©
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ORDER ENTRY/ Processing

Process Process Element What happens at this stage of the process?
Check details of Order - Spec No., Delivery Date, Qty & Price.
Check quoting date on planning screen in the Sales Office. Allow extra time if New
RECEIVE ORDER EROM Dies or if forme. is reqL.ured, check with Pe5|gn/Pre-Press. . .
If urgent order is required before planning date, Sales Co coordinator checks to see if
1 CUSTOMER BY PHONE,POST,EDI & s .. ) . .
‘£’ MAIL there is anything in their Customer profile (stock orders) which can we moved back or
) checks alternative routes to accommodate urgent order. If there is nothing the Sales
Co coordinator can move, the order request is then passed to Sales Office Manager to
discuss with Planning Manager.
2 NEW ACCOUNTS NEEDS TO BE Check with Accounts Office if an account has been cleared, if not fax, email or post a
CREDIT CLEARED. credit application form to the customer.
Accounts will then sort out terms with the customer.
3 ACCOUNTS SET UP CUSTOMER | Once customer is Credit cleared and Terms and Conditions are signed, a credit limit is
ACCOUNT ON CDM. allocated to their new account. If a very urgent order is required the customer may
choose to pay Pro-Forma for their first order. (Arrange this with Accounts)
Write date order placed, delivery date and quantity.
Check if Sample Approval has been signed off by Customer.
If a New 0201 Plain case or a repeat order, the order can go on to the system. The
4 ENTER DETAILS ONTO CUST system will also confirm best available delivery date against forward load.

RECORD CARDS IF NECESSARY

If Printed or New Forme required for Die Cutting, check with relevant departments
regarding a delivery date before putting onto system.

Any new addresses must be added to Amos, write delivery address onto Record Card.
Write Machine Route and pallet quantity onto card.




Process Element What happens during
this stage of the process? (Include notes on
current problems)

1. Check prod list for | A planning list is produced twice a day and issued
next job and during the morning planning meeting and again in
locate job bag the afternoon.

Operators have to rely on the plan being brought
to them on time : this can be a problem if there
has been a change to the schedule.

ii. Check job bag for Operator has to walk down to outside the stores
inks board and area to locate the job bag.
plates This means that valuable operating time is wasted

in going to locate the job bag.

iii. Collect inks Operator has to walk down to outside the stores
area to fetch the ink.

This means that valuable operating time is wasted
in going to locate the ink.

If the ink is not ready then further delays are
seen.

Additionally, there is no cover for the store-man
when on holidays/sick : further significant delays
could be caused.

Y
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Process : Accounts Customer Credit Control

Process | Process Element What Happens at this stage of the process
1 Jobs automatically go Customer is either on stop because they have not paid on time or
into order credit hold are over the credit limit during a month.
Most customers trade on their business limit, which is applied to their
account at our discretion and is higher than their insured limit. This prevents
large numbers of jobs going into order credit hold although there is still a
problem at month end.
2 If jobs are put into credit Jobs released to the planners as they are released out of credit hold.
hold because customeris | This is time consuming for the credit controller and when she is on holiday,
over their credit limit during | sick or has gone home the system is slower with somebody else trying to
the month the Credit cover
Controller manually clears
the system about every 15
mins.
If a company is on stop it is Phone and tell the customer they are on stop. Copy of all customers on Stop
3 usually the first few days of | to Sales and Exec.

the month if they have not
paid on time. A few
customers do this every
month.

Jobs not released until they pay.

Once paid the customer is released off Stop

This procedure should never be bypassed unless agreed by the MD, as it can
invalidate our insurance cover.

Y
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Process Element

Check
next j
locate

What happens during

ss? (Include notes on

What are the difficulties you have with
this stage and what are the opportunities
for improving it?

First we
lmapl
the system.

e a day and
ing meeting and

lan being brought
e a problem if there
o the schedule.

Sometimes late changes not relayed to operators
In time.

Possible solutions:
i. Access to plan on computer for operators?
ii. Re-locate planner so that decisions are

instantly relayed to to operators.?

Check job bag for
inks board and
plates

Operator has to
area to locat
This means
wasteding

Then we examine
it in detail.

Collect inks

area to fetch the ink.

This means that valuable operating time is
wasted in going to locate the ink.

If the ink is not ready then further delays are
seen.

Operator has to walk down to outside the stor&

Additionally, there is no cover for the store-man
when on holidays/sick : further significant delays

could be caused.

sible solutions...
{ce crew to check job bag contents are
and deliver this to the machine.
uld mean the job bag would need to be
t on the system and not altered by hand.

Should a/c co-ordinator have access to change
mo

Then we make
recommendations
for improvement.

Look to provide back-up cover for this function.




Process Element

What happens during
this stage of the process?

What are the difficulties you have with
this stage and what are the opportunities
for improving it?

Book in work originated
in W Avenue into
computer system.

Work is booked into computer system and is
given an unique job number in order that staff
can record the amount of time spent
producing the work.

Not enough information given. Western Avenue staff do not have
training on amount and type of information required to complete
work.

Print unit staff should be involved with training Western Avenue
staff alongside ICT staff.

Check work and
instructions given on job
ticket

Check that pages are correct on electronic
version (e.g. turn any landscape pages into
portrait position etc). Place any additional
blank pages on back of document to make
sure document pages are in multiples of four.
Check for any colour type which may be
incorporated into document.

Missing fonts on PDF documents (fonts not embedded) from
originator. Colour text being used in document when final version
has to be produced black only.

Forms not completed (eg expenditure codes incorrectly entered).
All existing staff and new staff being given an induction of print
requirements (eg producing documents specifically for print).
Detailed training of Western Avenue staff to fill in required
elements.

Pass electronic version
to either Litho or Digital
print for production
process

Place electronic version of document into
digital print folder or CtP system for litho
print. Folders are available to view on desktop
of PC.

Assess best quality, urgency and price.

Assessing which piece of equipment is free and which would be the
more financially viable option to produce the work.

Occasionally work has to be moved from Litho print to digital and
vice versa. Ensure work has been deleted from one or other process
after its transfer.

When work is complete
enter consumables and
time sheets into system
at beginning of each
week

All consumables used to produce work and
recorded production hours are entered into
the computer using the unique job number.
The work is then ‘flagged’ as finished. The
computer totals the cost of the job and
invoices are produced electronically to be sent
to internal departments of the organization.

Incorrect expenditure codes are given from originators.




Process : PLANNING

Date : 12/12/17

Element | process Element Detailed description of what happens at What opportunities exist
:i’e' this stage of the process. for improving this element
of the process ?
1 ORDERS RECEIVED INTO Orders are filtered to a machine depending on flute, eScoring rules could be more
PLANNING SYSTEM size, grade, scoring and special instructions. Some sophisticated.
orders go to credit hold and some go to planning eToo many special instructions and
exceptions. some are contradictory- needs
refining
2 PLANNING EXCEPTIONS Large orders are passed to Paper Purchasing to order eMajority of orders that go to
CHECKED paper. Sample orders are accepted to machine with Exceptions are bespoke pallet orders.
their link order. Tandem scoring jobs are accepted to Pallets could be ordered more than
the relevant machine or given back to Sales if not the current once a day to keep
feasible exceptions clear.
eRefine scoring rules
3 PLAN WORK Orders sorted into deckles and paper grades to allow ePaper costs and trim costs not built
machines tp run to their optimum. This involves into the Planning system.
down deckling,up deckling,upgrading and searching eWe make hundreds of decisions a
forward orders. If a machine is overloaded orders are | day regarding the planning of orders,
manually moved to other machines. New work is but we don’t know the full cost
coming into the system all the time,so it’s an ever implications of what we are doing.
changing picture. We try to plan for least trim,least eSystem speed is a huge issue
upgrades,least deckle changes,least paper changes eTraining for planners
and most narrow deckle due to cheaper paper costs.
4 FIX WORK Work is fixed,order within program is sorted and a file | eSystem speed needs improving
is generated to send to the machine eRefining planning rules, so that there
are not so many manual changes after
a program is fixed

Y
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These actions are then incorporated into a
prioritised action plan — see later.




Quite often, a lot of the potential process
improvements (the low hanging fruit)
can be realised just by undertaking this
simple flowcharting process.




VISUAL MANAGEMENT

Using diagrams and photographs to:

e Communicate how things should be done properly

* Highlight key issues

* Re-enforce important points




[nstruction
FOR A RODAX ORDER COMPLETE
PAGE ONE ONLY

FOR RE-STOCK IN YOUR AREA
COMPLETE ALL PAGES

1. Before you begin assembly
first check Job Header
Report for parts needed,
then begin by placing
required block (PBT,PET
Nylon, Ryton or Ceramic)
face up on a flat service,
place Dinterm/body and
Dinterm/Neck and in
required cut out on block
(see photo opposite)

Then whilst holding onto
the body and neck rotate
the block and insert screw
using crosshead
screwdriver. Check screws
are secure and not loose
using the crosshead
screwdriver. At the next
stage of process it is
unacceptable to use blocks
if screws are loose

N

w

Repeat as required by Job
Header Report, i.e two
way, three way, four way,
six way and eight way.
Visuals on the latter are on
the cover.

4. Screw the Dinterm/female
threaded cap onto body
using hands only. (see
photos opposite)

| Personal |
| Protective

“ Equipment |
[ nA

| Critical point

Visual confirmation of tooling
provided overleaf.

CAUTION

* Ryton Blocks are marked
with two blue
identification marks; their
appearance is identical to
the PBT Block. Do not
mistake one for the other.

* They are marked
immediately after delivery
by inspection, only then

can they be put into Stores.

* Ifassembling a Ryton
Block, you need to check
with your Supervisor if
Caps are required at this
stage. They might need
brazing first, by trained
personnel

Q4

Smart card for
Every process

Colour-coded by
Product group

RRS MUST BE REMO
PBT BLOCK

RIS 3

| ' Check blocks for chips, cracks and any
moulding faults.

IDINTERM FEMALE
THREADED CAP

" COSHH assessment

Not apﬁlicable

i -

/ a\asliykSpproved sops\012-elc block assembly.docx Doc. 258. Isst

CONSULTANCY
TRAINING
SUPPORT




Process Mapping : Stage 2
Activity mapping

Mapping the supply chain as a process not as a
series of separate functions.



Process Mapping Stage 2 : Activity Mapping

Map the supply chain from a process perspective
to identify what happens and by whom this is

done.

Try to identify the factors :

e That cause bottlenecks
e That may not be the best way of doing things



PROCESS REDESIGN ORDERS

OPEN ACCOUNT PROCESS | clost ACCOUNT
PRoces<

11
Y ‘l' |
0
®
(o)

B/ weke sTiL
{‘ WONDERING WHY MoRE \
CusToMERS ARE LEAVING




What are bottlenecks?

Introducing Constraint Theory







Operational systems can be considered as pipes with varying constrictions:

Process Process Process Process Process
Element 1 Element 2 Element 3 Element 4 Element 5

If this is not resolved !!
Material or / A
Information flow /
?
EoE > ? t : > 7y 3 ? e s >
Input é;\
\ 4

There is no point increasing this
1. There is a need to understand the size of each of these bottlenecks !

2. Efforts must then be to reduce the impact of the most critical bottleneck by
increasing the capacity of that part of the operation.

Cox, Jeff; Goldratt, Eliyahu M. (1986). The goal: a process of ongoing improvement.
[Croton-on-Hudson, NY]: North River Press. ISBN 0-88427-061-0



https://en.wikipedia.org/wiki/International_Standard_Book_Number
https://en.wikipedia.org/wiki/Special:BookSources/0-88427-061-0

Significance of Bottlenecks

« Maximum speed of the process is the speed of the
slowest operation

* Any improvements will be wasted unless the
bottleneck is relieved




Take 3 very different processes :

Bottlenecks in the elderly patient treatment process :

Process Process Process Process Process
Element 1 Element 2 Element 3 Element 4 Element 5
Patient Presents
Recovery Discharge to home.
- i . Awaitin
per.lod : . o g |/ Home
Treatment Patient cial R € care
received. | | deemed to r!(etr :::rj(age package
ointe
need home Fobevpue sorted. '
C”) care together. T
@'ﬁi& &)
L, AN % ="
, 4 \/ 7 R i _—‘B\I
“ -;“‘_/":—Tj
W Lt

R

\\‘ \ A
o
J //
14
)//




Bottleneck in a Biochemistry and Haematology Department

Hourly demand for analysis

300

250
4 GP vans all arrive

together causing chaos

200

B Haem daily
demand

B Bio daily
demand

150

Number of specimens

N MY WO N ® OO o N M S W o
a4 N M S b O N TR TS T A
o A 4d4 N M S O

A 9 o A9 o o

Midnight - 1

Hour (booked in)

16-17
17-18

18-19

19-20
20-21

21-22
22-23

23 - Midnight




An industrial example:

Process Process Process Process Process
Element1l Element2 Element 3 Element 4 Element 5
Material flow / / T OUTPUT
v+« [ | Turning Drilling Stripping PACKING
INPUT uttin & ust [ B
\ | Painting| | ENCLOSED
\ \\ \

No machines
Minimal training

Many machines Many machines 2 Specialist machines No machines
3 trained Operators. 6 trained Operators. 2 skilled Operators. Low training requirement.

—
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Any system can produce only as much as its critically
constrained resource:

Take a sequential line process:

Constraint
60 units 70 units 40 units 60 units
Per day Per day Per day Per day

Maximum Capacity = 40 units per day




Maximum Throughput of a Process

6 min 5 min 4 min 5 min

 What is the capacity of the system?
— Convert to units / hr

G

10/hr 12/hr 15/hr 12/hr




Streamlined Processes

Traditional Flow

Business process (stream of water)

B
. ] A \
Supplies Customers

Inventory (stagnant ponds)

Lean Flow Material

(water in

Supplies ;——

Customers




Contrasting Philosophies of Inventory management...

Push Method (traditional, non-JIT)

Deliver the materials as fast as you can : PUSH them to the
next operation , whether they are ready or not!

Sometimes this meant that the operational area was
clogged with components.

Pull Method (JIT)

Nothing is delivered until we get a “signal” from the line -
thus, components are PULLED through the system as and
when they are required.




Do we need this
many on the floor ?




Pull Control.

The purpose of pull control system is to deliver what is needed,
when it is needed, and only as much as is needed. This eliminates
overstocking at the lineside.

If nothing is consumed, nothing is produced !

For pull systems to work there must be :

a. Short and reliable replenishment.
b. Small replenishment batches.
c. Regular frequency and use of parts.




As material flow improves:

These items decrease:
¢ [Inventory
e Space requirement

These items increase:

eSpace

e Efficiency

—_—




An administrative example:

Process Process Process Process Process
Element 1 Element 2 Element 3 Element 4 Element 5

Material flow 4 S OUTPUT
L > Enquiry e received >
Received. to -
INPUT customer. and
: planned.

5 people trained. 5 by 2 I e
one by 5 people trained. 6 People trained.

specialistsin a
separate dept.

7 people trained.




McDonald’s Assembly Line

McDonald’s Hamburger Assembly Line

D D D

Bun toasting Assembly with Wrapping of patty (©) Customer service,
11 SECONDS condiments with bun order, and payment
20 SECONDS 14 SECONDS 45 SECONDS

Order picked up
immediately to
keep it fresh

A

O
Order read on
a video screen

HEATED HEATED
More personnel CABINET LANDING
added during FORTHE PAD

busy periods GRILLED
PATTIES

TOASTER CONDIMENTS




Process Mapping : Stage 2
Activity mapping

Mapping the supply chain as a process not as a
series of separate functions.



