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What the customer think.
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Published Books about Logistics
sold over 120.000 copies

www.logistiek.noordhoff.nl
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Good Tools are Half the Work
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The basics: Shewhart Cycle
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BUT: Don’t Use Overtooling

Now known as the Deming-wheel

______ « Select point for improvement
- Standardize = « Analyze Current situation
improvements on a \ * Formulate improvement -
large scale Js suggestlons
« Identify remaining
problems
* Evaluate and
document the

new procedure

« Collected data
compare to the
desired improvements

< Are improvements
actually achieved?

« Implement

improvement-
suggestions on a
small scale

External
Orientation
and
Flexibility

Eu

Activitity- | Process-

Organisation-development Oé
‘ =

Il A% \Y,

. System- Chain- i Excel and
Oriented | Oriented | Oriented | Oriented iTransformation
Development -
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The ISO-certificate is only a minimum

Methods and Tools

Quality Control

2. Lean Womack & Jones + 1990

1SO-9000

Quality

4. TOC Eli Goldratt + 1985

time

Improve and embed
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Identification Kaizen, Lean, Agile, Six Sigma, en Theory Of Constraints (TOC)

Methods and Tools

TOC
1‘eanEIimlinate . dBiggJ:-neck ) . .
G o G o 1. Introduction Initiative and Pacesetters
Z‘noaﬂilsaardize ge elminate i ‘
eI, 2. Kaizen
Change over " G 3. Lean and Agile
"Cersigtlg flow o ;n“?mlysis B .
Kanban Buifer-Rope 4. Six Sigma (60)
Control +  Critical path .
Rlodclonand . "g;;,m’us 5. Theory of Constraints (TOC)
replanning .
e 6. Comparison between Methods
IR MAXIMIZING . 4 e
THE OUTPUT 7. More about Kaizen and Lean ' i
ﬂ'E'E 8. Conclusions en Recommendations
—
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Innovation versus Kaizen

Effect Long-term, undramatic

Pace Small steps

Timeframe Continuous, incremental

Change Gradual and consistent

Involvement Everyone

Approach Group efforts, systematic

. Mode Protect and improve
. - . . " Spark Established know-how

» Kai-zen = Step Small = “continuous improvement Investment Low investment
« High speed, small improvements | Maintenance Large maintenance effort
. Focus People

+ Simple process analyses, Watch Evaluation Process

» Solve problems on the floor
« Commitment of the employees [ =
« First focus on production and distribution

hesselvisser@chello.nl



http://www.lean.org/public/womack.htm

Traditional Western
Perceptions of Job Functions

Top
Management
Middle
Management aoc'e
C'a X
Supervi a‘\“‘e
upervisors “
Workers
based on Imai 1986
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Cause-and-Effect Diagram

Machine Man

Gate-personnel can not handle amount of work

Aircraft Late to gate

insufficient capacity

training
Gate occupied
Mechanical failure

weather

Late cabin cleaners

Delayed Flight
/ Departure

pour of departures

Late baggage to aircraft

delay
check-in procedure,

Catering late

Material Manual /Method
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Acceptance of late passengers

Japanese Perceptions of
Job Functions

Top
Management

Middle
Management

Supervisors

Workers

based on Imai 1986
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KAIZEN - follows a structured approach

Main
activities

- Roll-out kaizen to

~ Diagnose the ~ Identify the ~ Implement — Adapt the

area during 1-2 physical changes  physical changes  improvements other teams and
days to improve the to increase the (physical and processes of the
performance impact of the organizational) to section by
+ visual physical changes  reach the future leveraging the
management + Rolesof operators ~ state lessons learned
+ Ergonomics/ - sopst _ Finishthe SOPs  from the pilot
safety + Performance
+ Process management

improvements

i paralel _

hesselvisser@chello.nl 22
When Kaizen?
 If it has to be done simple;
* When you need fast results;
+ Direct applicable on the shop floor;
» After experience Larger Fast actions
can be done by a Kaizen Blitz.

hesselvisser@chello.nl



A lot of things can go
wrong, if your people

are not fully
dedicated to their
work.

