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OPERATOR CYCLE TIME vs
BUSINESS PROCESg TAKT TIME BAR CHART
KAIZEN

PRINCIPLES

2.
Minutes
15

T TR
= Operator
Cycle Time

Number of = Sum Of Operator Cycls Times
Poople Tait T 2te T
= 55 min
25 min
= 2.2 operators
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Analyzing tine g pottues?

Value Stream Mapping

Inventory
Count

connected to
customer

Material

Supplier 111 =3 Shipping

Warehouse

5 days invento

Operator pace based
on own decision ~

J. Shook

J

Uneven flow
through processes

[ /
' ' Large batch
[FNES ak// production >

long changeover

U So many problems Again where do | start? A
U Takes much time for investigation
-- People lose energyfinding problems but not fixing A
-- People become frustrateq nothing is changing
U Looking only at the surface A

--What are we observing skill to see is not developed



Where do | statf”?

Futwre Stte::  Productiomhsstustition
shoulld e ame ..

- Cust(iner

—
-—

- -
Production Control -, -

Heijunka Board

\:(/ithdraw signal_\ r Withdraw signal S

/ \ 7
|4 \

Fill-up Fill-up Fill-up store

Material

Supplier

Reduce lead time from receiving order to delivery customer.
L/T of information + production L/T + Logistic L/T



Where do |l sttf”?

VSM

Inventory
Count

TPS

’

Productlon Control

Materlal
Warehouse

(5 days inventory)

: Focus Shojinka line ( )

Reduce internal lead time first
Make small lot size, \‘/ \‘-/ \‘J \,/

and Change over
time reduction
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Management and TPS 1 Obstacles to Success

Management and TPS 1 Obstacles to Success

Toyota Philosophy

1 customer first

Standardized
Work supports
development of

People

REL] ERENTIENTIBSTAVE U] ENESOUTCE!
Kaizen (continuous improvement)

Shop floor focus

Does This
Matter?

Philosoph

The Base of the TPS Pyramid is the
Philosophy

© 2003 Toyota

TPS

TSSC.COM

TSSC.COM © 2003 Toyota

Shingo award :



Kalzen (continuous improvement)

T North . . ]
iy Kaizen is the continuous

7 @ pursuit to close the gap

between current and true north

11
Windows95 power point



Quality Network

Quality Network

& @

Quality Function Deployment
(QFD)

An Overview of
Quality Function Deployment]

Awareness Presentation

Quality Network Quality Network

Lo e
Lead Time Cost of Quality Level Scheduling
Reduction Workshop Implementation Overview
Pasticiparnt Manual @

Participant Manual v i3

TPS

UAW
TPS

NUMMI
GM UAW

People Focused Performance

DELPHI‘

DL FPHil

Deiphi Manutacturing System (DMS)

DeELPHI
DMS Update
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Delphi Manufacturing Systom (DMS

Quality

Delphi Manutacturing Sy=:

Operational Availability

~PHI

assis Systems
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Preliminary Condition:
Daily Leveled Scheduling