. 4
Y C 2
e Think of any business as a chain yfg\

e Each link in the chain represents a separate function
e |f one link breaks the whole chain fails
e |t is the linkages that bear the strain

e Itis the strength of the linkages that determlne
how well the chain works - p [



https://www.google.co.uk/url?sa=i&rct=j&q=&esrc=s&source=images&cd=&cad=rja&uact=8&ved=0CAcQjRxqFQoTCMXYhpvgnckCFQvxFAodw0kLEQ&url=http://mysticalchrist.org/page/5/?blogsub%3Dconfirming&psig=AFQjCNGK7el1RxnQBKc2qqgYNJWe8_kn-g&ust=1448065917372576

Introducing the ‘Swim lane’ approach to activity mapping
: an excellent tool for examining the problems that can
occur when processes cross organisational boundaries
and to identify what different parties contribute to the
overall process.




The ‘Swim lane’ approach to analyse what different parties contribute to the process

Value Stream for Ordering a Take Away

Customer wanis
. to ordar a take
'JE} away
=3
o Start Receives order »| Pays for order
=]
Q
i
- | -
T 5 v
Zc
@ : _| Documents order
E E Receives call [ o system
T =
=3
v
©
. Placas order on Completes arder
6 Receives order |—»| Makesorder | hot plate e
5 v
=
5 Collects ordear _ | Drives to customer
from hot tray house
5
=
[}
O




Fraduct Purchasng Cross-Funckion Process

Purchase Reguest Perchasing Performanca Products Storage

(

RS qLIrE et
Depatmanrt

~
Starting with
initial purchase
request from

s biad of
conhim

- Customer to
= e q
sa R Requirement
=58 Department
= J
N
2T Inuiry Purchase is
ge processed by
:_1. a Eign purchasing .
) S Requirement
Department
conformation

Lonfem quality
and prico

and quantity is
sent to Materials
Management

. J

Estimate totsl [ Fiscslculaming
plica - he (olal pnca

Firmance Depanment




Product Purchasang Cross-Funchion Process

Purchasi Regsest Purchasing Perdormance Products Slorage

Materials

Management then
verifies quantity and
adjust stock, this is
then communicated/
investigated by
Purchasing Dpt. for
restocking/allocation
\ of product analysis. )

RS QLI FE St

Departmant

confirm

Chacking of

A, Fhock
quantity

Matenals
Managemert

/~ Finances Dept. sets

[ . .
EE price according to
58 Sign purchasing logistical interests:
a Qo conbract
Cost, Overhead,
Recoupment.
£ B Collaborating with
= " and pice Purchasing Dpt. to sign
E Purchase Contracts,
g — — while Materials
£ price ) the total prica Management checks
off the finished

\_ product )




Prodwct Purchasang Cross-Funclion Process

Purchase Reguest Purchasing Performanc Prodacts Storage

i ———

28 Materials

HE Management
produced all
products,
Purchasing

Department has
then accumulated
and invoiced,
providing payment
request
G J

Materals
haragernent

Finance Department
upon purchases

E conformation and

E prices, recalculates

g — working with

E Estamipte 1otal ' Fiige e Le ey PurChaS|ng Dep?rtment
: R ' T to process final

payment , recouping
asset profit gain.

\_




It is when these transactions have to cross
departmental boundaries that gives rise
to problems in the process chain.




TECHNICAL/ CS/SALES Jed S i

ESTIMATING | i o 1 Query

- CUSTOMERS
Quotation
-DRAWINGS * o 2 A
Approval

; » Sales£3m
— :
[———Quote with drawings Normally 1-4 weeks prior to due date

A

PLYWOOD
SUPPLIER

30% Merchants
- 4————Complaint——
Office {/v | Ofxce 27% Persimmon
Complaint .
Stock count every d?:E{f in?o 295 South West
?. i call of = S
: S COMPLAINT LOG SRmas
prbniar Callofr Alert for e
i Due dat.
SHEET SAGE 200 info obiplatisn o :ifie:/:)sh
BRICK SUPPLIER Due dat q iobs
J
e | >(
Call off
\ i DEUVERY
* / ; BOARD
PRODUCTION/ 5
TRANSPORT PLANNING % PO -
PLANNING 2 3 days in advance
PPLI ? ?
SUPPLIERS wieer | [~ ©
. Booking in Is thisthe same as
BFL AR slip finished job sheet? Offce
1 lorry | JONES
Noof 4 0 | 20 ]
deliveries? packs | packs .
Call off FINISHED .
& info & JOB SHEET (]
o daily job
O
RM 5 %6’8\\~\\ sheet [ ]
D— & calloffinfo L 0
AN & daily job POT & CAP
sheet
u- O 12 5-10
RM Call off info & C/T 1hr cap signed job 55
daily job 30m pot sheets?
Ho
N/ muc\}‘:?’ BRICK CUT & sheet
. DRY .
GRP
Call off inf O D— .
& daily job ? Call off info &
sheet Call off info & WIP daily job '
daily job Y sheet D_W'P Call off info & (]
sheet daily job .
sheet
< b \ 0
CuT ASSEMBLE CORE LAMINATE TRIM & CLAD G ASSEMBLY/ QUALITY PACK .
12 3 FLOWCOAT S

FINISHING CHECK o1

O/Tl_z “ 4] W OC/T W o 8 o O T
C/T 20m 78m 88m £ 118m 1 1 23m To
- w & - 18 » =3 w - W » &
PLT PLT PLT C/T34m @ | 2R C/T28m -’ om A PLT verd
DEFECT o DEFECT 510D DEFECT g PLT o4 DEFECT o PLT T PLT =T DEFECT
UNT pcs Facion pcs GRP pcs DEFECT pcs [Factory ] pcs, DEFECT pcsu_ DEFECT pcs u_

Factory
Unit Factory Factory
? ? ? ? ? ? ? ?
TIME 20m 78m 88m 34m 118m 28m ? 23m




' Order Processing Map

CUSTOMER
Request NO awing YES
Buyer Quote \(ry
A
Ske N C:":I'm Issue Order
Manager tate Bricks Receved
A A
Finance Payment
Y \ 4 4

Technical & Send Lost P';:'::" swing tssue Cotlection Oute

Estimating Quote |\ Quote facatvad equl Drawings

NO '
Customer Enter Crexe/ |
Service & P New Sales, “‘s m" “| Bricks
Sales Order Rain ]
Cablection Date
NO Copy d‘
§ Nect
Logistics Orgacise Log to Confirm | ygs e Create Collect | Nosw
Plannin Brick Delivery Goods et Dispatch Dispatch b=~
v Copy of Collecsion Nete Collection| | Board | | Received Note Notes
|| A A
4

Production MPS Complete Close

Planning [ The wors M | Works

Demand Oede: Orde
Collection Nate J 2
A
Production L Quality Completed Job
Poducion ool Pacing Dot
A $
Finance Cathectson Nete Invoking
Beicks
4 A 4 4
Finighed Pick Order
LOGISTICS il B Goods in S P p{ Delver U
B Yard Leeey .




Let us turn the swimming pool around - it
makes it easier to analyse the process.




This is the time this job should take. This is how long it
actually takes.

PROCESS ACTIVITY MAP FOR ESTIMATING

Step 1. The supply chain is mapped to
== identify what happens and by whom.

Pro\gss Actual
Time no |time taken
delays (est.
Number Activity (mins) mins) Area ESTIMATOR PAPER CONT| ART/DESIGN COMN
Customer brief of requirement to T.M., E-Mail, phones,
faxes or sends in enquiry - fill out Enquiry form with all
revelant details required to supply the Customer with their Ensure unspecified requirements ar
1 |order. 10 30 SALES/TM ensure expectations are fully met
Enquiry form to be completed by TM/Design or Sales r— ‘
2 |Administrator (electronic enquiry form in place) 5 15  [SALES/T™M T Flowchart the 5, sometimes lack of i
If new Customer, follow New Customer Credit Procedure. g o q
Fax Credit application form to the Customer for _— /' aCtIVIty in 2
completion. Pass details to Sales Office Manager/Deputy d | men SiO ns : w h at
3 |to create on Consensus. 1 1 SALES . ts regarding using ele
If die-cut or requires a sample, Sales Administrator to is done and by 5 depending on desig
obtain Spec No. from CDM and put enquiry on hold then Wh om Admin first. Whereve
4 [pass to design. 5 30 |SALES/DESIGN .
[r— Could this be available electronically
5 |Enquiry passed to Sales department for processing 1 5 SALES instantaneously?
If the enquiry is for Pre-Print, find out annual 30 720 Al
usages/contract, then pass to Graphics Manager to obtain " L
6  |Pre-Print costs with L. No. DESIGN Delays in obtaining Pre-Print prices
— / Delay if more info is needed, heavy
Enquiry once completed and passed to the Sales D Delay if material does not exist - pro
7  |Administrator will check if it is an existing board grade. 5 5 SALES | correct Pre-Print material.
If new board grade, pass to Sales Office Manager to \
obtain authorisation to create new material on Central e
8 |Server 5 30 [SALES 1 Delay if material does not 'down loa
Sales Administrator to enter enquiry onto CDM system for ﬁ
9 |quoting. 5 30 |SALES 1 Delays depending on work load
mm > Possible delay if a large tender invol
10 |Pass enquiry to Estimator for quoting. 1 30 ESTIMATOR * through
Quotation printed by Estimator and passed back to Sales e Estimator instead of printing quotatic
11  [Administrator 1 1 ESTIMATOR L to save time
Sales Administrator will send quotation to the customer 5 1440 \2 If delivered by TM - possible delay ir
11 |direct or through the T.M. SALES/TM — to email quotations with terms & con

TOTAL TIME 74 2337




Process | Delays at
Time this stage
No. Activity (mins) (m) Area Reception
Client telephones customer relations coordinator with order Customer _
1 5 0 Services
2 Client faxes through official purchase order to Reception 0 5 Reception J Unncessary handling of order by reception
Place official purchase order in pigeon hole for customer relations Reception Ij/\
3 |coordinator and email to let them know it has arrived 3 5 |
Pick up official purchase order from pigeon hole Customer _ J
4 2 6 Services
Cross check order on BPR list to allocate BPR Customer Inlformation handwritten |
5 2 1 Services I
Job number allocated from Job number book Customer _3/I - I -
6 2 3 Services Information handwritten | (; Possible delay
Order added to schedule on Access Customer _ ~ awaiting completion
7 10 0 Services of this stage by
Logistics informed of new order on Schedule Customer _ logistics
8 1 5 Services i
Capacity planner checked for adequate capacity o run job 5 (min) 30 5 Logistics —/
9 (max)
Order entered into Access accounts and accounts month allocated Customer -
10 2 0 Services
Order passed to Customer Relations Manager Customer _
11 1 4 Services Vs N
Job data entered onto Access accounts (job number, BPR, quantity Customer May be delayed several days J
*\Lawaiting completion of this step on
12 |required) 5 2 Services
Transfer data to Excel spreadsheet Customer * E [
13 2 0 Services (Al jobs are on single spreadsheet. Difficult to locate ]7
Locate materials required for specific job(s) on spreadsheet and Customer relevant materials - depends on Customer Relations
14 |[calculate stock deficits 5 0 Services
Fill in purchase requisition form detailing required order from suppliers Customer L
15 5 0 Services In

Step 1. Map the supply chain to identify what happens and by whom this is done.
In doing so, try to identify the factors :

That cause bottlenecks
. That may not be the optimal way of doing things




This is the time this job should take. This is how long it actually takes.

-/

Capacity planner checked for adequate capacity to run job N) 30 120 —/'7
9 (max)
Order entered into Access accounts and accounts month stomer _
10 Jallocated 2 20 Services
Order passed to Customer Relations Manager 4 Customer _
11 1 20 Services
Job data entered onto Access accounts (job number, BPR, Customer May be delayed several days
awaiting completion of this step on
12 |quantity required) 5 30 Services non urgent jobs
Transfer data to Excel spreadsheet Customer 1 |
13 2 10 Senices All jobs are on single'spreadsheet. Di
Locate materials required for specific job(s) on spreadsheet and Lot —_— ch{JCFttE'} rele'\\fnt matefrlalﬁ_- qtepert]ﬁs ol
. I elations Manager familiarity with prc
Analyse why there is such a T —
14 Jcalculate stock deficits d.ff |
Fill in purchase requisition form detailing required order from ifrerence: |
15 |suppliers ) IU SETVICES T
Purchase requisition form passed to Logistics Customer _
16 1 5 Services |
Telephone supplier and discuss material order Logistics — Can be significar
17 S 50 +) waiting for suy
Fax confirmation (if required by supplier) Logistics _ confirmation of d
18 2 30 P
Supplier phones or faxes confirming delivery date and price Logistics _/
19 1 0
Add materials details to Access accounts Logistics _
20 5 0
Materials required from clients discussed with Customer Customer —
21 JRelations coordinator for specific client 5 4 Services
Components required from clients added to schedule Customer _
22 5 0 Services Delay if Goods Inwards
Confirm material quantity on Access is accurate by phoning Customer _ information has not beer
23 |warehouse 2 0 Services updated on spreadsheet
24 |Phone customer to request additional materials and expected 15 0 Customer I | | — Warehouse
Check Goods Inwards spreadsheet for arrival of materials from Customer _/;/
25 |client 1 0 Services
Telephone clientif goods have not been received by expected Customer _
26 |date 10 (min) 0 Services
When all goods received, create Sales order processing form Customer _ .
Doc pack is not printe
27 Jusing template for BPR. Printand sign 5 0 Services until 5 davs before prc




Remember the 1:10:100 Rule QD

Catch a problem in
your own area and it
costs £1X pounds to put it right.

1
Bring a problem back from
a downstream operation and it
10 costs £10 X pounds to put it right.

Sorting a problem out when it has
reached the customer costs at least
£100 X pounds
+ a lot of BAD FEELING!

100




Comments on delays and

S
T Process | Actual SEICH
Material [N
E| ORDER FULLFILMENT Time | time taken e e how they could be
P| PROCESS (Mins) | (min) toarea [ ng pespatsh | resolved
Order received in sales
1 Could order entry and order receipt
5 10 functions be combined?
Transfer to order Entry __ Orders can sometimes wait
2 excessive times waiting to be
2 20 | entered.
3 Enter order I-ir —
2 10 Job entered on system
All information _._—-l Job transferred as a batch to
4 | transferred to e grinding : does this need to be done
technical. 2 12 * in1go?
Specs and drawings
5 have to be generated, Cannot this information be made
printed and put on the electronic and be accessible from
order 2 5 l computer terminals in each area ?
Transferred to | Material can wait for upto 2 hours
6 Processing waiting to be processed : we
(—— require a better system for alerting
150 220 ] Processing.
Processing (4 stages) =1 | 4stages involved in processing :
7 could some of these be integrated
75 450 and owned by the same people?
Moved from Iil Excessive movement of material
8 | processing into holding involved in the processing stage
area for checking 18 120 l because of poor layout.
. | I—
Checking book the Does this need to be done in a
: product onto the separate area : can it not be
system and reconcile integrated into the processing
with order records 5 10 operation?

Job moved to Final

Despatch function are not aware of
the order until it arrives in the
Warehouse : this can cause delays.




What causes these delays?

e |[nadequate information on what is required
e Mistakes caused by unclear instructions

e Excess delays and movement

e Lack of co-ordination between departments

e Materials not delivered on time
... and many more!

Our job is to identify and eliminate what causes these bottlenecks!

T: M: W:







These actions are then incorporated into a
the same prioritised action plan as
mentioned earlier — see later.




How do we then use these activity maps?