Lean = Eliminate Waste

Lean= Almost no Fat Added Value

(

No Added
Value

Typical: in 95% of the lead time there is
no value added!!!

hesselvisser@chello.nl

The human touch
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De Vision van “Lean” in the USA

This is best illustrated by the
authors James Womack, and
Daniel Jones in their popular
books.

1990 1996 2006
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Lean at Toyota
PEIEION
TOYOTA

Toyota Production Systms (TPS)

Production approach:

e Produce only what is needed

e Stop if anything goes wrong

e Eliminate that does not add value

Taiichi Ohno

Working philosophy

e Respect you employees

e Complete utilization of all capacities of your employees
o Put the responsibility and the authority to the employees

e WHY DOES TOYOTA HAVE (OR HAD) PROBLEMS NOW?
1912 - 1990

hesselvisser@chello.nl


http://www.lean.org/public/jones.htm
http://www.lean.org/public/womack.htm

The Five Basic Elements of Lean

Value Flow Pull ) Perfection
Stream

hesselvisser@chello.nl st

Lean & Agility: Compare it with the BMI!

.40 50 60 70 80 €0 100 110 120

Our BMI is getting worse: over 25
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First the goal and then the
resources!

Be agile and just Iéan enough!

hesselvisser@chello.nl 35

Which person is really lean?

hesselvisser@chello.n! — — — — 32

Are they Lean?

hesselvisser@chello.nl Maybeo 34
Start with a good book
THE =
TOYOTA
JEFFREY K. LIKEN
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Make a brown wall paper Value Stream Map — Packaging Process

Order to Delivery Brown Paper

Planning FGWarehouse * Dispatch

. Purchasing ; Production ;

37
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Symbols in a Value Stream Map (Visio 2007)

Agile

Ak
T
A | o (/KD
Customer Firstin Go and See
Cell Supplier Data Information First Out
TE U =N 0
Inventory Kaizen Kanban Post | Load Level Manual Info MRP/ERP
r"_"\ - Production T a=o
O llﬂ Control L
Process Process Production . i
Operator Other Dedi Shared Control Kanban
o - Safety Sequenced Shipment
Pull Push Raw Material Stock pull
oy I B “ w 2 e
T =] o k”‘ kv,{ L’
- Verbal Withdrawal
Signal Kanban| Supermarket Timeline Truck Information Kanban 40
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Definitions Lean and Agile What is the Mgtch_between the Dt_emand and
Supply Chain with market requirements
‘The key principle of lean operations is relatively straightforward to Nature of demand
understand: it means moving towards the elimination of all waste in order to Functional products Innovative products
develop an operation that is faster and more dependable, produces higher i Unpredi
. . s Few changegs ———————————— Many changes
quality products and services and, above all, operates at low cost.” (Slack) Low variety ———————————————— High' variety
Hggr?tl it
. . L L N N igh m: in
Christopher defines agility as “the ability of an organization to respond = JOEE
rapidly to changes in demand both in terms of volume and variety. The ‘a:'; E 5 a
organization must be “market sensitive” and exploit any opportunities § E ] s § 2 it
recognised from scanning the environment. Virtual supply chains whereby 5w '§- g 5 % dema?'ld il
information technology such as Electronic Data Interchange (EDI) and the ._g. E E B supply chain
Internet are used to share data between supplier and buyers facilitate agile g 2553 management
manufacture. Process integration is essential whereby the buyers and ‘T Sron
supplier work in collaboration with each other to have joint product S F52g
X : ) - 8 s
development, common systems and shared information. Trust is essential in —2 g $E g %‘;
the “extended enterprise” The phrases "Efficient Consumer Response” in 2% | 5523 Learcl‘ demé}nd
the food industry and "Quick Response" in the clothing industry have been @ §_ % § E an cl‘?:i‘r)'lp y
LS Eg
used often to describe similar features. e £8 management

41

hesselvisser@chello.nl hesselvisser@chello.nl



When Agile?

+ If you needs fast actions in the market;

« If the market is volatile;

* When cost are not the most important factor;

» Often in the beginning of the Product Life Cycle

hesselvisser@chello.nl 43
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Compare PDCA and DMAIC

(@) (b)
(a) The Plan-Do-Check-Act, or “Deming” improvement cycle, and

(b) The define-measure-analyze-improve-control, or DMAIC six sigma
improvement cycle

hesselvisser@chello.nl 47

When Lean?