Object of TPS : TPS ( Total Problem Solving ) Lean Production
LEAD TIME I 1

[ TXM: D

1 QUALITY
€ o A d 7T W & REDUCTION JUST IN TIME JIDOIKA ASSURANCE
| |
A | 1 1 1 1
X o 6 y T U CONTINUOUS FLOW [ TAKT TIME [ PULL SYSTEM ] WHEN ABNORMALITY )| SEPARATE MANUAL
n TP86 e I PROCESSING The system of manufacturing in which HAPPENED, MACHINE WORK AND MACHINE'S
0) Eliminating the stagnation . . following production processes SHOULD BE STOPPED
. n of workin and between Thetimewhich Is withdraw from preceding processes AUTOMATICALLY BRI
r 3 p U O process and carrying out allowed to produce a the parts they need, when they need \_
. _ _ One-Piece-At-A-Time part or acomponent th_er_n in the exact needed amount. Build the quality in ManpoWerSavings
A Finished parts are stocked at the IS .
VDO — w =T production process at which they were produced. _theprocess Labor utilization
i M Q " 9 . : Line stop concept
VO 0) 1
OP O SMALL\ LOT
A RRODULTIOS RDIZED ANBA PO E One more 'ANDO
I) ORK RYSTFE JIDOKA | ighk and Melody
4 1]
a b Tt y X Frequent Fixed One Smali StandardiZed (HEIJUNKA) Super Market Equipment | Op:rgtor Set-Up Call
4 ? Conveyanc Operator Touch | Box Work Chart Leveled Store Check ' Tooling Change
l-IJ C a X (L) | Flexible # of Set-Up Production Management Sheet Control Material Shortage
¢ Ex. Operator 3 Poigcee Standardized Heijunka Post Max. Min. No-work, Machine Down
TT X W \J (EVERY 15 Based on SMED Elow Work Withdrawal Management TPM Full-work Buzzer
MIN.) Sales b Combination KANBAN (Order Point) Assist Call
A S d C i Table Production Abnormal
1 3 VO M q (:PI'eAeKT cz);?urgcr)]m Instruction FIFO Condition
TIME) Standardized ~ KANBAN
1] n Production Daily leveled
X T Q e Capacity Sheet Production
~ _ N /
N * pC= h i — :
i O > po MU | COSTCONTROL | | DELIVERY CONTROL | [ QUALITY CONTROL |
1 1
T6 Z OoVY Shoujinka Line (Flexible Man Power Line) | Standardized Work & Work Standard |
wls
Q‘J O Q o) M Q U Pursue efficiency with the minimum labor mechanism TP?F;IGINdOF' PR’fODUC'LlodN RldJLES I
‘ to produce with flexible number of people in efoundation for method and contro
0 Lean Tool accordance with necessary production volume Az iwies sreio be sEilnes consielalag
quality, quantity and safety.
Tool for KAIZEN
|
Basic Data Chart
Hourly [ "PLANT MANAGEMENT IS ABNORMALITY CONTROL" ]
Production Board VISUAL Management:
Loss Time <:> Abnormality should be visualized for anybody and shared quickly. When LRy
Analysis abnormal situation occurs, operators can immediately stop line or machine and P o
solve problems with the best way at its primary stage. R A

Determined by Masafumi Suzuki 1990 “oo T



BACKGROUND

STRETCHED TARGET

ORGANIZING A PROJECT TEAM

- Toyota Japan ordered three new parts with important function from Delphi. Through kaizen,
Delphi is required to reach the standard of quality, timely delivery, and price by Toyota as

the condition to this order.

-In order to meet this demand and satisfy Toyota, TSSC will support Delphi with the following two aspects:

2) Delphi's developing people who will contribute to achieveing the company's goal through

thinking and doing b)x themselves.
-Focus on ine but take the wnhole plant into the consideration for the project.

-Focus on supporting HVAC lines
Quiality - Reduce the number of
defects by half in a process
Cost - Reduce 30%
-Implement Standardized Workfirst and
Just-in-Time in the level of production
scheduling by each truck.

- Leader: Mike Gardland

- Full time commitment : A.Zamorano,S.Almeraya,l.Teruel,A.Reyes

- From Headquarter: B.Morgan,M.Suzuki

the shop floor to implement TPS.

1.- Organize a project team with the Plant Manager as its leader
1) Number of the members - Around 10 people