Process Activity Map
Corrugator Standard Order

[ 1[ [ 11 [ 1| [ ]
Process |Actual Corrugat
Time Time or Shift Clamp
No. | Activity (Mins) (Mins) Area Manager |Manager |CDM Truck Comments
Corrugati hedul Planni annin rocess needs to be
. gator Schedule Generated anning F g_ pi _ s 1o D
30 60 mapped in detail
Schedule released on CDM with duplicated to the Escada Plannin
2 P o1 02 9 *-ﬂ;l
Paperwork checked Corr Control M DO We need all 3 paperwork
3 /4
15 15 | systems?
Wet End and Dry End R M Courd this be electronical
4 ry End Report released Corr Control ) ly
2 2|Room delivered?
Stack and Pallet Specification is Pre Set Inserter Can e EsCada System do this
5 P | S — 5 Y
1 1 | for us?
6 Starch is made Starch
0 Q|Kitchen
, |Correct paper reels sourced Reel Store | RF SyStem would help Tocate and
5 10 0 verify acuracy of reel.
Reels delivered to correct locations on the corrugator Wet End M
8 g
15 30
Paper reels checked against the Wet End Report Wet End
9 p g P
2 10
Paper Reels are booked into the CDM syst Wet End Would scanners improve the
10| yeiem eEn — >
2 15 m accuracy of this process?
Reels are put into the Reel Stands and the reel ticket with Wet End M
1 i — -
number is put on the reel stand arm 5 5 | Automated equipment?
Paper is set ready for splicing in the new job. Load tickets Wet End M
12 prepared along with the check sheets. 3 3 | —
New order is spliced in. Inform and splice new order in Wet End !
13 P P 0 0
Pre set order change speed for the relevant paper takes plaf Corr Control
14 0 0O[Room
Paper travels through the Agnati Single Facer, Double Corrugator
15 Backer, Hotbeds and Slitter Scorer Knives 2 2 |Machine _

Step 2. Can any of the steps be removed/simplified/improved?




PROCESS ACTIVITY MAP

Process |Actual time
Time Materials
No. Activity (mins) (min.) Area Reception coordinator
Client telephones customer relations coordinator with order Customer _
1 5 10 Services
2 Client faxes through official purchase order to Reception 0 0 Reception ,—'—l Unncessary handling of order by reception
Place official purchase order in pigeon hole for customer relations Reception |:|
3 |coordinator and email to let them know it has arrived 3 5 1
Pick up official purchase order from pigeon hole Customer _ % T
4 2 10 Services M
Cross check order on BPR list to allocate BPR Customer Information handwritten |
5 2 5 Services I
Job number allocated from Job number book Customer _gﬂ L
6 2 5 Senvices Information handwriten | /Possible delay
Order added to schedule on Access Customer _ N awaiting completion
7 10 12 Services of this stage by
Logistics informed of new order on Schedule Customer _ logistics
8 1 5 Services l \ )
Capacity planner checked for adequate capacity to run job 5 30 Logistics —//
9
Order entered into Access accounts and accounts month allocated Customer _‘
10 2 5 Services 2
Order passed to Customer Relations Manager Customer _
11 1 4 Services .
Job data entered onto Access accounts (job number, BPR, quantity Customer May be delayed several days J
*:\Lawaiting completion of this step on
12 |required) 5 36 Services
Transfer data to Excel spreadsheet Customer *Mﬂ [
13 2 7 Services (AII jobs are on single spreadsheet. Difficult to locate
Locate materials required for specific job(s) on spreadsheet and Customer — relevant materials - depends on Customer Relations
14 |calculate stock deficits 5 60 Services
Fill in purchase requisition form detailing required order from suppliers Customer —< ‘—
. Information :|
15 5 20 Services N ——
Purchase requisition form passed to Logistics Customer _
16 1 5 Services 1 l

Step 2. Can any of the steps be removed/simplified/improved?




Materials
Reception coordinator Label office  |Warehouse

Dig into the detail

—— to see where

— thingscango
t%bekargeqdr?d/ E Wrong and how

customer senices this Can be
N/

Possible delay while .
goods removed from
quarantine by QC avo I d ed .

—

Stock quantities on Access
may be incorrect. Quantities
may have to be physically

L1 || checked in warehouse,
May be delayif_\7/ causing delay.
details on BOM not |:| §

up to date and need

U
]l

|
i

Information %
—

Exported to Excel

]

I T
significant

L WA
two hours) if

documents not

N in expected
|Manua| transcripltion of informati(l)n fgﬁl?gi:nd
- 1% |—| searched for

Possible delay if Transcription by production

codes do not match N administrators

- must be checked |

with materials \ _

coordinator

/May be unnecessarily\
completed if cartons
being coded on-line

—

LI I




Examples of Activity Mapping

a) An estimating process.
b) A transportation process.

c) A production process.

CONSULTANCY
TRAINING
SUPPORT




a)

An example for an estimating process

. |
Process | Approx
Time no | time
delays [ delays PAPER |ART/DESIG
Number Activity (mins) | (mins) Area ESTIMATOR CONT N COMMENTS
Customer brief of requirement to T.M.,
E-Mail, phones, faxes or sends in
enquiry - fill out Enquiry form with all
revelant details required to supply the Ensure unspecified requirements are gathered from
1 Customer with their order. 10 30 [SALES/TM the Customer to ensure expectations are fully met
Enquiry form to be completed by v
TM/Design or Sales Administrator I
2 (electronic enquiry form in place) 5 15 |SALES/TM | Possible delays, sometimes lack of info.
v
If new Customer, follow New Customer
Credit Procedure. Fax Credit - > -
application form to the Customer for
completion. Pass details to Sales
Office Manager/Deputy to create on
3 Consensus. 1 1 |SALES Talk to accounts regarding using electronic version.
If die-cut or requires a sample, Sales
Administrator to obtain Spec No. from | > Possible delays depending on design work load. All
CDM and put enquiry on hold then enquiries should go through Sales Admin first.
4 pass to design. 5 30 |[SALES/DESIGN Wherever possible Sales to supply design with L. No.
[r— Could this be available electronically, so that info. is
5 Enquiry passed to Sales department fol 1 5 |SALES passed on instantaneously?
If the enquiry is for Pre-Print, find out 30 720
annual usages/contract, then pass to g
Graphics Manager to obtain Pre-Print
6 costs with L. No. DESIGN Delays in obtaining Pre-Print prices from suppliers
A Delay if more info is needed, heavy work load or large
Enquiry once completed and passed tender involved. Delay if material does not exist -
to the Sales Administrator will check if problems with CDM not recognising correct Pre-Print
7 it is an existing board grade. 5 5 |SALES material.
If new board grade, pass to Sales
Office Manager to obtain authorisation [ |
to create new material on Central
8 Server 5 30 |SALES Delay if material does not 'down load' on CDM
Sales Administrator to enter enquiry ]
9 onto CDM system for quoting. 5 30 [SALES Delays depending on work load
_ Possible delay if a large tender involved or large
10 |Pass enquiry to Estimator for quoting. 1 30 [ESTIMATOR amount of specs going through
Quotation printed by Estimator and | Estimator instead of printing quotation could email
11 |passed back to Sales Administrator 1 1 |ESTIMATOR straight to Customer to save time
Sales Administrator will send quotation 5 1440 If delivered by TM - possible delay in arranging
to the customer direct or through the [ | appointment. Looking to email quotations with terms &
11 |T.M. SALES/TM conditions.
TOTAL TIME 74 2337




b) An example for a transportation process

Process Activity Map

| 1

Volume bottle neck

Manual handling of top boards H & S concern
Not all pallets are scanned in

Conveyor old needs refurbishing / replacing

Conveyor old needs refurbishing / replacing

Conveyor old needs refurbishing / replacing

stock locations needed before RF system is installed
Delivery schedule should be done prior to production
meeting to give actual machine capacity's

> System will not allow 2 users on the same database

_Could be done from CDM machine run to list

SFDC conversion planning to replace this with failures
- recorded

RF screens on FLT

AVL cubic capacity of trailers required for all trailers
Schedule could be set prior to 09.30 meeting,
confirmed by 13.30

Must receive delivery schedule by 15.00

System will not allow 2 users on the same database

Appear on RF screen on FLT

RF required in shunter, lack of trailers due to long
distance work

RF reduce the time looking for pallets [stock location on
RF screen]

Scan on to trailer removing human error

Print at AAG ?

Palletise, Store, Pick and Load I | | [ | I |
Process Approx Time - Despatch . -
No Activity Time [Mins] Delays [Mins] Railsman Admin Shunter Loader Comments
1 Finish Product Process [conveyors] 0.3 1
2 Apply shrouding, pallet boards 3 0.5 s [
3/Scan into CDM [SFDC] ) 0.1 o Il
4 Move to strapper, auto 0.25 o
5 Strap [according to code, auto] 3 0.3 2
6| Move to wrapper, auto 0.25 0 _
7 Wrap [according to code] 0.75 o NG
8 Move along rails 0.8 0
9 Take off rails, allocate stock location : 0.5 0.5
10 Delivery schedule obtained from CDM 30 0
11 Raise AVL for outside stores 3 10 20
Enter information in Production
12 Requirement spreadsheet 15 0
13 Issue "wish list" 1 0
Obtain loading sheets, call offs i
14 [system] 2 0
Assess volume delivery areas to
15 ensure trailer are utilised < 90 30
16 Email delivery schedule to Despatch 1 ils
17 Book in with customers ) 60 30
18| Create AVL loading list 3 45 20
Pass picking list & Delivery schedule 3
19 to Loader < 2 0
20 Collect trailer 15 0‘
21 Pick and load 60 30
Record pallet information for loaded
22 products, check load 5 0
Close curtains and remove trailer from
23 loading area 15 0
Pass picked item list to despatch
24 administrators 2 0
25 Raise delivery notes ) 5 25
26 Pass completed notes to driver ) 1 0
27 Receive POD from haulier, invoice 2 20160’

C 1
e
RF data transfer
Automatic with RF, IWT if in wrong warehouse
L 1
L1

365 20,325




c)

Process Activity Map
Corrugator Standard Order

An example for a production process

I | [ [ [ ]| I | D | [ [ 1| L | E—
Approx.
Process |Time Corrugat
Time Delays or Shift Clamp Slitter
No. [Activity (Mins) (Mins) Area Manager |Manager |CDM Truck Checker [Starch  |Hotbed [Scorer
1 Corrugator Schedule Generated Planning
30 60 *
2 Schedule released on CDM with duplicated to the Escada Planning x
0.1 0.2 N 1 o S
3 Paperwork checked Corr Control
15 15 —/
Wet End and Dry End Report released Corr Control
¢ 2 2|Room :l | |
Stack and Pallet Specification is Pre Set Inserter | -
5 1 1 > I— |
Starch is made Starch
6 0 0|Kitchen
7 Correct paper reels sourced Reel Store I
5 10
Reels delivered to correct locations on the corrugator Wet End
8 15 20 —
Paper reels checked against the Wet End Report Wet End
9 2 10 >
Paper Reels are booked into the CDM system Wet End
10 [ °F Y —
2 15
Reels are put into the Reel Stands and the reel ticket with Wet End
1 number is put on the reel stand arm 5 5 —
Paper is set ready for splicing in the new job. Load tickets Wet End
12 prepared along with the check sheets. 3 3 | I — | E—
New order is spliced in. Inform and splice new order in Wet End
13 P P o 0 == —
1 Pre set order change speed for the relevant paper takes plaf Corr Control
0 0|Room
15 Paper travels through the Agnati Single Facer, Double Corrugator L 0 18
Backer, Hotbeds and Slitter Scorer Knives 2 2 |Machine '* L
16 Single cut on the Rotary Shear takes place to create gap Rotary |
from previous to present order 0 0|Shear _
Tail end of the previous order is removed Dry End
17 P 1 1 & | — |
Specifications of the first board of new order through is Checking
18 checked against the Dry End Report 5 5|Gantry [ —
Measurements of pallet size is input for the conveyor systel Pallet
19 1 1|insertion *  —
First stack(s) off go onto the pallet Pallet
20 2 2 |insertion | |
21 Spec and count from the previous order passed to the Inser| Pallet
2 2 |Insertion
Load ticket inserted into pallet along with spec from previou Pallet [ o
22 1 1 |Insertion '*
Pallet removed from the take off rails and put into WIP in cq Take Off |
23 3 3
TOTAL TIME
67.1 108.2




Process Activity Map
Corrugator Standard Order

An example for a production process

I | | 1| L [ [ —/
Approx.
Process [Time Corrugato
Time Delays r Shift Clamp
No. |Activity (Mins) (Mins) Area Manager |Manager |CDM Truck Checker |Starch  |Comments
1 |Corrugator Schedule Generated Planning Planning process needs to be
30 60 Z mapped in detail
Schedule released on CDM w ith duplicated to the Planning
2 PE
Escada 0.1 0.2
Do we need all 3 paperwork
3 Paperw ork checked Corr — pap
15 15| Control systems?
Wet End and Dry End Report released Corr Could this be electronically
4 C—| | .
2 2Control :I delivered?
5 [Stack and Pallet Specification is Pre Set Inserter [ Can the Escada system do this
1 1 for us?
6 Starch is made Starch
0 0|Kitchen
;| Correct paper reels sourced Reel Store | RF system would help focate
5 10 and verify acuracy of reel.
Reels delivered to correct locations on the corrugator Wet End
8
15 30 :I
9 Paper reels checked against the Wet End Report X 10 Wet End > m—
10 |Paper Reels are booked into the CDM system Wet End — Would scanners improve the
2 15 accuracy of this process?
1 Rgels are put. into the Reel Stands and the reel ticket Wet End r— )
with number is put on the reel stand arm 5 5 Automated equipment?
12 F_’aper is set ready for sp!lcmg in the new job. Load Wet End | |
tickets prepared along with the check sheets. 3 3
13 New order is spliced in. Inform and splice new order in 0 o Wet End r—
14 Pre set order change speed for the relevant paper take Corr
0 0| Control
Paper travels through the Agnati Single Facer, Double Corrugator
15
Backer, Hotbeds and Slitter Scorer Knives 2 2|Machine




Using activity maps to
improve the process

An example of Activity Mapping of a company’s
complaints process

CONSULTANCY
TRAINING
SUPPORT




Problem :

Excess time taken to process customers complaints.