« If you have enough time;

* You got to make people free for this project;

* It cost not to must education;

» Can be done very practically;

+ Itis a good continuation after Kaizen or Agile.

44
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Six Sigma

» Be profitable and fulfill the wishes of the
customer

+ < 3,4 mistake for 1 million activities

» Define, Measure, Analyze, Improve & Control
» Complex questions with a lot of statistics

+ Cause effect analyzes

* Reduction variation to zero

* Experiments

DEFINE MEASURE ) > ANALYZE IMPROVE CONTROL

hesselvisser@chello.nl

DMAIC SIX SIGMA

Define-identify

problem, define
requirements and set
the goal

easure-gather data)
refine problem and
measure inputs and
outputs

Analyse-develop
problem hypotheses,
identify “root causes”

and validate
hypotheses

hesselvisser@chello.nl 48



| Project phases in Six Sigma Maximize Your Six Sigma Team’s
e outpt of 3 brotace; and control thabe 1o/ make the outpate of the Productivity At Every Level
process predictable Black Belts

J : Master Integrated toll
. g
f Def_me the project: Black Belts gating tools and
Business Impact, Goal, Scope, Team - a M project Pgr[fnho
Selected projects anaiysis and resource analysis tools

Map the current process: management tals
Measu ﬁ Prepare a detailed process flow
Identify potential factors

e Analyse the measurements:
'ﬂ;@ Value add analysis
vl J Identify the key input variables that determin
- the output of the process

)

Many factors

(

Key factors
. DMAIC Project
Guides, story-

4 Identify solutions for the problem:
iglelfel/=M  Select the solution(s) that have the

most impact. boarding tools,

collaboration tools

)

Many solutions s
v Team Members
Collaboration and
progress reporting tools

49 hesselvisser@chello.nl 50

Implement the solution (s):
and monitor that results are
sustained

hesselvisser@chello.nl

EE

Key solutions

Which companies use Six Sigma Methods and Tools

Honeywell

Texas Instruments
e instuments ] Motorola ] FCEN | (allied Signal

Invensys Ko American Exeress | Bombardier Nissan
‘Siebe‘ I LGI e = _I _I
osaibd ony | Kodak j Dow Chemicals
DAF | Raytheon | oshiba_jj SonY | Kodak § _ 1
Xerox || Polaroid ABB' Averx Dennison '

Air Products ]
Seagate | Honda | Nokia IDSM/SabicI Lockheed |
M' Canon| Navistarl Ericssonl TRWI Pirelli I

Siemens | Amazon | Shimano I Cargill I Penske |
Ford | Volvo j GKN Jj DuPont Agfa Black & Decker § ABN AMRO
o g Sty oronty 2ol faldia Lo |

Introduction Initiative and Pacesetters
Kaizen

Lean and Agile

Six Sigma (60)

Theory of Constraints (TOC) \
Comparison between Methods
More about Kaizen and Lean

. . Conclusions en Recommendatic = 7=
Average of the yearly savings on the turnover @ |

In the Netherlands
51 hesselvisser@chello.nl 52
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Where do we have bottlenecks?

AYART VL iy

The Books by Eli Goldratt

SITING ELIVAHU M
GO

T OF pa— JOLDRATT
T

NATA

E“F‘o‘( L. )

Hrrroall . ( i

| 'STACK v |

[SYNDROMI: SUTTOSNTY
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TOC Application TOC

» Compared with the success of the book “The
Goal” you see only a few full implementations;

* Only if every chain understands its
importance you can use TOC well;

* Itis seen as a complex implementation;
+ Embedding cost a lot of attention.