2.- Have daily activities and ALL the members should be working on

3.- TSSC will support this project team.
T PS MAY JUNE JULY AUGUST SEPTEMBER OCTOBER NOVEMBER DECEMBER
19| 20[ 21] 22| 23| 24| 25 28| 29| 30[ 31| 32| 33| 34| 35| 36| 37| 38| 39| 40 41| 42| 43| 44| 45| 46| 47| 48] 49| 50| 51
To} N (o)) o © ~ <
) - N N N ) N (2] o R N
Project /Progress/ Shop Floor Management & S & & <« 4] 28 B «~ = ol & & o o S| S | & S| S| g g =S| 2 2| 8 5| g S
Follow u Ire] Ire] Ire] © o ] ] N N had o o S A > S =1 =1 & & b — - o & & — pry Iy
p S N~ < o N < o D © ® © I o) P ] o) N < o o N o foe) o N Qi © o I
o ko o o = L g g I L2 < I o0 © o o o =} 3 3 =) 3 3 3 = = S S S
Lo Lo Lo Lo O O <<} <<} N~ 00 00 00 [e*] (2] (2] (2] (2] — — — — — — — — — — — —
Establishing ________Qe_"_?‘:” ________ Done [ ___l.___| IO U U R . I A A JERUEUY AU ISR IO ERN I i
TPS Process Cell #4 A B C KEY POINTS:
Cell #1
AOU{?)EYVf ---------------------- ALlBLC L SRRt EEEET EEEE] SRS Z ---------- SR e R e et sRE R EEEEE -- @ Establishing Standardized - U)
Quality 4 AD | Cel#5 | A|B|lC]| | s LS, N R N R R e . Work is a priority matter. )
Efficiency 4 | Cells Cell #8 A B C ; @ i i =
------------------- e R ] e eeh EEEEE EEEEE EEEE 4----A R B B R Rt LT EEEE B Machine C/T Reduction - O
Cell #2 A B C O . -
B Problem [ ]°TTTTTtoTomnmmmooos ik Heiuietel elelulel fiaiainly nlelelely Il il Al D ----------------- ik Auluiaiel telelelel heluiate plalelely -- @ Problem Sohing-Stabilize | —
Solving |  |______* Cell#r | || Al ] Bl C 1. __| IR P B U R R I I } the quality of the product and ) |—
Defect Cell #6 B C process <E
Downtime + B
Cond./ Furnace #2 A A D U
ond./ [~7 T ToTTTmoem T m T TR B bbbt e paaii N it ivaiaiaks fik Aniaiated Mateleied miiniatel nfatatet itk Infatetek Attt Hiuinied Mttt
C Pull System| Rad. _____I_:yf[]?(_:_e_#f]: _______________ JERNNPEY PSP SRR EPEPEP PSR [ I __A _______ <
Inventory Furnace #3 7)) >
FGWIP 929 —
L ead Tlme* HVAC F-------- 3; 5;5_ ____________________________ U DU U R ___J o R
[@= | ) ) E I — [EPSPEY (Y R D E— I R R
635
Training Group A
People (Mgr.)
. TPS Overview
Group B | BEINEE | [ |
Ol stw (VS Kaizen Members) | [ o O
( Classroom Part 1) I:l I:l
[ Problem Solving ~ --==-=-=-=-=--=----fmmmopm oo o oo T 1T g 02020 'TVAAR S ikl rik paely
M v &1 Fow Group C HOENE NN [ |
_ O OO0 @ O OO mpmE=gge=
O pull system (Supervisor/GL, TL) O O O OO oo
14
0 sTw ( Shop floor )




3 Ways in Standardized Work

Vand Waste o Processing
| &y ‘ e e e e
i Standardized Work Chart e —— { Waste of Motion u } waSte
Standardized Work Chart | [ ' : E
T TTTT [TTTTTTT T il [
e : H :
=\ H [ | Waste of Waiting u
o H osor i g
O ~ Waste of Inventory 4
TN M Was E
o e e PN ovzeee [ Waste of Overproduction i
- IIII] 1| 1
i I ;::mu:: I I } I — I . .{:] I HHHHH n% N
(T | | [ = | [= | Separate Man Work N
= e e e . BEar and Machine Work HH N
N = g i
TS e e e 2 HH H
2 |Loadthe part, then hitthe intial 3 | 25 L 1
4‘%%?24 Unload the partand 2 il ] J ]
3 |Load the par, then hit the intial 3 [ 21 AEENN N (11
switch d
[Tb-1101 Unload the part and 2 T — f '
4 ;&ﬁg;he part, then hit the intial 8 n — og NN 1]
feasure Over diameter of 2 =
5 [feme Overa s [= T - i Manual — e 'm‘n] [
— 12| O 30" 1 2021/11/27 29 1
2

dized Work
A i 1ation Table

Part Name | Intec Manifold __|Numbs 1

|

Machining the surface (qMi- [ (secons (vinsen | (second B
1 |Buster 1764 3 25| 24 60" [[oeg —-
DR-
2 [Make hole for Buster 2424 E 21 24 1,000 30,
[TP- S
8 |Tapping for Buster hole |1101 3| 14 14 1,000 g 5520 —wine E
BRI I ro u Ct I O I I
4 |Tread OC 5| — /s = —
Rhttle Neck

) Capacity
Sheet

' Bottle Neck Clearly
If customer demand gose up, it
is easey understand that we

need operators or facilities.