PROCESS ACTIVITY MAP

Complaints,collections and credit process _ [ | | | | ]
Process Approx.
Time no Time
delays Delays X . .
No. Activity (mins) (mins) Area External sales Quality dept PR receiver Logistics Accounts
Customer contacts Company byE sales or QA _
1 |Mail/faxiphone 5 0
receiver raises Problem Report sales or QA -
2 I s ] L— STEP 1

PR raiser passes to QA for logging in QA |—>|:|
3 [file with samples if received or photo's 5 30
QA carries outinvestigation to QA FIOWCha rt the

4 _|determine where fault occurred 30 30 e o .
QAraise quality alert if required in QA |:| aCtIVIty |n 2
5 |certain circumstance and pass to 10 10
QAlogs PR with number and QA |:| 1 H o
6 |completes register 5 1440 dlmenSIons °
QAraises collection note QA |:| °
; 5 30 what is done

QApasses collection note to Logistics QA |:|
J 5 2 and by whom

QA adds details to production minutes QA |:l_ /
9 2 30 /
Logistics arranges collection with Logistics ’E
10 |Griggs/subbie 15 43200
Griggs/ subbie collects Logistics / |:|
11 5040 2160
Logistics offloads, labels and places Logistics :l
12 |into quarantine 10 1440 J,
QAinvestigates quantities match, fault QA l——'_l
13 |is as reported,whether rework needed 30 2880
QApasses logged PR to dept QA |:l_
14 |responsible for error with 5 1440 1
PR receiver does further investigation any dept l:l
15 |with personnel involved with error 30 6408
PR receiver endorses PR with any dept |:|
16 |corrective actions 10 0
PR receiver send back completed PR anydept
I . . [
QAlog other details and send for credit QA
18 |where applicable or close off 5 30 :l‘
Accounts dept raise credit according to Accounts |
19 |rejects/collections 15 5760
Credit signed off by Financial controller Accounts |:|
20 5 0
Accounts send PR back to QA Accounts
” L o 1
QAlogs final details and closes off PR QA |
22 |inlog 5 30
QAremoves from production meeting QA |:|
23 |minutes 2 30
QAinputall details into excel QA |:|
24 |spreadsheet for analysis 5 30
QArecord rejects on AFD register for QA |:|
M+M purposes signed off by JC/SP or 5 0
QArespond to customer if required QA |:|
25 30 1440
Total 5235 66378




PROCESS ACTIVITY MAP

Complaints, collections and credit process

QA respond to customer if required

Process | Approx.
Time no Time
delays Delays
No. Activity (mins) (mins) Area External sales Quality dept Accounts
Customer contacts Company by E sales or QA
1 [Mail/fax/phone 5 0
receiver raises Problem Report sales or QA
2 10 5
PR raiser passes to QA for logging in file with QA l——l STE P 2
3 |samples if received or photo's if appropriate 5 30
QA carries out investigation to determine QA Fo r exa m p I e : :l Th e tea m
4 |where fault occurred (SFDC/run sheets/print 30 30 'd 'f'
QA raise quality alert if required in certain QA
5 |circumstance and pass to production 10 10 Far Ionger dEIays :l l entl Ies
QAlogs PR with number and completes QA {
3 s | o seen than would what ‘process
QA raises collection note QA )
: s | be expected for |=— areas’ could
QA passes collection note to Logistics QA /I :l .
8 5 30 H
QA adds details to production minutes ] t h I S Ste p be I m p roved
9 2 30
Logistics arranges collection with Logistics
10 |Griggs/subbie 15 43
Griggs/ subbie collects Logistics
11 600 2160
Logistics offloads, labels and places into Logistics
12 |quarantine 10 1440
QA investigates quantities match, fault is as QA
13 |reported,whether rework needed or scrap and 30 2880
QA passes logged PR to dept responsible for QA
14 |error with samples/photo’'s where applicable 5 1440
PR receiver does further investigation with any dept
15 |personnel involved with error 30 6408
PR receiver endorses PR with corrective any dept
| 16 |actions 10 0
PR receiver send back completed PR to QA any dept
17 5 0
QA log other details and send for credit where QA
18 |applicable or close off 5 30
Accounts dept raise credit according to Accounts
19 |rejects/collections 15 5760
Credit signed off by Financial controller Accounts
20 5 0
Accounts send PR back to QA Accounts
21 1 0
QA logs final details and closes off PR in log QA
22 5 30
QA removes from production meeting minutes QA
23 2 30
QA input all details into excel spreadsheet for QA
| 24 |analysis 5 30
QArecord rejects on AFD register for M+M QA
purposes signed off by JC/SP or deputies 5 0




PROCESS ACTIVITY MAP

complaints,collections and credit process

STEP 3

Process| Approx. Identify the
Time no| Time
delays | Delays Quality actio ns
No. Activity (mins) | (mins) Area dept
Customer contacts Company by E Mail/fax/phone Sales or 1
. s | o |7 required to
receiver raises Problem Report Sales or 1
, w | o | do this
PR raiser passes to QA for logging in file with QA not received.
3 |samples if received or photo's if appropriate 5 30
QA adds details to production minutes QA
9 2 30
Logistics arranges collection with Griggs/subbie Logistics
10 15 43200
Griggs/ subbie collects Logistics
11 600 2160
Logistics offloads, labels and places into quarantine Logistics
12 10 1440
QA investigates quantities match, fault is as QA
13 |reported,whether rework needed or scrap and gets 30 2880 _
14 |with samples/photo's where applicable 5 1440 or full picture
PR receiver does further investigation with personnel any dept
15 [involved with error 30 6408
PR receiver endorses PR with corrective actions any dept
16 10 0
PR receiver send back completed PR to QA any dept Not always completed thoroughly or correctly
17 5 0
QA log other details and send for credit where QA
18 |applicable or close off 5 30
Accounts dept raise credit according to Accounts
19 |rejects/collections 15 5760
Credit signed off by Financial controller Accounts
20 5 0
Accounts send PR back to QA Accounts
21 1 0




Result :

Many of the ‘lack of ownership’ bottlenecks
removed and the process significantly improved
in terms of customer response time.




Process Activity Map

Order fullfillment process

This has an additional
section detailing the
distance moved at
each process step

Order Type A
Dig /{nce
Glazed order Process | pctyal | mMovedin
No | frame to follow Time Time this Responsible Comments on delays and how they
(Tray NO 1394) (Mins) Mins activity function Traying Up Surfacing could be resolved
|
1 Traying up —|_>
1 20 2mts Function 1 Unpacked job and trayed up at 7.31
——
2 | Transfer to order Entry 2 2 20mts Function 2 ¢ Tray taken as one of a batch to order Entry
- H
3 | Enterorder 2 15 imts Function 2 —l - | Job entered on system at 8.58
4 Transfer order to Function — Batch of jobs transferred to surfacing and
Surfacing 5 32 10mts 2/3 l scanned in 9.33
5 Lens Blanking Function 3 C— _Lenses selected jo_b docket printed out, batch of
5 10 Omts l jobs moved to Taping
5 Taping Function 3 — Pair of lenses _taped and identified moved as a
3 15 3mts | batch to Blocking
7 | Blocking 5 15 3mts Function 3 Iill Lenses scanned in blocked and allowed to cool,
8 Generating job log 2 15 3mts Function 3 |:v|
Batch of jobs moved to Generating job loged on
9 Despatch 10 58 10 mtrs generator at 10.34
Unaccounted time
59 Despatch at 11.32
TOTAL TIME
35 241




PROCESS ACTIVITY MAP FOR BRICK SPECIALS ORDER TO PRODUCTION

Actual Process|
Process Time| time with
no delays |typical delays

# Activity (mins) (mins)

FINANCE

TRANSPORT

CUSTOMER COMMENTS and SUGGESTIONS FOR IMPROVEMENT

Delay could be due to having to get a credit refence

v
I |Delay due to waiting for customer to get back to us
L]

Delay due to waiting for customer to get back to us

Delay due to obtaining accurate B.O.M from Production

Delay due to waiting for confirmation

1)|Order received by email, fax or telephone 1 2
2| Acknowiege order by email 3 5
3| Check if existing customer 3 5
4]If new customer, check credit rating and set up account on SAGE 5 240 '_+_|
5| Print order for in-tray 1 2
6| Check product types on order received 5 15
7|If brick specials, check for purchase order to match call off 1 10
8|If no purchase order exists, contact customer for one 5 240 Customer
9| Confirm brick types 2 120 >
10[Enter new sales order on SAGE 10 30
11[Calculate amount of bricks needed to fulfil order 2 20
12|1f bespoke codes, get Techincal & Estimating to generate B.O.M 10 60
13| Create sales return on SAGE 5 10
14| Check yard stocks with production 5 120 >
15| Contact site manager to confirm bricks are available and on pallets 5 240 S/IC >
16| Print copy of sales order and sales return and pass to transport 5 20 %
17| Receive sales order and sales return 1 10 Transport

I | Delay due to waiting for customer to get back to us

PROCESS ACTIVITY MAP FOR GRP ORDER TO PRODUCTION

TRANSPORT

CUSTOMER COMMENTS and SUGGESTIONS FOR IMPROVEMENT

Delay could be due to having to get a credit refence

Delay due to waiting for customer to get back to us

Actual Process|
Process Time| time with
no delays |typical delays
# Activity (mins) (mins) FINANCE
1{Order received by email, fax or telephone 1 2
2|Acknowlege order by email 3 5
3| Check if existing customer 3 5
4]1f new customer, check credit rating and set up account on SAGE 5 240 '_L'
5{Print order for in-tray 1 2
6{Check product types on order received 5 15
7|If GRP, check for purchase order to match call off 1 10
8If no purchase order exists, contact customer for one 5 240 Customer
9[Check brick sample has been approved with customer 2 5
10| If sample has not been approved, contact customer for brick sample 5 240 Customer
11{Make colour sample 960 2400 i
12[Create SAGE code for new colour match 10 240
13| Enter new sales order on SAGE 10 30
14]|Check codes on SAGE 2 10
15| Print drawing and sales order 5 20
16| Print copy of sales order and pass to transport 5 20

v
|
é Delay due to waiting for customer to get back to us

Delay if gel colour needs to be ordered

Delay if waiting for colour recipe information




These actions are then incorporated into a
the same prioritised action plan as
mentioned earlier — see later.




Effective examples of process simplification




Can the need for multiple journeys be reduced?

From...
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What causes these delays?

e |[nadequate information on what is required
e Mistakes caused by unclear instructions

e Excess delays and movement

e Lack of co-ordination between departments

e Materials not delivered on time
... and many more!

Our job is to identify and eliminate what causes these bottlenecks!

T: M: W:




Process Mapping : Stage 2 appendix

Layout modifications

Now that the activity mapping has been
completed...

... does the layout of the work area
need to be modified?



Layout Improvement

Looks at the relationship between the
process activity and the workplace
layout/organisation.

* How much time does it take to process an item?

e How much distance does it have to travel?




Spaghetti Diagrams

* Spaghetti diagrams are a representation of the distance a
person or part travels on the shop floor.




Spaghetti Diagram

Date: 9- 2 Time: /=2 pm
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Spaghetti diagram -
Case StUdy 2 _ 2 movement of staff

Wasted movement Wasted movement

A hospital Pathology lab.




Layout of a Hospital Pathology lab.

After:

Sample discharged Sample admitted







Very High Demand

High Demand

Low Demand
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Supplementary improvements that
enhance product flow....




s




Typical Worksurface Height Ranges:
Sitting 27- 33" - Standing 36- 42"
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Auto dispensers
negate need to
handle fixings.

Unit raised

to allow )

easier access .

to SCrew turntable to
_ allow 360

points.

degree access
to unit.




A pioneer in this field — Ronald McDonald.




Obsessing Over the Process

The McDonald brothers closed their store and took all of their team
members to a local outdoor tennis court.

They used chalk to draw what they thought could be the ideal kitchen
layout on the court. Then, they had the team members take their
places on the full size kitchen layout to simulate the processes of
making burgers, fries, shakes, and pouring soft drinks.

The simulations revealed problems that interfered with smooth flow.
Over and over, they tried different layouts, discovering problem after
problem. After about six hours on the tennis court, the team came up
with a layout that supported flow.

Sometimes There Needs to be a Major Improvement

The next step in their Kaizen event was to tear down the restaurant and
rebuild it to support the process. A few months later, they were back in
business. This time they were serving burgers within 45 seconds and
sales soared.

Y

T: M: W:




McDonald’s Assembly Line

McDonald’s Hamburger Assembly Line

D D D

Bun toasting Assembly with Wrapping of patty (©) Customer service,
11 SECONDS condiments with bun order, and payment
20 SECONDS 14 SECONDS 45 SECONDS

Order picked up
immediately to
keep it fresh

A

O
Order read on
a video screen

HEATED HEATED
More personnel CABINET LANDING
added during FORTHE PAD

busy periods GRILLED
PATTIES

TOASTER CONDIMENTS




Process Mapping : Stage 3

Value-Stream Mapping




Problems with basic Activity Maps:

1. They do not easily highlight improvement opportunities.
(This relies on expert knowledge).

2. They do not highlight unproductive work.

3. They do not highlight processes that are carried out
because of lack of confidence in previous processes.

4. They cannot be used to visualise cost and quantity.




A definition of Value-Added activity

Value-Added

Any activity that increases the market form or function of

the production or service. (These are things that the
customer is willing to pay for.)

Non Value-Added

Any activity that does not add market form or function or is
not necessary.




-

Value-added lead time is

the time required to actually
manufacture an unit of a product.




/

Non value-added lead time is the

time that an unit of product sits in
inventories or moves unnecessarily.




Components of Lead Time

Start of production End of production

_| for asingle item for a single item
5 S

Process Time Wait Time BIVioYesame

Value-added Non value-added

4_—( Total Lead Time




Two Elements to Every Job

Value Adding

!

Valuable Effort

l

Costs Time
Costs Money
Adds Value

VALUABLE

Non-Value Adding

/" \

Valueless Obvious
Effort Waste

N/

Costs Time
Cost Money
Adds No Value

WASTE




Value Added versus Non-Value Added

Value Added Non-Value Added

Any activity that contributes directly to Any activity that takes time, space, or

satisfying the needs of a Customer resources, but does not contribute
directly to satisfying the needs of a
Customer

cesomer ACtiVity Customer
Need

Presented Over Time Need Met




What is a Value Stream?
Definition :

A value stream is all the actions required (both value-added and
non value-added) to bring a product or service through the
process being considered.

For example:

1. The design flow from concept to launch.

2. The production flow from raw material
to the customer.

3. The transaction flow from Order to Cash.

4. The flow from check-in to discharge in a hospital.




A Value Stream Map for an elective surgery process

Patient checks

in for surgery to be seen

Patient waits

Patient

gets pre-op for a bed

Patient is

VALUE-ADDED (V.A) Activities which
transform or shape a product towards
that which is sold to the customer.

discharged

Back ina
ward
recovering

Recovery
area

Surgery
takes place

NON VALUE-ADDED (N.V.A) Activities
which take time or resources but do not
add to the value of the product

Patient is taken
to holding area

Patient waits

Patient
gets a bed

) ) .
— /)| waits for
—<the surgeon
to visit

Patient
is seen
/ by the
surgeon

. foran
' operating
slot
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A Value Stream Map for Jaffa Cake production

PT= Cycle Time/ minutes. |

Case study

| AH = Available Hours per week.

OP=Output/Pieces per min.

<« | Production planning | < > _
. . Orders via S.A.P
Daily Planning 12 Week forecast
Suppliers |~ °f | Purchasing department | «— Daily Orders | < |Customer
Production
Stores
warehouse managers
& admin
ﬂ Despatch
Mixi Depositin Jam Chocolate ﬁ
Xing Eleal dl J Oven & Cooling depositor added Wrapping
process —N & Cooling. — & Cooling & FIFO
Raw AH = 107 AH =107 AH =107 Packing
. - - = i =107 AH =107 AH =107
materials PT=12min 0P=2736min P AH =10 =10 T
|PT = 10min 28sec| |PT =8mins 33 secs| |_PT=3mins |
Process Time

=52 min 25 secs




Value/Non Value Added Activities

V.A

V.A

Mixing PRODUCTION —
Area. PLANING I Sales ort:'ler fr?m customer
MEETING. Arrives via S.A.P
VA . From S.1.G
. Mix every To B/Lake
12 min Orders processed in 48.9sec
l Real time. 24 hrs
Turn around Vv
| Grease Depositor | Belt
l . - From Lane conveyor
| Flour Duster | transform or shape a product towards 2mins 14 secs
oo L. Conveyor
l that which is sold to the customer. m
| Batter Depositor | V.A NON VALUE-ADDED (N.V.A) Activities \zxi:,
which take time or resource but do not €
add to the value of the product
From c
0 Batter Depositor | | From (0]
v To VA —~ - Enrober o
E Oven Stripping |L__ N.V.A must be minimised as it adds cost In feed L
N Web without adding value e.g. cooling times. To end |
= 9min 27sec of N
The G
Cooling
v i i
Stripping We_b to Dribble Board to Cooler in-feed web. Tunnel
End of cooling 2mins 45 sec 8mins V.A
Stripping Tunnel = 8mins 47 sec 33 secs.
Chocolate
Web
> —» > > > > added
i Dribble Jam Cooler , Cooling
Cooling Tunnel Accumulation . In-feed Cooling Tunnel Tunnel exit
Board Depositor
web , - web
Cooling Tunnel to Cooling
Il [ e
[\VAYA N.V.A unnel exit web.
V.A N.V.A 7mins 43secs




Lean = Eliminating Waste

Typically 95% of Total lead time is Non-Value Added!

