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We are in the midst of the toughest economical times
that most of us have ever seen!

Only the organizations that are working smart and
efficiently will survive in this environment!

We MUST become LEAN!

Toaconic
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Lean manufacturing or lean production, which is often

known simply asl'ean", is the practice of a theory

of production thatonsiders the expenditure of
resources for any means other than the creation of
value for the presumed customer to be wastand
thus a target for elimination. Lean manufacturing is a
generic process management philosophy derived
mostly from the Toyota Production SystéiPS). It

IS renowned for its focus on reduction of muda (the
Japanese word for waste) in order to improve overall
customer valug(Wikepedia)



Whe:t is “Leen”? e

Lean Is a disciplined approach that relies on the
Individuals who do the work (i.e. care for animals,
sterilize materials, take orders, wash cages, etc.) to
identify the source of waste and provide ideas on hoy
the operations can be changed to work more
efficiently and deliver more value to our customers
(internal or external).

Only a small fraction of the steps we carry out actually
create the value the customer is willing to pay for, the
rest is muda or newalue adding (NVA).



Wile:t is “Les Efse

Lean iISNOT a one time event or program!

Lean I s a stra
| mMmprovemento
organization.

Continuous improvement is attained by utilizing the
Lean tool kit to identify and eliminate naralue
adding activities (waste)!
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A Quality
I For every norvalue adding (NVA) step removed, you remove an opportunity
for an error!

A Customer Satisfaction

i Elimination of errors that cause delays, study errors, and missed shipments wi
improve the ability to deliver quality products and services to your customers.

A Process Efficiency

i Process flows will be mapped, evaluated and improved where appropriate
which will improve operational efficiency and asset utilization.

A Employee Morale and Engagement

I Removes organizational barriers.
I Staff creativity and ideas are valued.

A Value Creation

i Reduction of NVA activities helps control costs and increases competitive
advantage.
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Value Creation

Process Efficiency
Employee Morale
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Generally, a 10 -15% reduction in direct cost can be realized
from a well executed Lean initiative within the 1 st 6 months.

The initial cost reductions are generally perpetual in nature
and will repeat year over year.

A continuous improvement/Lean program should provide
@3-5% reduction of direct cost on a annual basis.

Many Lean programs evolve into Lean Six Sigma.

The overall long -term benefit is the conversion of the
organization into having a fAcont.
philosophy.



ldentify and Eliminate NVA (Waste)

Seven Sources of Waste

Transportation (moving material/product from one place to another

I
I Inventory (material/product/information waiting to be processed)
I Motion (excess movement and/or poor ergonomics)

:
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|
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Waiting (delays caused by shortages, approvals, downtime)

I Over production (producing more than is needed)
I Over processing (adding more value than the customer is paying fi
" Defects/Rework (doing the same job/task more than once)

Note: Another waste is: People (untapped and/or misused resources)
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|dentifies NVA

A graphical representation of a process flow identifying
the steps of the process.

Typical Order Fulfillment Process
Sales ] Warehousing

Transportation

. ustomer Receivgs
Ship Order H Order 'i
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The primary goal is to reduce cycle time while imroving
qguality by reducing complexity!

A For each activity, step, ACC Ly Tasis
or task in the process,
classify it as: Negesszty' to
. Ploeuee Ouipui?
I Customer Value Add
T Business Value Add COhtRPUENO D CONtRPUERORNHE

customel Neeos?: 1 Blsiness Qs sy

T Non-Value Add

A Brainstorm ways to:

T Eliminate Non-Value Add
activities (tvpically 80+% of the

Cycle Time reduction ) y v
opportunity) Velle Ao BUSIHESIAVallE Add N Velue Aoe

I Optimize Customer Value
Add activities

I Reduce Business Value Add
activities

Yes Yes No




SWiny Eahe-Mab

Use for large, complex processes when:

A Multiple departments/functions are involved, including outside the organizat
A Sequence and time of processes is important (as in cycle time reduction).
A Can show information and service flows if needed.

A Top lane is typically process customer.
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|dentifies NVA

VSM is a road map for an organizat.
used to analyze the flow of materials and information
currently required to bring a product or service to a
consumer. At Toyota, where the technique originated, it is
known as "Material and Information Flow Mapping. The
primary difference between Process Mapping is the added
element of the timeline.
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ldentifies Wasted Motion or Transportation

A graphical aid used to detail the actual physical flow and distanc
Involved in a work process. Processes that have not been
streamlined frequently are poorly laid out with work/product
taking a path through the work area that looks like a mass of
cooked spaghetti!

I create a scale map of a work station or work process.

I draw a line from the initial point of work to the next step, then the
third step, and so on until the work/product exits the work area

I Examine the resulting chart for areas where improvements can be
made

I physically relocate work steps so that work/product does not backtrack
at any point and proceeds in a linear fashion.