= 0
Manufacturing System Design Veluma Seanrle Deseription: dune.
Machine Capacity Volume Info Source: __ Actusl Ordars
Oabyemane:
NetDally System Outpu:__
Preject: Yosemae - One Plece Manifola ate:_134ar08 100% Gross Dadly System Capaciy: _ | — N ] 3
il Work Combination Table
e
Ore T Changes [ -t N R et ot Ok 1001
- Manan Line Nsme/Process Name: __One Plece Manifold Opursior Oycle “'"'¢| T08ec/ 2 place(s) Tekd Time (TT): 70 56/ 2 pleca(s)
B hee M;::.m Work | Process | Duraen | Prequency| Ourition | Fraquency | Dursten | Duraten | 4 ~l - i
iy || e e opvatme| ; . P e Ll Dats: 1-Mar-06 Number of Pieces per Cyclo: 2 pefeycle Design Cycle Time (ATT): 70 s6c/ 2 plece(s)
T ~ .
e = < = = o ; = Element Time m— Manual Work W W W1 Mechine Time YaVe Walking <———> Watting
= e e i Work Elorars Mo [ M| Tow | e | cop oy | 0 0 ® ® © % o " ®
H 1
== = 2_|Unload separators and place Manifolds on WIP 25 25
et H () 3 |wakto Sta 1.3 3.8
- = 4 _|Unload Stamping 09 47 ]
. = (| 5_|wakto Separators 13 6.0 W
=L ) — =
( = 6_|Load Separators 30 9.1 ||
\gr' st 7_|Activate Separators Machine (Automatic) 9.1
L % X Machine Run Time Chart ez Losses |8 [Machine 1stCycle time 237 9.1 ';’ S G D - S S W W
e ) ‘ 1 s |wakto ol 2.1 112
anv o of wf bl aox 1 9 |Walkto Oling 1
™ " , o ; —— | 10 | Unioad Olli 1.0 = ::z ‘
- - o Lovses i X |
) sy y-ecu/s | 11 [Wak o Sta
A s W { 12 | Load Stamping 26 156 ]
St ties 13 |Activate Stamping Machine (Automatic) 15.6
100 (i cay) 3 st 14 | Machine Cycle time 95 15.6 -
7|15 |Walk to Manifold rack 2.1 17.7 4
Scheduded Machine
) Anine 16 | Get Manifolds from rack 13 190 i
{min/day) 2 Shits [
|47 [Walkto Oling 02 192
wf = = ke - e ’ B 18 | Load Ol 15 207 N
AT 2Ll
2 ffation (a8 19 |Activate Oling Machine (Automatc) 207
v 20 |Machine Cycle time 20 20.7 "
i e " e | | {2t |wekto Lancing 14 221
22 | Get Manifolds from WIP 08 29 1
23 | Prace /O in fixture and Rtn in Lancing 38 267 -]
S S R SR 24 | Activate Lancing Machine (Push buttons) 08 275 1
s O~ i 25 |Machine Cycle time 6.7 342 Paan
26 | Unioad Rin from Lancing and place In container 28 37.0 -‘
| 27 |wakto Separators 13 383 i
28 | Rotate Manifolds 44 427 Bl
A IE 29 |Activate Separators Machine (Automatic) 427
30 | Machine 2nd Cycle time 138 427 TR 3 TR T
P31 |Walk to Lanci 14 441
M OS I 32 |Get /O from fixture and load Lancing 23 46.4 .|
33 | Activate Lancing Machine (Push buttons) 08 472 y
34 |Machine Cycle time 67 53.9 - :.
35 | Unioad 1/O from Lancing 15 554 |
() 38 |wakk to Coupler 14 | 56.8 i
37 | Place /O on fixture 1.0 67.8
38 |Unioad /O from Coupler & Place in Container 28 60.6 1.
39 | Get IO from fixture 1.0 61.6
A 40 |Load Coupler 65 68.0
41 |Activate Coupler Machine (Automatic) 68.0 il
.| 42 |Machine Cycle ime 4.7 J 68.0
L/‘ 43 |Walk to Separators 21 702
| 44 70.2 :
C ) Dol #o Cowe ety S 11 ! 8 INE
A -
IE e e A 7Y .