 Rework  Machine setup

RUN * Transport * Inspection

TIME e Storage  Machine breakdowns
* Waiting

Total Lead Time




MUDA

MUDA is the Waste, work that does not add any value to the product

: Value added product/services
: Wasteful product / practices/services that does not add value




Waste in manufacturing

Non Value-Added

Value-Added
1. Defects
2. Overproduction Customer requirements
3. Waiting .
4. Non-essential tasks Essential Non value-Added
5. Transporting Legislative
6 Inventory Mandatory QA etc.
7. Movement
8. Expertise

TYPICALLY 95% of Manufacturing Lead Time is NOT Value -Adding !
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Over
Production

Waiting

Transportation

Poor use of People’s
Skills and Creativity

Over
Processing
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Waste in Operations

Inventory
T T
R
N
R \
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W=
m N N n
Machine Machine
Overproduction

(producing items we cannot
immediately use or sell)

s

|

[

F o

Waiting
(for parts, machines, and
downstream operations)
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| W ‘”—&
[ |
y S T r
N ”I |3
lim =L
‘ "_‘-'

Transporting
(moving items needlessly)




Waste in Operations (cont.)

Vi
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Processing
(unnecessary steps that
do not add value)

-

g
Warehauae “ o

Factory

Inventory
(storing, retrieving, counting,
insuring, taking up space & money)




Waste in Operations (cont.)

V1
\\ Y

el
il

Movement
(searching for tools, parts,
instruction, approval)

774

Defects
(rework and scrap)

11
"N\
o

B )
NIHH %
o

Talent
(underutilization of worker
knowledge and skills)
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The same categories can be applied in a
non-production environment ...
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The Seven
The eight Yiastes

wastes in an

Offi ce Inpatting &%ﬁzfé&:‘?‘: places
context : =3

oduction
Preducing teo much, such as multipie
... Yersions of the same decument

Waiting Transport . Dver-processing
Waiting for 2 mesting to Walking to meetings o Printiog out documeatsyou  Holding too much steck, such Getting up to go to the
start, a computer to start tr annondthe . read on Screen of as stationary or equipment printer, look for files or
up or for customer busiding to collect goods .  sending reports to pesple that is mever wsed or out of heading to another area
information you need ormeetwithothers - that never get looked at date brochures to complete a task

s be best utilised

Emp!oyee talglt
The Eighth Waste s o bbb The Eighth Waste
failing to ar'rmiate how their
cou




MEET
TIM WOODE

| ra “SI] [] rt The unnecessary movement of products
. bl | PV,

“ ve nt 0 r Any finished work, work-in-progress, or parts that are not
y being processed
e.g excess stock taking up space in
a warehouse

People or produce moving unnecessarily

[\q 0t| 0 n e.g machine operators having to take additional steps due

to poorly laid out factory floor

Time spent that does not add value to the

\r\r aitlllg process

e.g an unused machine waiting for the product to
arrive from upstream in the process

[I ve rp |‘0 [: e ssi n g Ellll;:g nllr:;re than what is valued by the

e.g painting areas on a product that will never be
\ seen by the customer
A Y

e.g Baking more cakes than can be sold within sell-

[| verproduction s I

Producing more thanis required . = " €

L e b
[l efects Providingincorrect, substandard, or faulty

products
e.g Manufacturing 100 suitcases in the wrong colour

= mployee tale“t % e.¢ Ignoring or failing to encourage
"N i . .. o ] suggestions for improvements
ot using or investing in the fram your employees
talent, skills or creativity of
people in the correct way




Reduction of Waste : examples of Muda identified from process mapping.

Over-production - 60% of
computer generated post
printed in the post room was

discarded

Waiting - Post delivered by
Royal Mail did not always
arrive at 7:45 am

Transport - Post moved
500 metres before any
value-added work was

performed

! -
-... -x-»- PRI LMD WY
n-n-nu -m [ Rl
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T
"o e Per — et | 0 | S

e — —.-—-—,-—-« e b e b e e S W
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Motion - In post room the
operator moved from desk
to scales to measure a

single item of post

Over-processing -
Sorting postin 21
categories when 4/5

~ were enough

Inventory — 15+ days of

work on shelves

Rework - Post transferred
between offices; Frequent
redirection due to mis-sorting




Definition

Few Examples of Office

Wastes

Few Examples of
Manufacturing Wastes

Few Examples of Supply
Chain Wastes

Overproduction

Overproduction is the
production acquisition
hides the production
problems.
Overproduction must be
stored, managed and
protected.

More information then the
customer needs.

More information than the
next process needs.
Creating reports that no one
uses Making extra copies
than what is actually needed

Producing product to stock
based on sales forecasts
Producing more to avoid
set-ups

Batch process resulting in
extra output

Supplier and Factory start
producing goods based on
forecast without
understanding the customer
consumption.

Batch Size based upon
Minimum Order Quantity
and Standard Pack Qty.

Transportation

Each time a product is
moved it stands the risk
of being damaged, lost,
delayed, efc. as well as
being a cost for no
added value.
Transportation does not
make any transformation
to the product that the
consumer is supposed to
pay for.

Retrieving or storing files
Carrying documents to and
from locations

Taking files to another
person

Going to get signatures
from different people

Moving parts in and out of
storage

Moving material from one
workstation to another
Moving products to and from

Lead time involved in
movement of goods from
Supplier to Factory and to
End customer.

Logistics Consolidation
delays

Motion

As compared to
Transportation, Motion
refers to the producer or
worker or equipment.
This has significance to
damage, wear, safety. It
also includes the fixed
assels and expenses
incurred in the
production process.

Searching for files

Extra clicks or key strokes
Clearing away files on the
desk

Gathering information
Manual entry

Searching for parts, tools,
prints etc .

Sorting through materials
Reaching for tools

Lifting boxes of parts

Warehouse management of
goods

Part picking based upon
pick list.

Part sorting for inspection
buyoff

Handling of Receiving,
Shipping and Invoice
document

PO and SO data transfer.




Few Examples of Office Few Examples of Few Examples of Supply
Wastes Manufacturing Wastes Chain Wastes
Waiting Refers to both the time spent by Waiting for ..Faxes, Waiting for parts Waiting for Forecast and
the workers waiting for resources phone calls for the Waiting for prints Response to Forecast from
to arrive, the gueue for their system to come back Waiting for inspection customer and Supplier
products to empty as well as the up Waiting for information Waiting for parts
capital sunk in goods and Copy machine Waiting for machine Waiting for PO/S0O
services that are not yet Customer or supplier repair amendments.
delivered to the customer. It is responses Waiting for Delivery notes
often the case there are A handed —off file to Waiting for expedite
processes come back confirmation
Over Using a more expensive or Creating reports Multiple cleaning of parts Manual processing of PO
Processing otherwise valuable resource than Repeated manual entry Paperwork and S0 to Supplier and
is needed for the task or adding of data Over-tight tolerances Customer
features that are designed in but Use of outdated Awkward tool or part Repeatable execution of job
unneeded by the customer. standard forms design due to communication issue.
There is a particular problem Use of inappropriate Poor management of ERP
with this item as regarding software software, tools and system
pecple. People may need to integration
perform tasks that.
Inventory Inventory, be it in the form of raw Files waiting to be Raw materials Raw materials

materials, work-in-progress (WF)
or finished goods, represents a
capital outlay that has not yet
produced an income either by the
producer or for the customer.
Any of these three

worked on

Open projects

Office suppliers
E-mail s waiting to be
read

Unused records in the
database

Work in process
Finished goods
Consumable suppliers

Work in process

Finished goods

Safety Stock Buffer
Excess and Obsolete
management of materials




The 7+1

Wastes

Definition

Few Examples of Office
Wastes

Few Examples of
Manufacturing Wastes

Few Examples of Supply

Chalin Wastes

Defects

Quality defects prevent the
customers from accepting the
product produced. The effort
to create these defects is
wasted. New waste
management processes must
be added in an effort to reclaim
some value for the otherwise
scrap product.

Data entry error
Pricing error

Missing information
Missed specifications
Lost records

Scrap
Rework
Defects
Correction
Field failure
Variation
Missing parts

Incoming Parts
Rejecting from supplier
RMA returns from
Customer

Receiving and Outgoing
documents error

Cycle Count variance

In transit damage,
pilferage of parts

SkillTalent
(unutilized)

Knowledge disconnection -
inhibition of knowledge, idea
and creativity flows (Internal
and External) results in
unrealized or unutilized
creativity, effort and talent.

Mo Question: - Do what
you're told & suppressing
ideas and learning
Status-quo, Top-down —
bureaucratic, strict
hierarchy, many levels
Excessive
manuals/Documentation/
Procedures-low
communication,
disengaged, wait for
decision

Minimal
authority/responsibility for
basic tasks (No
Empowerment)

How much walking to
complete a Task/Operations
Ergonomic — Reaching,
Bending, twisting

Errors due Workmanship lead
to scrap

Mistakes related to handling
that leads rework or scrap
Unutilized ideas and learning
(no Multi — tasking)

No Question: - Do what
you're told &
suppressing ideas and
learning

Minimal
authority/responsibility
for basic tasks (No
Empowerment)

Lack of initiative to
response or change &
feedback cycles leads
Low ITO

No rapid diffusion of
best practices
Excessive
manuals/Documentation
! Procedures

Low communication,
disengaged, wait for
decision




Process Performance Measure

O
O

Value-Added Value-Added Time

Ratio Elapsed Time

®
O

Decrease



Value Stream Mapping

Value Stream Mapping (VSM) is a tool to visually
show all the actions (both value-added and

non value-added) currently required to bring a
product or service through to the customer.




What is the most common response when we ask Why ?

“...because we’ve always done it like that !”




Value Stream Mapping
VSM steps:

1. Gather a team of process owners and ‘outside eyes’ to map the
current state process.

2. As the team walks the process, they map the flows.

3. The team should talk to the employees actually doing the work
to ensure the accuracy of all the data collected.

4. Map both the material flow and the information flow.

5. Multiple maps may be needed to understand the total process.




For each step in the process ask:

e Can this step be eliminated/combined/simplified?

e What is the core purpose of this step and how else could it

be accomplished?

e What could be done ‘upstream’ that would allow this

step to be eliminated?

e What effects do errors and variances at this step have on the

rest of the process?




Developing Value-Stream Maps




Some definitions:

Value-Added Non Value-Added
1. Operations. 1. Transportation.
Movement of material, information or
* For Material Flows people.
Any activity that changes form, fit or
function of the product. 2. Inspection.
Any physical checking or inspection
* For Information Flows activity.
Any activity that creates or changes
information for the first time. 3. Storage.

When material or information is no

Also longer being worked on and is inactive.

i. Statutory requirements.
yreq 4. Delay.

.. . When material or information has
ii. Health and Safety issues. stopped

Y
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Process Performance Measure

O
O

Value-Added Value-Added Time

Ratio Elapsed Time

®
O

Decrease



Value Stream Mapping

e The flow of the process is categorised into its key steps

e The following are recorded for each activity :

* Description of the activity
* Distance moved
* Time taken

* Number of people involved




PROCESS ACTIVITY MAP

Ref.no. Activity Dept. Area Dist (mtrs.) [Time (mins.) No. People | O | T| I | S| D Comments.
TOTAL 0 0 0O 0J0o|J0]|0O]O
Code. Operating time
O = OPERATION % value adding
T = TRANSPORT Total cost (£)
| = INSPECTION Value adding
S = STORE Waste cost
D = DELAY

The basic analysis template
_ 0

T: M: W:




Ref.no. Activity Dept. Area Dist (mtrs.) Time (mins.) | No.People | O| T | 1 | s| D Comments.

Board slot & scored as per order
specification

[

Board checked for required
specifications and quality by the
2|checker

Stack builds automatically on the
downstacker and ejects onto the
3| conveyor system

Pallet is put into position as
4|required by the pallet inserter

Stack automatically pushed onto
5|the pallet by the pallet pusher

Pallet inserter puts pallet ticket into
6|the stack of the pallet

FLT removes pallet from the end of
conveyor and stacks in WIP in
conversion with the pallet ticket

7] showing for identification

TOTAL
Operating time
O = OPERATION % value adding
T = TRANSPORT
| =INSPECTION Map the key process stages
S = STORE
D = DELAY

-——————-----_
—— —T———————0O




PROCESS ACTIVITY MAP
Print senices

Ref.no. Activity Dept. Area Dist (mtrs.) | Time (mins.)| No.People ] O] T | 1| S| D Comments.
1] Receive orders from Planning (stereos) Prepress |Plateroom 0 0 3
2|Remove print cards from files Prepress |Graphics 200 10 1
3|Removwe stereos from stereo store Prepress |Mezz 3 1 1
4] Check job specification change datestampdPrepress |Plateroom 100 5 1
5|Load stereos onto trolley Prepress |stereo store 0 5 1
6] Deliver trolley to machine Prepress |Production 0 1 1
7|Receive orders from Planning (inks) Prepress |Plateroom 10 5 1
8] Check ink references Prepress |Ink room 20 2 1
9| Dispense ink Prepress |Ink room 5 2 1

10] Transport ink to trolley Prepress |Ink room 50 2 1
11| Deliver trolley to machine Prepress |Production 50 5 1
12 0 1 1
TOTAL 438 39

Operating time|

O = OPERATION % value adding

T = TRANSPORT

| = INSPECTION

S = STORE

D = DELAY

Insert the time, distance and
people information ( Example 1)




PROCESS ACTIVITY MAP Launceston

Ref.no. Activity Dept. Area Dist (mtrs.) ] Time (mins.)| No.People J O] T | I | S| D Comments.