Direction

56
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Th . t t . It_ean Sbilx Sigrnla'is a proven, generic, highly structured, focussed approach
e In egra Ion 0 problem solving

- Lean is focussed at reducing waste in work processes
- Six Sigma is focussed at improving on Customer requirements and
reducing variability

Program Slx Sigma Lean thinking Theory of constraints
Theery Redhace variation Remone wish Manzge constrains LEAN SIXSIGMA
Agplication | 1. Defins 1. Identily value. 1. Mentity constrant
gadelings | 2 Meosure, 2. Identity vahue straam. | 2. Exglok consyant Move the Reduce
3 Andyre 3 Aow. 1 Subordinate processes average variability
4 Igeove 4 Pt 4 Hevate consaint fter &~ Before « ater &
| 5 Comol 5 Perfection. 5 Repeatcycha
focs | Problem focused Flow locused Systens corstraints

All have a five stage model Accelerate and make narrow

hesselvisser@chello.nl 59 hesselvisser@chello.nl 60



Lean Six Sigma tools e . Six Sigma or/and Lean

e Measure Analyze Improve Control
« Identify Problem « Identify Key Input, . X's . P . 3 A bl i
+ Complete Charter Processand Output « Prioritize Critical X's Solutions Changes and Controls problem arises
- Develop SIPOC Map Metrics - C Cause . - Develop SOP's, Training Plan (A deviation from standard)
« Map Business Process + Develop Operational Analysis on Critical X's Criteria & Select Best & Process Control System
« Map Value Stream Defintions - Validate Critical X's Solutions « Monitor & Stabilize Process
« Gather Voice of the Customer* Develop Data Collection Plan , Egtimate the Impact of « Evaluate Solution for Risk  « Transition Project to Process
& Voice of the Business Validate Measurement System  Each X on Y « Optimize Solution . X
« Develop CCR's & CBR's + Collect Baseline Data « Quantify the Opportunity  « Develop To-Be' Process  « Identify Project Replication Chronic Sporadic
« Finalize Project Focus + Determine Process « Prioritize Root Causes Map(s) and High-Level Opportunities
Performance/Capabilty Implementation Plan + Calculate Financial Benefits
- Validate Business Opportunity « Develop Pilot Plan & Pilot
Solution
< Hardver to solve Easier to solve
Measu Improvi- But bigger payoff
« Project Selection Tools « Operational Definitions « Detailed Process Maps « Brainstorming « Control Charts Area for six sigma Use 7 tools
« PIP Management Process « Data Collection Plan « Statistical process analysis  « Benchmarking « Standard Operating
-Values:?eam Map « Pareto Chart « Coeffici variation « Proces ) and DMAIC and 5 whys
« Various Financial Analysis « Histogram analysis Techniques « Training Plan
« Charter Form « Box Plot « Design of experiments. « Line Balancing « Communication Plan v
+ Multi-Generational Plan « Statistical Sampling « Non Value-Added Analysis  « Process Flow « Implementation Plan
« Stakeholder Analysis + Measurement System « Hypothesis Testing Improvement . Visual Process Control Develop countermeasures. Target time to implement.
« Communication Plan Analysis + Confidence Intervals « Constraint: . 9 M
+ SIPOC Map « Setup Reduction « Pareto Charts. « Replenishment Pull « Process Control Plans Then develop new standard operating procedures.
« High-Level Process Maj « Generic Pull « C&E Matrix « Sales & Operations + Project Commissioning N
. Nogn-ValueAdded Analcsis « Kaizen « Fishbone Diagrams Planning « Project Replication Implement visual management.
+VOC and Kano Analysis « Control Charts + Brainstorming « Poka-Yoke + Plan-Do-Check-Act Cycle
« Lean QFD + Process Capability, Cp & + FMEA « FMEA
+ RACI and Quad Charts k « Simple & Multiple « Solution Selection Matrix
Regression « 'To-Be' Process Maps
+ ANOVA « Piloting and Simulation 61 62
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Criteria for Kaizen, Lean or Six Sigma Roadmap

Large 4
r Robust Design
T Design for Six Sigma
Design for Six Sigma
Complexi Sik Sigma Tmprovement Variation Reduction
omplexity Vaste Bamova Six Sigma Improvement
[ Corrective Aotion pr
kakzen 4 4 Waste Remowval
Lean
Kaizen
Small Corrective Action
~ e Kaizen

Klein Large
Uncertainty

64
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T

Conclusions en Recommendatic
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Is it Artwork or a Distribution centre?