“Wh 02,08 poc=ky
o WYmPBTS o
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UAW TPS

Ohba-san Standardized Work

Process

DELPHI INTIAL OBSERVATION SHEET

1-Define Business Need

4 -Conduct 8 cycle analysis -

2- Observe Target Area

3 _Create Initial Observation Sheet

(=2 = T

5 - Develop WCT & Balance Charts - S
7

~

N
N\

Elemental Variation Graph | 4 Peco Stacker

Efeleaa l
bl 7 - Develop & Implement Kaizens § ==

HVAC Products PTC Products

& J

HVAC Assembneg CRFM, CRA Assemblies

S A
W/

“Radiators Condensers
Evaporators  Heater

Cores va/ 0Oil Coolers
Ohba-san Problem Solving Process

Prerequisite: Standardized Work in place!
Obtain SOS, WCT

Ensure that the operator is following standardized
work

5. Point of cause
- Define the point of cause
1. Product » This is where you can see the problem occurring
- Picture / Sketch » For a quality problem it is where the defect is
created
2. Process Flow

» You must see it occurring
- Block Diagram

3. Initial Condition  Witcssed snsorlight flickering

- Confirm Customer TAKT Time on operations being __, Verified sensor position

studied __» ReTeachsensor
— Confirm existing SOS, WCT, etc. are accurate or create —+ Validated PLC Progeam
- Observe, Observe, Observe observe Confirmed Sensor Type (open vs closed)
— Look for issues causing interruptions to standard work Pﬁﬁdeﬁned - ) o .
— Check Actual conditions vs Standard vs Ideal P‘i‘éwmﬂi switch dich’t match program in
- Pick one of the biggest issues to attack. Ensure that .

correcting it will result in a measurable improvement 6 5 Why AnaIyS|s

- Document specific problem to be worked on

7 Root Cause
\/ \xhy it passed
S

PHI

Standardized Work and Work Standard

\ /20
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Supplier
Support
Center

Top Management Workshop
Lexington, KY
July 26-28, 1995

B )
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Gives Mozambique

YOL. COXXXVI NO. 53 CrSt | B THURSDAY. I\ 11 15, 2001 WSJ.com o it =
Bt oF Debt e . % "B | The Dow's Performance *CAPITAL Gadget Inspector
Relief From Creditors What’s NCVVS - Why Toyota Wins
» . . b 4 - * .

;ople as the Most Important Asset:
How NOT Accomplished

Tt A |

« No training

+ No respect-fear factor

+ Operators pushed beyond capability
+ Line speed determined by supervisor

morale suffers

hide problems from supervisor

+ No Standardized work: — quality suffers — worker

« Operators feel responsible for problems @

Kaizen

] il N
il il\“”‘l}lllhh‘auumm~

Toyota
Supplier
Support
Center

—_
TPS Workshop
Lexington, KY
August 14-16, 1995

kewd California Shares
Indonesia’s Pain

| AsJ

n These Players |
1g for the Fences,

{ats Off to the Bat

rini DoubleWall Leads Off
Slow-Pitch Revolution;
ange Rites of Devotion 4 | 507

By Jes¥ D. Oroyxe
arter of Toew Wats, St Joume
Johns, n outfielder for a recre
fue softball team in Fuirfax
h

a., wouldn't dream of tossing

st base. After each game, the | throe

i bathes the bat with a Windex- | modat

awel and colors over scratches | Eichengres
e the Univers

mper, & d0-year.
ad baseman in Portland, received
farini a5 a gift & few years ago,
ked it in next 10 me in bed every

I at least a week”

ag serious. softball players, the
inned aluminum bats made by De-
Sports Inc. are the object of cult
otion. Players pay $300 or more for
arini—15 times the price of a
bat. They get 26 10 30 ounces of
bular metal prone to denting and
payoff? A powerful stick \ o

skirt recession, but this

will be painfully siower

‘ And unless the weather is mil
blackouts are likely in August
¥or obvious reasons, California tsn't
headed for Aslanstyle devastation. But |
ays two factors are par- |

nets and their opponents insist can | tionsBank Co
Piinch-and-Judy hitter intg a bush
Mark MeGwire.