Check Spec for next order obtain
1]necessary tooling Converting 1 1

Arrange for next order to be
brought to the machine when

2|required Conwerting
Set Job on cutting plate whilst Bobst

3]running previous job Convwerting | platform 10 1
Check spec matches the board Bobst

4] specifications Converting | platform 2 2 1
Finish previous order and set new Whole

5]one Converting [Machine 10 15 2
Set machine as specified via Bobst

6] Smart Card Converting | platform 2 2 1

Run first off and check against
7|spec / Smart card Conwerting | Bobst 2 2 1

Run order and eject pallet to the
palletiser when correct pallet

guantity is achieved continuing Whole
8] with process checks Converting |Machine 1 2 2
On completion of order update Bobst
9]|SFDC. Start to set next order. Converting | platform 1 2 2
TOTAL
Operating time]
O = OPERATION % value adding
T = TRANSPORT
| = INSPECTION Insert the time, distance and
D = DELAY H H
people information (Example 2)
I ) I (N [ [ I I N i




PROCESS MAPPING ACT\VITY - WAREHOUSE
Ref.no,| Activity Dept. | Area Dist (mtrs.) |Time (mins.)|No.People] O] T] I | S| D Comments.
1 |Sales order prints in despatch office Despatch] W/H 0 1 1 1 SOP print in batches possible every hour, no flow
2 |Sales orders are sorted by supervisor. If no stock| Despatch] W/H 0 2 1 2 |No stock allocated, out of stock = completion processed, start process again
3 |Order is passed to picker W/H W/H 40 1 1 1
4 |Picker goes to get a pallet and truck W/H W/H 2 1 1 1 Could w e use a pull type trailer ?
5 | Picker begins to pick 1st order line W/H W/H 5 1 1 1 No Locations on picking note, no intellegant picking system (Random)
6 | Picker configures the order - Repack operation W/H W/H 1 2 1 2 |Sellin pack sizes
7 | Picker modifies box details, Qty, Description W/H W/H 0 1 1 1 |Sellin pack sizes
8 | Picker tapes box, places box on pallet W/H W/H 0 1 1 1 |Searches for a tape gun - could w e fix to a picking trailer?
9 | Picker throws any waste packing aw ay W/H W/H 3 1 1 1 Could we use a bin fixed to a picking trailer ?
10 |Picker goes to the next area to pick order W/H W/H 5 1 1 1 No Locations - Laminate small maps and fix to picking trailer ?
11 |Picker begins to pick 2nd order line W/H W/H 0 1 1 1
12 |Picker configures the order - Repack operation W/H W/H 1 2 1 2
13 |Picker modifies box details, Qty, Description W/H W/H 0 1 1 1
14 |Picker tapes box, places box on pallet W/H W/H 0 1 1 1
15 |Picker throw's any w aste packing aw ay W/H W/H 5 1 1 1
16 |Picker takes pallet into holding area - In despatch W/H W/H 40 2 1 2
17 |Picker gets another pallet W/H W/H 2 1 1 1
18 |Picker goes to the next area to pick order W/H W/H 10 1 1 1
19 |Picker picks order W/H W/H 1 1 1 1
20 |Picker goes to the next area to pick order W/H W/H 5 1 1 1
21 |Picker picks order W/H W/H 1 1 1
22 |Picker takes order to holding area - In despatch W/H W/H 20 2 1 2
23 |Picker staples sales order onto order W/H W/H 2 1 1 1
24 | Despatch labels all boxes and confirms gty and ad Despatch] W/H 5 3 1 3! Unexamined Labels - can this be printed on carton?
25 | Despatch book product out line by line, gty, w eighf Despatch] W/H 5) 2 1 2 Introduce bar coding, data collection system?
26 | Despach stick carrier labels on all boxes and 1 inv] Despatch] W/H 0 2 1 2
27 |Despatch load cartons onto carrier. Despatch] W/H 2 3 1 3
28 |Despatch move pallets into holding area for pallets| Despatch] W/H 2 1 1 1
29 |Green copy of the invoice is given at the end of th] Despatch] W/H 5) 1 1 1
30 |Pink copy of the invoice is given at the end of the { Despatch] W/H 10 1 1 1
31 |Manifest hard copy is given to carrier at the end of Despatch] W/H 0 1 1 1
TOTAL 172 41 1 191131 0] 0] 10
CODE Operating time 19 Mins
O = OPERATION - Value Adding Activity % Value Adding 46.34 % o o
T= TRANGPORT Tola Cost 819 : Allocate the time to the respective value
| = INSPECTION Value Adding Cost 3.79 £ .
S=SToRe Waste 440 E categories and total.

Calculate the value-added ratio.




PROCESS ACTIVITY MAP BLANKET CHANGING 7 COLOUF

Ref.no. Activity Dept. Area Dist (mtrs.) [Time (mins.] No. People| O | T | I | S| D Comments.
1|Wash blankets Print Press 1 3 1 3 |Collect tools etc whilst wash cycle operating
2|Stop m/c using planned stop Print Press 0 1 1 1 [Stop at consistent distance
3|Bring new blanket from store areg Print Store 50 2 1 2 This should be carried out during wash cycle
4|Inspect new blanket Print Press 0 2 1 3 This should be carried out during wash cycle
5[Open guards Print Press 0 0.33 1 0.3 |At the unit
6|Inch cylinder into position Print Press 0 0.5 1 0.5
7|Remowe blanket Print Press 0 3 2| 3 Use correct tools etc.
8|Remowe packing Print Press 0 3 2| 3 Prepare in advance
9|Re build new packing Print Press 20 10.5 2 0.5 10 |Prepare in advance
10([Refit packing to cylinder Print Press 20 4 2(3.5]0.5 Prepare in advance
11|Refit new blanket Print Press 20 3.5 2| 305 Use correct tools etc.
12|Close guards Print Press 0 0.33 1 0.3
13[Run in impression Print Press 25 5 1 5
14|Stop m/c using planned stop Print Press 25 0 1 0 |At the unit
15(Open guards Print Press 0 0.34 1 0.3
16{Inch cylinder into position Print Press 0 0.5 1 0.5
17|Tension blanket Print Press 0 1 1] 1 To the correct torque
18|Close guards Print Press 0 0.33 1 0.3
19|Recommence running Print Press 25 2 2 3
20|Dispose of old blanket Print Skips 200 3 1 3 This could be done during run in impression
TOTAL 386 45.3 2| 14 7|1 3[0([24
Code. Operating time 14
O = OPERATION % wvalue adding 29.78 o
T = TRANSPORT Total cost (£) 404.34 Identlfy how these
| = INSPECTION Value adding 120.42
S = STORE Waste cost 283.92 elements could be made

more effective.




8 Basic Questions to Answer During a VSM

hich steps do we need to stop doing?

hich steps do we need to do less of?

hich steps can be streamlined or combined?

nere is cycle time longer than the available (takt) time?
nere is lead time longer than promised time?

here does inventory accumulate?

nere are the longest changeover times?

nere are the largest First Pass Yield losses?
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Complaint Processing
Per Customer Complaint

30/06/2011
Ref.no. Activity Dept. Area Time (mins.) (6] T | D Comments.
1 Raise complaint in CDM Sales SA 1 1
2 [Transfer Complaint to Concern Sales SA 1 1
3 IAdd further info in Concern Sales SA 1 1
4 'Pass to" Quality Sales SA 1 1
5 IAutomatic email notifying QA, SA Concern 0 0
Look up in CDM to establish gty/pallet for GRN (could be a new
6 Raise GRN if needed QA QA 10 10 field in Concern, put on Wish List)
Look up Operator/Shift in CDM. If Corr refer to calendar for Corr
7 Seek clarification/further info if incomplete QA QA 2 2 Mgr (another for the Wish List)
\Wait for GRN to be actioned if inspection
8 required Desp Desp 30 30
Chase up collections Sales SA 1 1 |lInformation one-way, no feedback re collection dates
Chase up collections QA QA 1 1 JAve 7.5 days to collect
\Wait for samples/rejection qty to enable
9 rocessing Sales TM/Cust 30 30 [Delay dependant on TM
10 Prepare and issue Complaint for CAPA QA QA 5 5
11 Chase outstanding complaints QA QA 15 15
12 Chase outstanding complaints Prod Prod Mgr 5 5 JFollows up in response to QA chasing
13 IChase outstanding complaints Accounts CcC 15 15 JAim to clear credits for month end
Prod Mgr has both the fastest (ave 1 day Prod) and slowest (ave
14 IComplaint returned to QA Various Process owne 1 1 1 [15.75 days Despatch) responders
15 If QA Reject CAPA, repeat from step 9 QA QA 1 1
QA inspect & designate scrap/rework/stock to
16 returns QA QA 20 10 ] 10
17 Record scrap status on Complaint QA QA 2 2
18 Record credit quantity on Complaint QA QA 1 1
19 Provide witten feedback to the Customer QA QA 20 20
ICheck Complaint for errors, qty, credit etc &
20 'Complete" 5 5
ICommercial
21 erification required if credit required Accounts Mgr 1 1
22 ICAPA Approval if credit not required 0A oM 1 1
ICommercial
23 \Verification rejected, repeat from step 9 IAccounts Mgr 1 1
24 IOA elaborate or repeat step 9 0A 0A 2 2
ICommercial
25 erification accepted IAccounts Mgr 5 5
26 Credit processed in CDM Accounts CC 5 5
27 Credit details transferred to Concern IAccounts CC 5 5
27 ICAPA Approval QA oM 2 2 can be delays when | am away
[TOTAL 221 63 | 33 ] 12 103
OPERATIONS, 63
O = OPERATION TRANSPORT 33 . e
T = TRANSPORT INSPECTION 12
T = TRANSPORT INSPEC 2 Total each of the types of activity.
S = STORE DELAY 103
D = DELAY TOTAL 221
V-A % 29%




PROCESS ACTIVITY MAP 718
1 col box setdc 718

09/03/2011
Dist Time No.
Ref.no. Activity Dept. Area (mtrs.) (mins.) People O T | S D Comments.
[Some times the printing plates and ink are not on the
1 Pre-press brings tooling to machine Pre-press Pre-press 100 5 2 5 machine.
2 \Works doc taken to machine Conversion | Conversion 60 2 il 2
3 IShift manager prioritise running order Sales/logistic|Sales/logistic 100 5 il 5 Run list on CDM in order of priority
4 Machine manager loges job on to sfdc 718 718 1 1 11
5 FLT brings board to machine Conversion | Conversion 20) 5 1 5 Some of the Fork Truck drivers are not using radios.
6 Board is checked for size and material 718 718 1 2 1 2
Machine manager inputs spec number in to| If this is a new order then all information of box panel sizes
7 Impc and starts the machine setting 718 718 1 1 will need imputing on their MPC.
8 Machine manager sets the feed 718 718 41
Grade two lifts print unit up and changes
9 the die and ink 718 718 1 2 4 2
10 [Grade three sets the tier 718 718 2 2 4 2
11  |Grade three gets the tickets 718 718 1 1 1 1
12 |Machine manager sets the die cut 718 718 2 7 4 7 A locking system on the Die-cut would reduce the set time
Machine manager starts the machine and
sends one box through the machine to line
13 up print, slots ,die cut 718 718 2 5 14 1 |4
Once print,slots,die cut is lined up
imachine manager will run a bundle and do
14 Jthe first of check 718 718 1 2 1 2
Machine manager then starts the machine
15  |and runs for production to the take off 718 718 1 2 3 2
16 |Once the palletis full it is sent to despatch | Conveyors | Conveyors 30 2 0 2
[TOTAL 325 49 2l 22 18 4 0 5
[Time
(mins.) 491 £140.87
Operating
ICode. time 22 £63.14
O = OPERATION Transport g =9 Calculate the value-added factor.
T = TRANSPORT Inspection 4 £11.50]
| = INSPECTION Store 0]
S = STORE Delay 5 £14.37]
D = DELAY Total 49  £140.87
% value

adding 44%




Case study 9 :
Thermocouple
assembly

o




CURRENT PROCESS A
Ref.no. Steps in the Manufacturing process Where? Dist (mtrs.) Time (mins.) | No. People|] O | T I S D
1 Receive kit and check parts Pressure 0 10 10
2 Pass kit to kit to coring Pressure 10 0.5 0.5
3 Set up coring machine Pressure 0 5 5
4 Cut Tube- Core block - Stamp block Pressure 10 6 4 2
5 Take tube to brazing area Pressure 10 1 1
6 Brazing tube and block Pressure 0 3 3
7 Acid dip and wire wheel Pressure 3 4 4
8 Pass to the welders Pressure/Weld 12 0.6 0.6
9 Assembly welded Welding 6 20 1 20
10 |Welders return assembly to pressure section Pressure 5 0.5 1 0.5
11 Fit movement Pressure 3 2 1 2
12 |Fit into case , locate dial, fit dial Pressure 5 5 1 4 1
13 |Take to drill area Pressure 10 1 1 1
14 |Drill case and fit point of stop Pressure 0 2 1 2
15 |Take guage to callibration rig Pressure 4 0.3 1 0.3
16 |Set uprig Pressure 0 1 1 1
17 |Calibration Pressure 0 15 1 15
18 |Take to finish off bench Pressure 5 0.3 1 0.3
19 |Finish off front of guage Pressure 1 3 1 3
20 |Finish off back Pressure 1 1 1 1
25 |Mowe from finish-off bench to label area Pressure 4 0.3 1 0.3
26 |Labels/inspection Pressure 0 1 1
24 |Booking off gauge on computer Pressure 0 2 2
25 |Transferring to final inspection Pressure 5 0.3 0.3
31
TOTAL 94 84.8 5 parties 60 | 78] 11 ] O 6
CODE Operating time 60 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 70.8 %
T = TRANSPORT % Non productive 29.25 %
| = INSPECTION Previous process :
S = STORE
D = DELAY 94 meters distance moved.

84.8 minute cycle.

Case study 9 : Electronics 70% value added ratio.







PROCESS A: MODIFIED LAYOUT AND WELDING
Ref.no. Steps in the Manufacturing process Where? Dist (mtrs.) Time (mins.) | No. People | O T | S D
1 Receive kit and check parts Pressure 0 10 10
2 Collect assembled tubes and blocks Pressure 2 0.3 0.3
3 Fit movement Pressure 0 2 1 2
4 Fit into case , locate dial, fit dial Pressure 2 4.5 1 4 105
5 Take to drill area Pressure 1 0.3 1 0.3
6 Drill case and fit point of stop Pressure 0 2 1 2
7 Take guage to callibration rig Pressure 1 0.3 1 0.3
8 Set up rig Pressure 0 1 1 1
9 Calibration Pressure 0 15 1 15
10 |Take to finish off bench Pressure 1 0.1 1 0.1
11 |Finish off front of guage Pressure 1 3 1 3
12 |Finish off back Pressure 1 1 1 1
13 |Mowe from finish-off bench to label area Pressure 1 0.1 1 0.1
14 |Labels/inspection Pressure 0 1 1
15 |Booking off gauge on computer Pressure 0 2 2
16 | Transferring to final inspection Pressure 5 0.3 0.3
17
TOTAL 15 42.9 2 parties 29119 11 0 1
CODE Operating time 29 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 67.6 £
T = TRANSPORT % Non productive 32.40 £
| = INSPECTION
S = STORE
D = DELAY Modified process :

15 meters distance moved.
42.9 minute cycle.




Taking another process at the same plant..




CURRENT ELITE PROCESS

| = INSPECTION

S = STORE

D = DELAY

Previous process :

91 meters distance moved.
minute cycle.
62.4% value added ratio.

95.1

Ref.no. Steps in the Manufacturing process Where? Dist (mtrs.) Time (mins.) | No. People] O | T [ D
1 Receiwe kit and check parts Pressure 0 10 10
2 Pass kit to kit to coring Pressure 10 0.5 0.5
3 Set up coring machine Pressure 0 5 5
4 Cut Tube- Core block - Stamp block Pressure 10 6 4 2
5 Pass to the welders Pressure/Weld 12 0.6 0.6
6 Assembly welded Welding 6 20 1 20
7 Welders return assembly to pressure section Pressure 5 0.5 1 0.5
8 Fit movement and block seal Pressure 3 3 1 3
9 Locate dial and fit point to stop Pressure 5 2 1 1 1
10 |Fit assembly into case Pressure 10 3 1 2 1
11 |Fit dial onto case Pressure 0 1 1 1
12 |Take guage to callibration rig Pressure 4 0.3 1 0.3
13 |Set uprig Pressure 0 1 1 1
14 |Calibration Pressure 0 15 1 15
15 |Take to finish off bench Pressure 5 0.3 1 0.3
16 |Finish off front of guage Pressure 1 5 1 5
17 |Finish off internal/back Pressure 1 5 1 5
18 |Leak test Pressure 8 3 1 1 2
19 |Fill case with glycerine Pressure 2 10 1 1 9
20 |Fit filler cap Pressure 0 0.3 1 0.3
21 |Guage stands for 24 hours Pressure 0 reg. period 1
22 |Mowe from storage area to label area Pressure 4 0.3 1 0.3
23 |Labels/inspection Pressure 0 1 1
24 |Booking off gauge on computer Pressure 0 2 2
25 |Transferring to final inspection Pressure 5 0.3 0.3
31
TOTAL 91 95.1 5 parties ]59.3] 7.8 | 11 17
CODE Operating time 59.3 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 62.4 %
T = TRANSPORT % Non productive 37.64 %




OUTSOURCED, NEW LAYOUT AND GLYCERINE TEMP CON

Ref.no. Steps in the Manufacturing process Where? Dist (mtrs.) Time (mins.) | No. People| O T
1 Collect assembled tube and block from shelf Pressure 2 0.3 1 0.3
2 Fit movement and block seal Pressure 0 3 1 3
3 Locate dial and fit point to stop Pressure 2 1 1 0.5] 0.5
4 Fit assembly into case Pressure 2 2 1 2
5 Fit dial onto case Pressure 0 1 1 1
6 Take guage to callibration rig Pressure 2 0.3 1 0.3
7 Set up rig Pressure 0 1 1
8 Calibration Pressure 0 15 1 15
9 Take to finish off bench Pressure 1 0.3 1 0.3
10 |Finish off front of guage Pressure 1 5 1 5
11 |Finish off internal/back Pressure 1 5 1 5
12 |Leak test Pressure 0 2 1
13 |Fill case with glycerine Pressure 2 2 1 2
14 |Fit filler cap Pressure 0 0.3 1 0.3
15 |Gauge stands for 24 hours Pressure 0 req. period 1
16 |Mowe from storage area to label area Pressure 2 0.2 1 0.3
17 |Labels/inspection Pressure 0 1
18 |Booking off gauge on computer Pressure 0 2 2
19 |Transferring to final inspection Pressure 5 0.3 0.3
19

TOTAL 20 41.7 2 parties |35.8] 2
CODE Operating time 35.8 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 85.9 %
T = TRANSPORT % Non productive 14.15 %

| = INSPECTION

S = STORE

D = DELAY

Modified process :
meters distance moved.
minute cycle.