Would this work?

hesselvisser@chello.nl
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Cost savings by outsourcing Lean house
Quality
Dellvery times Costs
I-JI’~ o w1 ——y
i LEAN ‘ -
‘ MANUFACTORY | e,
rrgrovement|
hesselvisser@chello.nl 69 .nl (Shblli!y
».-"..'A 2=

Kaizen |

|Frkrsiness - 'll)lll
T
-

How many Lean Houses are there?
.

70
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What does 5 S mean?
e o EN
il [
1. Sort 1. Selecteren 1. Seiri
2. Set in order 2. Schikken 2. Seiton
3. Shine 3. Schoonmaken 3. Seiso
E ! 5. Sustain
:.:li__.—_l' ‘
= o e I
hesselvisser@chello.nl EX C *C i S e

2. Sortieren

1. Selektieren

. Sei 3. Saubern

4. Standardize 4. Standaardiseren4. Seiketsu 4. Standarisieren
5. Stimuleren

5. Shitsukeb5. Stimulieren

hesselvisser@chello.nl

ptandardizey Sustain II et In Orde
Shine

72
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../TIAS TNT Tilburg/5S Work in English.ppt

Seiri / Sort / Scheiden/ Selektieren

* What do you really need?
* Throw away all unnecessary things!

hesselvisser@chello.nl

Even in the office you can work
in a smarter way

5S in the office
Clean desk

hesselvisser@chello.nl

The <> wastes in the Office

OVER
DOCUMENTING

Sales order, BOM, tools list, etc.

OVER PROCESSING

Wrong forms, wrong copies

TRANSPORT
Getting signatures,
distributing copies

UNNECESSARY MOTIONS

Signature approvals, folders, copies...

CORRECTION FILE ARCHIVES
Filing errors, Documentation systems
transposition mistakes

WAITING

Documents queuing, idle time

HUMAN POTENTIAL

Problem solving skills of people

hesselvisser@chello.nl

Clean desk?

hesselvisser@chello.nl 4

The ¢ wastes at the shop floor

OVERPRODUCTION INAPPROP. PROCESSING
TRANSPORT UNNECESSARY MOTIONS
DEFECTS UNNECESSARY INVENTORY
WAITING HUMAN POTENTIAL

hesselvisser@chello.nl 76
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How it can

What do | need S be changed?
when? It can be done like From marginal
What does the  this! results to top
material cost?  Costs: almost zero results!

hesselvisser@chello.nl 79 hesselvisser@chello.nl 80

Make pictures

* What is the old situation?
* How does it look afterwards?

82

Walking distances halved o
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Use actual and readable KPI's
Methods and Tools

Introduction Initiative and Pacesetters
Kaizen

Lean and Agile

Six Sigma (60)

Theory of Constraints (TOC) '
Comparison between Methods iy
More about Kaizen and Lean :
Conclusions en Recommendations‘

XN wWDN R

hesselvisser@chello.nl 83 hesselvisser@chello.nl 84



Sandvik European Distribution %

Center Schiedam Netherlands The Team Incoming Goods

100.000 part numbers
400.000 locations
€ 1.500.000.000 turnoverl/year

25.000 order lines each day

200 people

<50 errors on 1.000.000 activities
=99,99%

hesselvisser@chello.nl hesselvisser@chello.nl
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The packaging area now

hesselvisser@chello.nl hesselvisser@chello.nl

The people on the floor create their
own work space_

94
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Projectteam | ) ; 3 4 : Workshops

Cardboard
engineering

The real world

hesselvisser@chello.nl
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9.
10. Go back to the floor and keep in touch.

Lessons Learned
Consult and publicise widely in the preparation phase;
Read a good book before you start;
Visit other companies with all kind of personalities;
Take pictures or/ and make a movie;
Start simple and show a wall of fame;
Take time to effectively Kaizen each section:
— Don’t just copy / paste and assume;
—  Make changes visual;
—  Make sure they ‘own it’ <especially change>;
Communicate, Communicate, Communicate !

Keep people on board. This enables the leadership
element to concentrate on development, appear to be
where the biggest discernable gains are.

Measure and audit the process continuously;

103
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Build your own lean house

LEAN

Just Jibo

Time

STANDARDISED WORK

105
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