10 emergh
A partiof slow- | kel difo Inf b
Aside frim thelr

ty into your ba
i banks will be less expos:
ophes.

competi:
ame, - pushing
and filling the score.

ﬁ >Kaizen

!7Method by which customer-first philosophy is
‘ pursued by people

*Customer-first philosophy:
Vision to which we strive

‘ j *Kaizen:

Activity of striving toward the vision
b through everyone’s participation in
| making improvements.

Such High Marks
On Quality Surveys

i | Hajime Oba is a Key Coatl
se Auto Maker
1S. Production

(2]
o

TSSC

W.S.J
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Preparations;

Decide Product Line
Organize Team, usually, 6 students
Preparation,;

Finish Good Drawing

Sub assembly drawings
Component drawings
PFMEA

Process Control Plan

Job instruction sheet
Quality check sheet
Machine check sheet
Machine instruction manual
Machine set up manual

Current and past quality defect data

remen

1. Share Current Quality
Assurance Condition

2. Understanding the Flow of
Engineering Document

3. Confirm relationship each
others

4. Establish Qi A Matrix Sheet

5. Review Job Instruction Manual

Product Line

Focus

N JIDOKA

N

Review
Current

t

Quality
Assurance
System

i

[ Why it [ Why it
L happened? \passed?

Establish
QA Line
finever
make defect,
never pass
defect
Quality
Assurance
System




Quallty Instruction
n 26
469

What to do

_——_

TPS

Document Control No. VA411123

Quality Instruction

Initial Issue Date: 300C06T I Line Name

I South Furnace | Operation | Furnace Unload I

SAFETY

Revision Date: initial issue I Machine #

QUALITY

1of 2 | #

| sheet# |

| 411 camlaw

[ Approvals : uiaN

ME gt —=c

: S )

- N
No. Wo(EIements Whal§o do | ey AL alustg B CLITE \
p 3 (Quality - Safety - Knack)
Use both hands (use(evlar
1 VAit for core \ # arm sleeves and%oves) \
Do not reach for gbre

zlﬁemove Cap to tote, \
|

nspect Block

%&‘_‘

Use separate totes for 3 cap Inspect block for
sizes Missing/Unmeltel
oBraze Ring

i
ol

Inspect core for
quality defects

Boundary Sample
Reference Number

Boundary Samples for
Visual Defects

o

ecl from cf side to shield side
t to left).

pect face,r
Dropped €enter

hifted

inforcement

Bowed Core

Reference numbers of specific Areas of

L cesll Flux ° Focus to Inspect for Defects on the Core
If suspect'per posted Boundary Samples.

Placgto NCM cart at right of Unload table.
Rec:ld d'ecl on data collection sheet.

Posted

Bounda!sa les
re

Sp1is
| T

=]
frasyal

Howtodo L

Shield Marker (this
one s for Cell 4)

SHfeld with marker to cart.

First core

has cell marker\2 like shields for one

Shield holder

Shield without marker to tote, use
separate totes for 2 shield sizes.

Corvette:
o2, 139

Delta/Epsilon:
058, 244, 381

Changes om previous version,

Ny

y—




Have you talked about “General Concept”

O The Machine is One of O Can see contact point
Customer with part and fixture

L] One Piece Flow O When you need money to
O Flexible Machine make machine, you have to

O Movable Machine

O Don’t Use the Conveyor
O Conveyor must has the Production department,

Purposes (A-B Control ) because, you have to back
O Quick Change Over this money as machine

O Smaller and Inexpensive Cost ( depreciation cost ).