20

41.7
85.9%

value added ratio.




Ref.no. Steps in the Manufacturing process Dept. Area. Dist (mtrs.) Time (mins.) | No.people | O [T I [S|D Comments/Ideas for Improvement

Option 1: Have a digital Job Bag, instantly on Screen next to

1 |Walk over to job bag racks - pick up next JB according to sched| Repro Repro Office 6 1 1 1 operator/ Option 2: move JB rack closer

2 |check production date Repro Repro Office 0 1 1 Have Production Live on a screen between both operators

3 [take back to desk to begin JB Repro Repro Office 6 1 1 Make Job Bags Digital (time saving 2 mins Ref no 1 & 2)
Make RCS digital (no need to print out saving paper) this could be

4 |Read through job bag & print out Repro job bag check sheet Repro Repro Office 2 10 linked to Digital JB
Possibly time could be saved by reducing the amount of

5 |copy FGC & quantity to RIBCS and start filling the sheet out Repro Repro Office 0 30 department checks

6 |Retrieve profile from existing or pick up new cf2 Repro Repro Office 0 5 This has to be done
Ref no 7-10 can be automated by having Automation Engine (save
24mins per Job, this is free with our new upgrade (cost of training

7 |Select cells within cf2 and apply correct FGC file Repro Repro Office 0 3 £3000 per operator)
Ref no 7-10 can be automated by having Automation Engine (save
24mins per Job, this is free with our new upgrade (cost of training

8 |Save file as JB number Repro Repro Office 0 10 £3000 per operator)
Ref no 7-10 can be automated by having Automation Engine (save
24mins per Job, this is free with our new upgrade (cost of training

9 |apply screening and make press pdf Repro Repro Office 0 10 £3000 per operator)
Ref no 7-10 can be automated by having Automation Engine (save
24mins per Job, this is free with our new upgrade (cost of training

10 |Apply pdf to nexus workflow Repro Repro Office 0 1 £3000 per operator)

11 |add details of JB to database Repro Repro Office 0 5 This has to be done to keep a history of jobs/nexus routes/screening
Currently done to check if anything is missed prior to releasing

12 |Pass JB to colleague for second check Repro Repro Office 4 1 files to the plateroom
Nexus RIP Upgrade in process (Capex with Richard Caunt)

13 |wait for nexus to process files into plate format Repro Repro Office 0 30 30 [£10,000. Could save processing time of files by half

14 |2nd operator opens plate file, merge and begins following check Repro Repro Office 0 30 30 |Currently a vital check before releasing files to plateroom

15 |Once approved release files to plate room Repro Repro Office 0 5 5 [Has to be done
Move closer to the plateroom/ give job bags to people passing
through office saving 10mins (delivering/returning). Time saved
could be spent on other work. Time saved by all if the Job bag was

16 |Take JB to Plate room & return Repro Repro Office 400 10 10 made digital? Less paperwork

TOTAL 418 153 10 parties | 75 |12 1 [ 0 [65
CODE Operating time 75 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 49.0 £
T = TRANSPORT % Non productive 50.98 £
| = INSPECTION The extra column allows
S = STORE

improvement suggestions

to be developed in a
structured way.




PROCESS ACTIVITY MAP
Ref.no. Steps in the Manufacturing process Dept. Area. ist (mtrs{ Time (mins.)| No.people |O| T|{ 1 ]S| D Comments/Ideas for Improvement
1 |Weekly schedule appears on Wednesday morning from Mars | Commercial Fommercial Office 1 1
2 |Printed out on A3 printer Commercial [ Printer Office 20 3 3 [Does it need to be printed?
3 [From schedule decide what items are required and when Commercial Fommercial Offic 0 15 15 Could the printer be relocated?
4 [Copy from model and create job bag Commercial Fommercial Offic 0 5 5
5 [Print job bag out Commercial fommercial Offic{ 10 1 1 [Do we need to print all job bags?
6 |Check board situation and allocate material Commercial Pommercial Offic 0 5 5
7 [If need to order material,request delivery date Commercial Fommercial Offic 0 3 3
8 |Assume board available Commercial Pommercial Offic 0 0
Foil and gluing speeds change by quantities - why is this happenning?
Is there a better way of doing this? Manual calcs
have been put into the model to sort out the gluing speeds. Prism could possibly sort out the foil

9  [Check job bag to ensure foil and gluing speeds correct. Commercial Fommercial Offic 0 10 10 issue. Will be a cost.
10 |Change split and delete codes if needed. Commercial Fommercial Offic 0 0 0
11 |E-mail Debbie telling her to plan job up with print dates Commercial Fommercial Offic 0 3 3 Why can we not do this on Prism automatically?
12 |Wait for Debbie to acknowledge date Commercial Commercial Offic 0 1
13 | Change date on Prism if new date is agreed Commercial Fommercial Offic 0 1 1
14 |Monitor subsequent schedules to confirm print date Commercial Fommercial Offic 0 10 10
15 |Find job boxin tray Commercial fommercial Offic{ 20 2 2
16 | Take colour standards from tray assuming they are there. Commercial Fommercial Offic 0 1 1
17 | Add board details to job bag plus any other instructions. Commercial Fommercial Offic 0 3 3
18 |Add board issue no. from Excel and put onto issue note Commercial Fommercial Offic 0 2 2 Does this need to be done? Keith needs issue note number for traceability
19 |Add price to job bag on Prism. Commercial Fommercial Offic 0 1 1
20 [Copy job bag for QA and labels Commercial Fommercial Offic{ 10 4 4
21 [Fillin job bag price on Excel spreadsheet Commercial Fommercial Offic 0 1 1
22 | QA copy to go in QA pidgeonhole Commercial fFommercial Offic{ 10 2 2 |Does this need to be done? Work for either Q.A. or Commercial, as they still need copies
23 |Labels copy/ issue note to go in tray to be taken to factory Commercial Commercial Offic 2 1 1
24 [Job boxes to repro dept. put in tray and ticked off Commercial | Repro Office 50 5 5 Alternative system ? Repro could collect from tray in Commercial office
25
41

TOTAL 122 80 10 parties |31] 5[25] 0| 19

CODE Operating tif 31 Mins
O = OPERATION - Value Adding Activity % Value Adding 38.8 £
T = TRANSPORT % Non produ 61.25 £
| = INSPECTION
S = STORE
D = DELAY

The extra column allows

improvement suggestions to be
developed in a structured way.
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Case Study 10 : Speedometer clocks assembly & 3‘1 l
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Speedometer clocks — previous process

PROCESS ACTIVITY MAP
Ref.no. Steps in the Manufacturing process Dept. Area. Dist (mtrs.[ime (minsNo. Peopld O T | S D
1 Look at Production plan and identify what today's production product Planning Clocks 1
2 Walk to supervisors office to request Bill of materials Planning Planning Office 20 0.3 1 0.3
3 Go to cupboard and retreive components Operator Clocks 5 1 1 1
4 Place board components into jig Operator Clocks 0 0.1 1 0.1
5 Place components into board Operator Clocks 0 1 1 1
6 Cut component legs to size Operator Clocks 0 0.25 1 0.25
7 Solder components Operator Clocks 0 1 1 1
8 Remove from jig Operator Clocks 0 0.1 1 0.1
9 Assemble legs,spacer and washer to PCB board Operator Clocks 1 1 1 1
10 Programme PCB Operator Clocks 0 0.1 1 0.1
11 Assemble light guide to PCB Operator Clocks 0 0.25 1 0.25
12 Source cases Operator Clocks 10 0.5 1 0.5
13 PCB to case assembly Operator Clocks 0 0.75 1 0.75
14 Dial assembly - fetch dials from dial cupboard Operator Clocks 8 0.25 1 0.25
15 Fetch pointers from cupboard Operator Clocks 0 0.1 1 0.1
16 Drill pointers Operator Clocks 1 1 1 0.15
17 Assemble pointers to clock Operator Clocks 0 0.5 1 0.5
18 Test pointers to ensure they are not sticking Operator Clocks 0 1 1 1
19 Bezel assembly Operator Clocks 1 0.75 1 0.75
20 Bezel Operator Clocks 0 0.25 1 0.25
21 Retest to ensure hands are free Operator Clocks 0 0.15 1 0.15
22 Walk to labelling machine and print labels Operator Clocks 10 0.5 1 0.5
23 Assemble packing box Operator Clocks 0 0.3 1 0.3
24 Assemble label and rubber ring and insert Operator Clocks 0 0.3 1 0.3
25 Assemble components in plastic bag and place into box Operator Clocks 0 0.6 1 0.6
26 Print fitting instructions Team leader 47 1 1 1
27 Fold fitting instructions Operator Clocks 0 0.1 1 0.1
28 Close box and place on despatch table. Operator Clocks 1 0.2 1 0.2
29
41
TOTAL 104 13.35 7.3 3.55 1.45 0 0.2
CODE Operating tif 7.3 Mins
O = OPERATION - Value Adding Activity % Value Adding| 54.7 5
T = TRANSPORT % Non produd 45.32 £
| = INSPECTION
S = STORE H o
ST Previous process :

104 meters distance moved.
13.4 minute cycle.
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Speedometer clocks process after redesign

Ref.no. Steps in the Manufacturing process Dept. Area. Dist (mtrs.[ime (minsNo. Peopl (@) T | S D
1 Look at Production plan and identify what today's production product Planning Clocks 1
2 |Walk to supervisors office to request Bill of materials Planning | Planning Office 20 0.3 1 0.3
3 Go to cupboard and retreive components Operator Clocks 5 1 1 1
4 Place board components into jig Operator Clocks
5 Place components into board Operator Clocks
6 Cut component legs to size Operator Clocks
7 Solder components Operator Clocks
8 Remove from jig Operator Clocks
9 Assemble legs,spacer and washer to PCB board Operator Clocks 1 1 1 1
10 [Programme PCB Operator Clocks
11 [Assemble light guide to PCB Operator Clocks 0 0.25 1 0.25
12 |Source cases Operator Clocks 10 0.5 1 0.5
13 |PCB to case assembly Operator Clocks 0 0.75 1 0.75
14 [Dial assembly - fetch dials from dial cupboard Operator Clocks 8 0.25 1 0.25
15 [Fetch pointers from cupboard Operator Clocks 0 0.1 1 0.1
16 | Drill pointers Operator Clocks 1 1 1 0.15
17 [Assemble pointers to clock Operator Clocks 0 0.5 1 0.5
18 |Test pointers to ensure they are not sticking Operator Clocks 0 1 1 1
19 |Bezel assembly Operator Clocks 1 0.75 1 0.75
20 |[Bezel Operator Clocks 0 0.25 1 0.25
21 |Retest to ensure hands are free Operator Clocks 0 0.15 1 0.15
22 |Walk to labelling machine and print labels Operator Clocks 10 0.5 1 0.5
23 |Assemble packing box Operator Clocks 0 0.3 1 0.3
24 |Assemble label and rubber ring and insert Operator Clocks 0 0.3 1 0.3
25 |Assemble components in plastic bag and place into box Operator Clocks 0 0.6 1 0.6
26 |Print fitting instructions Team leader 47 1 1 1
27 |Fold fitting instructions Operator Clocks 0 0.1 1 0.1
28 |Close box and place on despatch table. Operator Clocks 1 0.2 1 0.2
29
41
TOTAL 104 10.8 4.85 3.55 1.45 0 0.1
CODE Operating tin ~ 4.85 Mins
O = OPERATION - Value Adding Activity % Value Addingl 44.9 £
T = TRANSPORT % Non produa 55.09 £
| = INSPECTION
S = STORE H o
== Modified process :

104 meters distance moved.
10.8 minute cycle.




Speedo Tacho previous process

PROCESS ACTIVITY MAP OLD
Ref.no. Steps in the Manufacturing process Dept. Area. Dist (mtrs.) Time (mins.) | No. People ) T S D
1 |Look at Prod plan and identify quantity required
2 |Run and pick up BOM Operator Printer 24 1 1 1
3 [Go to stores pick up pcb Operator Stores 42 15 1 15
4 |Program PIC Operator pic programer 50 2.3 1 2.25
5 |Assy pcb Operator speedo/tacho 0 2.5 1 2.5
6 |Assy odo to pcbh Operator speedo/tacho 2 0.5 1 0.5
7 |Fetch decal from dial stores Operator speedo/tacho 12 0.5 1 0.5
8 |Fetch case from stores Operator speedo/tacho 12 0.5 1 0.5
9 |Fetch pointer from cupboard Operator speedo/tacho 1 0.25 1 0.25
10 |Assemble pcb /light guide/decal to case Operator speedo/tacho 2 15 1 15
11 |Assemble pointer to pch Operator speedo/tacho 1 0.25 1 0.25
12 |Inspection Operator speedo/tacho 5 1 1 1
13 |Fetch bezel from stores Operator speedo/tacho 15 0.75 1 0.75
14 |Fetch glass from cupboard Operator speedo/tacho 10 0.75 1 0.75
15 |Assemble glass to bezel ( clean glass ) Operator speedo/tacho 2 15 1 1.5
16 |Bezel Operator speedo/tacho 1 0.25 1 0.25
17 |Inspect and test Operator speedo/tacho 1 0.3 1 0.3
18 |Fetch ident label Operator Printer 50 1.25 1 1.25
19 |Fetch packing from stores Operator stores 20 0.5 1 0.5
20 |Fixident label / dress and pack Operator speedo/tacho 1 2.25 1 2.25
41
TOTAL 251 19.35 1 party 11 6 1.3 0 1
CODE Operating time 11 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 56.8 £
T = TRANSPORT % Non productive 43.15 £
| = INSPECTION
S = STORE
D = DELAY

Previous process :
251 meters distance moved.

19.35 minute cycle.
56.8% value added ratio.




Speedo Tacho - redesigned process

PROCESS ACTIVITY MAP NEW
Ref.no. Steps in the Manufacturing process Dept. Area. Dist (mtrs.) ime (minsNo. Peoplq (@) T | S D
1 Look at Prod plan and identify quantity required
2 Run and pick up BOM Operator Printer 14 0.5 1 0.5
3 Go to stores pick up pcb Operator Stores 20 0.3 1 0.3
4 Program PIC Operator pic programer 0 0.5 1 0.5
5 Assy pch Operator speedo/tacho 0 2.5 1 2.5
6 Assy odo to pcb Operator speedo/tacho 3 0.5 1 0.5
7 Fetch decal from dial stores Operator speedo/tacho 12 0.5 1 0.5
8 Fetch case from stores Operator speedo/tacho 12 0.5 1 0.5
9 Fetch pointer from cupboard Operator speedo/tacho 3 0.3 1 0.25
10 Assemble pcb /light guide/decal to case Operator speedo/tacho 0 15 1 15
11 Assemble pointer to pcb Operator speedo/tacho 0 0.25 1 0.25
12 Inspection Operator speedo/tacho 2 1 1 1
13 Fetch bezel from stores Operator speedo/tacho 13 0.75 1 0.75
14 Fetch glass from cupboard Operator speedo/tacho 8 0.75 1 0.75
15 Assemble glass to bezel ( clean glass ) Operator speedo/tacho 2 1.5 1 15
16 Bezel Operator speedo/tacho 1 0.25 1 0.25
17 Inspect and test Operator speedo/tacho 1 0.3 1 0.3
18 Fetch ident label Operator Printer 50 1.25 1 1.25
19 Fetch packing from stores Operator stores 20 0.5 1 0.5
20 Fix ident label / dress and pack Operator speedo/tacho 1 2.25 1 2.25
41
TOTAL 162 15.9 1 9.25 4.8 1.3 0 0.5
CODE Operating time 9.25 Mins
O = OPERATION - Value Adding Activity % Value Adding Time 58.2 £
T = TRANSPORT % Non productive 41.82 £
| = INSPECTION
S = STORE
D = DELAY

Modified process :
162 meters distance moved.

15.9 minute cycle.
58.2% value added ratio.




Value-stream mapping summarised

.. Perfection
Eliminate all except

essential Non VA steps | - O—=)—Q-

Current 'As is'

—O0- 0O =0O-

Best possible
‘For now’




“The secret of getting ahead is getting started.

The secret of getting started is breaking your complex,
overwhelming tasks into small, manageable tasks.

”
!

Then starting on the first one

Mark Twain.




The template for an Excellence model

What aspects of the Current System
do we feel could be improved

Where are we now ?

What do we need to do?

BENE

Prioritising Criterion

RPN

Action




SCORING THE EXCELLENCE MODEL:

Scoring system

Assessment criterion 1-2 3-4 5-6 7-8 9-10
No Minor Moderate Major Change
discernible | advantage advantage | advantage is

Need category difference | from change.| from change.| from change. | essential.
from
change.
Change can Change can | Change can | Change can Change can
i i be achieved | be achieved | be achieved
Cost category be aChI.EVEd be achieved ;
only with only at at moderate | at little cost. | at no cost.
major cost. significant | cost.
cost.
Change would [ Change may | Change would Change would Would
not be noticed| be noticed by| be positively | 8ive significant significantly
Benefit category | by system. affec.ted received by |benefitsto | change the
parties. all involved. | everyone perception
involved.  (of the system.




Order Processing
Excellence Model

What aspects of the Current System
do we feel could be improved

Customers to confirm spec numbers with

Where are we now?

Some customers confirm spec

What do we need to do?

Provide a list to customers
confirming their reference

Prioritising Criterion

NEED | COST [ BENE| RPN

Action

. . . L. 7 8 8 448
their orders numbers with their order. and our specification
numbers
Currently we have a board in
. I . the Sales Office quoting earliest . .
Delivery availability - clearer machine . More detail required on
N ) delivery week and spreadsheet 7 8 8 448
availability for jobs. . R . manual spreasheet.
on display with machine
availability during that week. / Stage 1 .
All the actions are
CDM system to control machine Manual spreadsheet produced - o o
availability. by Planners CDM system control. 7 > 9 IdentlfIEd and
prioritised
Credit application form posted L/V
Credit Applicati ted with 'N Send lication fi ith
redit Application pl)os ed wi ew when New Customer requires en app. ication form wi - 9 8 504
Customer' quotes L first quote.
their first order.
Standard form or Template
Accounts prepare Pro-Forma . .
Standard Form for Pro-Forma's . required for Sales Admin or 6 9 8 432
when required. L
Accounts to fill in
Specialist Paper required - Would help if Sales Admin try to remember | CDM to flag up a warning to
CDM could flag a warning to Plannning & to check/inform Paper Stock Planning & Paper Stock 10 4 10 | 400 Hi hest score *
Paper Stock Controller. Controller of special paper. Controller. g .
More accurate tracking of W/O number . R All conversion machines to / top prlorlty
SFDC partly used in conversion 10 10 10 102
through the factory. use SFDC ite m
General post tray required for Acknowledgements & .Quotes Place all post goir.1g direct to
are currently sorted in the the customers in to one 8 8 8 512
Acknowledgments & Quotes. \
T.M's post trays. general tray.
i Sepaiment 1 mform Saies Admin | REITE o7 Pre-Press 8 Desan | oo o o nen
ign rtmen inform min
eslgn depa enttointo ales to email or phone v g up 9 6 8 432

when Die number & Forme Number is
allocated.

administrator with go ahead.

Die No. or Forme No. is set.




Excellence Model

What aspects of the Current System |What do we need to do? | Prioritising Criterion | = Action BY WHO? | BY WHEN?
do we feel could be improved NEED | COST | BENE| RPN | Sh/Med/L
Order Processing
Provide a list to customers
Customers t.o confllrm spec numbers confirming thelr. r.efer.ence 7 9 6 | 378 Med As suggested Rachel W |3 mths - Aug
with their orders and our specification
numbers.
CDM system to control machine Conwersion planning required. Need Tony L/ Kev|
¥ S CDM system control. 10 5 10 | 500 Long system to control correct work y 6 mths - Nov]
availability. . . . D / Planners
guantities are behind machibnes
. o , L ) Shirley M /
Credit Application posted with 'New Send application form with
PP p pp 10 10 10 |1000| Short This process needs automating Nic T/ 1 mth - June
Customer' quotes first quote.
Rachel W
To include the CDM Pre-
Pre-Print system C;:g;s;zr::fs l?gt:/gn Complete
Graphics & Sales —
Specialist Paper/Pre-Print required - CDM to flag up a warning
Would help if CDM could flag a warning | to Planning, Paper Stock Stage 2 .
to Planning & Paper Stock Controller. Controller & Sales. . . f
Flagging system required from' Pre- CDM system to flag up Action pOIﬂtS or Rachel W /
Press & Design department to inform when Die No. or Forme No 8 ? 1 ndy C Mike B/ |3 mths - Au
Sales Admin when Die number & Forme s set ' ' top items y Andy C g
Number is allocated. ' \\ I y
DESIGN ACTION PLAN allocated «
Jonaton C /
Sample labels to state:- Delay in Amendment to current Simon O/
a rovapl)s may affect the aelive ydate labels after discussion with | 9 9 10 | 810 Short Rachel W / |1 mth - June
pp y ry sales Manager discussion Shirley M /
Andy G
Drawings to be electronically viewable by | Pdfs need creating and Shift managers and machine managers Andy G/
. . . 9 9 10 | 810 Med Shift M /|3 mths - Aug
machine managers posting on the Q drive to be taken through the process .
Machine M
. - . . Pre Setters
. Use the CDM database to Investigate possibility of this facility on
Formes location on CDM 8 7 8 | 448 Long gate p y y / Andy G/ |6 mths - Nov
locate all fromes CDM
Andy C
Goods inwards to inform
. presetters or have them ° ° Goods Inwards system to be Tony L/
Delivery of formes, delivered directly to Forme 10 ' 101100~ Long investigated for improvement Steve P 6 mths - No

shop




Excellence Model

Customer Order Processing

What aspects of the Current System
do we feel could be improved

Delays in processing Checklists

Where are we now?

Delays in being passed from SCC
to Planner and back to CSE,
which equals less time for
production.

What do we need to do?

Agree deadlines and look at
logistics of process.

Prioritising Criterion

TIME-SCALE
Sh/Med/L

Short

Action

Michele to address situation with
CSM/Planner/SCC/FC.

BY WHO?

MT

Proof approval - chase between CSE
and customer

Ad hoc chasing for approval
(production led). A lack of CSE
drive. New form/procedure has
now been created.

Ensure CSE's communicate with
customers to set deadlines to
enable us to keep to schedule.

Short

New procedure to be implemented, and
Kay to train CSE's in using the Calendar
in Outlook

MP/PE/CM

Paper information delays

Potential delays when SCC not
available e.g. month end stock
count

Agree senice level by SCC to
CSE including contingencies.

Short

Look at previous system where CSE's
would check material availability with
mills, directly.

MP/PH

Credit limits - existing customers

Delays in signing credit limits.

Use e-mail requests and set time
limits. Should this go through
the Commercial Team?

Short

Check with SMT

NT/PH

Customer Order Confirmation

Don' always receive customer
purchase order.

Ensure e-mail confirmation, if no

P.O. No., enter contact name on

Pecas, update when P.O. No. is
received.

Short

Modify/tighten system (SOP), plus
training (incorporate monitoring).

PE/NT

Cost/benefits - cromalins for colour

Where we need additional proofs,
CSE's lack forward planning i.e.
customers not advised if additional
proofs required. We still need a
cromalin for colour if not returned
by customer. Is there justification
to create two cromalins as
standard?

Schedule to allow for additional
charges e.g. customer artwork
will also require cromalin
charges.

NEED | COST | BENE [ RPN
9 9 8 |648
8 9 8 |576
8 9 8 |576
5 9 6 |270
6 9 4 |216
6 7 5 ]210

Short

System review, training, monitoring.
Evaluate cost/benefits of making two
cromalins, one each for SPUK and
customer, always charging for at least
one.

MP/PE




Process Map Action Plan Colour Code = Addressed & Considered Complete In Progress
What aspects of the Current Priori
P Svstem What do we need to do? [tising Action BY WHO? | BY WHEN?
y Criter TIME-
ion SCALE
do we feel could be
improved NEED|COST |BENE|RPN| Sh/Med/L
Estimating
Boa_rd gra_de list needs Standard board grade list Standa_rd bqard grades being authorised
updating to incorporate the : . by Brian Lister. Launceston standard End Oct.
. needs updating, list to be 9 8 9 |648 Short ; - SO
new papers 85 gsm fluting reviewed board grade list to be reviewed and 011
liners and hyflex liners updated ASAP
When using CDM users are .
oL : CDM working on the syst .
fmdmg it very slow, especially System needs investigating| 9 ? 10 Short  |few weeks to clean up Stage 3'
moving from one programme new ser .
to another Regular review of
Review/monitor quotation agree & measure . .
turnaround spec/quotation turnaround ! ! 6 504 Med Commercial tea the actlon plan
Order Processing
Minimum& Maximum Meeting required y? /:m/
So_rt out minimum and stocking Iev_els neled o be 9 8 9 |648 Short  |discuss stockin urrent Customer Aug
maximum stocking levels agreed with TM's and 2 . . B/RW 2011
agreements against estimated quantities
customers
Nee:etz \?v?)trlf tt(l)meenss(if:lee for In place. Any new work Sales will check
Lead times for new work . 8 9 8 |576 Short leadtime with Design/Pre-Press/Paper
customer recieves what he
. - Stock Controller
is asking for
DESIGN ACTION PLAN
Design to check Order Enquiry| Design to make sure pallet Th‘?re will be a memo issued to thg TM S Subject to
. . . stating that we require all the palletisation .
Foms to ensure palletisaion configuration is fully - . ; commercial
. . L 10 10 8 |800 Med information before processing the ) .
requirements are filled out by | optimized to help reduce . : L . review/Senio
enquiry. Failure to do this will result in the
™ transport and pallet cost . . r team
enquiry being returned
Folder created in public folders with sub
. folders for new orders. Design now
. Investigate why we cannot : . )
Tape drawing for Corrugator - have these drawings populating with the tape drawings.
why can we not have them ; - 95 8 8 8 |512 Short The drawings need to be protected from | KB/AG/KK | Ongoing
. electronically in public .
electronically? being deleted/changed.
folders : -
System required for existing orders that
need tape.
Waiver Forms not being filled Find a solution to ensure Situation much improved but when it
; g TM's fill this out at the start | 7 10 7 |490 Short occurs we will raise PR's when the
out by TM's . : S :
of processing order information is not forthcoming.




Process Map Action Plan

Colour Code =Addressed & Considered Complete  ongoing [ NGRS

Prioritising Criterion

TIME-

What aspects of the Current System |What do we need to do? SCALE Action dated Status - 11th September 24 BY WHO? | BY WHEN?
do we feel could be improved NEED | COST | BENE[ RPN | Sh/Med/L
Estimating
. Try to enforce completion
E Il detail t
nsure & d? ats are accu'ra e and of all required information | 10 9 10 | 900 Med Rachel W
completed in full on enquiry form
to be completed
" - . . Shirley M /
Credit application form Set up electronic version 10 9 10 | 900 | Short Rachel W
Ensure all enquiries go through Sales Inform design, Sales & Rachel W /
Administrator first TM's 10 ° 8 | 720 Short Andy G
o e e
_ but on hoid for design to provide more Discuss with Design 9 8 10 | 720 [ Med Andy G/
information, Design to complete spec on And
CDM. This would speed up the system.
For CDM to recognise Coatings (manuel Raise with CDM s 2 o |722| Med
text used at the moment)
Stage 4:
L]
For CDM to recognise Pre-print jobs Follow through with CDM 8 ? 9 [72?] Med E t t_
Order Processing
Provide a list to customers be‘fo re t h e
Customers to confirm spec numbers | confirming their reference
with their orders and our specification 7 9 6 |38 Med °
mpers completion of all
. o
CDM system tp °‘?T‘"°' machine CDM system control. 10 5 10 | 500 [ Long a ct I o n s °
availability.
" - . o . Shirley M /
Appl h'N | f h
Credit pcp ul:\()t:gzr.poit:gswt ew Send apf;lar ;:atllj:)r:eorm Wit 10 | 10 | 10 |1000] short Nic T/
d quote. Rachel W
To include the CDM Pre-
. Print reference on any
Pre-Print system correspondance between
Graphics & Sales
Flagging sy§tem required froml Pre- CDM system to flag up Rachel W /
Press & Design department to inform . .
X ' when Die No. or Forme No. [ 8 ? 10 |80 7| Med Mike B /
Sales Admin when Die number & Forme )
X is set. Andy C
Number is allocated.
DESIGN ACTION PLAN
Jonaton C /
Sample labels to state:- Delay in Amendment to current Simon O /
0 a‘I)s may affect the ael' e ytliate labels after discussion with| 9 9 10 | 810 | Short Rachel W /
approv: Y very sales Manager Shirley M /
Andy G
Drawings to be electronically viewable by | Pdfs need creating and Am.jy G/
machine managers posting on the Q drive 9 9 10 | 810 Med Shit M /
Machine M
Pre Setters
Formes location on CDM Use the CDM database to | o | o | g | 445 | |ong I Andy G /
locate all formes
Andy C
Goods inwards to inform
. presetters or have them 5 5 Tony L/
Delivery of formes, delivered directly to Forme 10 : 10 1007 Long Steve P

shop




A resumeée of this course :

1. An overview of the process :
Process Overview.

2. A study of the links in the supply chain :
Activity Mapping and layout optimisation.

3. A detailed view of the process :
Value-Stream Mapping.




Depth of
analysis

Degree of
return



After all this, where are you?

Stage 1 : Survivor. (Just!)
* Reactive , non-performance-based survival

e The company is neither sought nor avoided
e They have a reliable but uninspired operation
e They have a prevailing culture of “We’ve always done it like this.”

Stage 3 : You would recommend these.

e They have a reputation for meeting customers’ expectations
e Their operations are customer focused at all times

e A pro-active management looking for new ways to satisfy the customer
Stage 4 : World class company.

e Firm’s name is synonymous with service excellence

e They focus on delighting rather than satisfying customers

e They are continuously learning and seeking to improve their operations

Y

T: M: W:




Why is there a need to map processes?

Internal Forces

External Forces

All processes evolve
somewhat over time

Organisations can grow
beyond their existing
processes

All processes take place in
a changing world

What began as a ‘good’
process may deteriorate
over time

What was the right process
for the organisation at one
time is no longer relevant

What was a ‘good enough’

process may no longer be

sufficient to compete and
win