O Reduce Floor Space

O Don't Leave in Supplier

0 Communicate with

Maintenance Department

O Injury & Ergonomics Issue Free

O Avoid Pollution

O Visual Management

borrow this money from

Have you talked about Standardized Work?
0 Susheabaut-mashineeananl

Lean Engineering

O Narrow Width, Deep Depth Supplier
O Horizontal Light Curtain

O Material Presentation

O Chaku-Chaku-Ka

O Auto Eject, Flow to Next Station by Gravity

O Don't Mix Manual Work and Machine Work

at Same Station

O Gather manual work, separate

rvdroal work and machine work v
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The Toyota Way 2001
Toyot a's

P KPS o)s ¢ p |

J

\/

1. Customer First

A No defect shall be passed to the
customer
SW_ T G> Y woM

A The price is determined by the customer
3sPSWw YQcOBp

A customer s

A Meet
SW ¥ ZTCAK3>2384

exac

2. People are the most valuable resource

A People want to make valuable
contribution to the world
_OGUW p13 KUY" G606 M
A People have limitless capability
OGU®YaM 6GviuoMQP

3. Kaizen (Continuous improvement)

1AyKaizen IS the continuous pursuit to close
the gap between current and true north

¢ pWUKgYPep HIX MaADO
"Hwo T Yapmp

4. Shop floor focus
A Shop floor is where key value -added
activities take place
23 O620MN4Yd B6BYY'HATR
rAd Shop floor is constantly changing.
One must be on the shop floor to
understand the current status
HAY Ny 36o0MQB°
H16 "~ BUBcgcTtWw'HAT
B o WoyYyMI oM
A Input from people on the shop floor is
extremely valuable
HAYX2 Twxop PAEYSGoO

~

r " nmp’




abyY H< Wyl g%)j The Toyota Way 2001 EeKj ©0

N3IBYUQEXO Y 4 fd

Founder 1st RisaburoToyoda 27 KiichirouToyoda 51 EijiToyoda B ShoichiroToyoda 71 TatsurouToyoda 11 Akio Toyoda
SakichiToyoda - . -
A f

HISTORY OF TOYOTA MOTOR | o (\
-‘ Aah Respect Continuous

gihoFujio 1(rh Katsuaki
t

For People Improvement

igeoshingo ”‘ . Founderof Toyota
& ProductionSystem
" ﬂ JIDOKA & JustIn-Time

Eliminate Waste

G
TOYOTA
WAY

200

~ 200

—
L
10 rules i
of the i
business

Teamwork Respect GenchiGenbutsu Kaizen Challenge

~
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Jeffrey Liker-The Toyota Wa$ x
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Good for three sides Business style Human resource development

sellers

Shokoku Sanbutsu Mawashi

leave the hometown and go to
branch office to become an excellent
merchant

Establish a large distribution network nationwide
by distribution mechanism, financing, organization

of information =
~ SocTH NI gt
% Omi merchants sold Kimono, cosmetics, In the fifth year of his
household goods to other provinces, ﬂ!‘) seNiice paMhiited goin £ \
3 purchased local products and take them BaEk to, :is hometo%vn 5 _,{'(
g do, et 172
communlty to Edo,Osaka,etc ’ i
- R Permitted a second
Wholesaler visit to hometown
: i . : : Bant
-,,k NOt °n|y Se”ers and buyers, bUt also the Wh0|e SOClety asa Peddling base for stocking goods Omi merchants who fixed Osechi cuisine, Kazunosco, m A‘Ijlgm(ljed to go home every year
whole was a source of the CSR of the Japanese version, was shipped in a large quantity(not salmon, cod, kelp, herring etc
= . ) retail peddling) The first Nishikawa Denemon also developed crab n! Bekke
— also a common ph||osophy of the Omi merchants. cans and exported to Europe and the United States v GOt oWh Store Those who had no prospects came back home

BN WS LY T
| & Daifuku-cho(Account books)

The family creeds
a purchase books, a sales books, a cashbook

Management philosophy
Integrity and Trust

Integrity and Trust is a common virtue and
fundamental qualification of Omi merchants

Sales and customer
management are important

B/S, P/L

Omi merchant’s double entry system

the Western countries’ double entry system

\ Sanpo-Yoshi:Good for Three Sides

When you peddle to other provinces, you
should consider benefit of all people in those
provinces as well as of your own.

Independent profit system
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