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TRASS

Senior Management Team

TOKAI RIKA GROUP

Total: 700
D/L: 450
Team Leaders: 30

TRRSS Products TOKAI RIKA GROUP
D12(SIR)Revace A05(Kal) produceasy suppsers(usa) . Toyota
* Subaru
* Mazda
s GM
Past Model Service
Outer seatbelt * Toyota
Inner seatbelt
[ Frontside | S . Nissan
D11PFRetractor.import(TRJ) DE(SIR) Retractor lmport(TR.J) D 10Retractorimport(TRJ) RT2 Buckle headr-Import{TR.)
* GM
* Subaru
* Mazda
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TRASS  Timeline & “Lean Journey”

1986 1990 2000 2010 2020 2024

U shaped cells Heijunka post | d
: ztsd Work Chart Acceleration ~ TWILIR
e Muda * Toyota Kata
« Kanban * TR 3E (Kaizen Circle)
* Andon
“The QSS Way” “Necessary Knowledge for Leaders”
+ Page 1in employee handbook - TRJ TPS Group

* Guideline for ethical behavior addressing:
¢ Customers
* Associates (employees)
* Managers
*  Community
* Partners (ownership)

TRASS Qrganization Framework for Cl

Level Responsibilities / Output Toyota Kata
[CI Related]

Top Senior Strategic Direction

Dlrected Management *  Organization Design
* Resource Allocation

* Management Development
Manager * Create KPIs and Achieve Results
* Develop Team
Section Manager  * T/L Development

* ClPlan for Area

Team Leader * Create Standardized Work

Assistant T/L * Train Operators
* Lead Kaizen Teian

Technician * Abnormality Handling

e Change Point Control

* Kaizen Teian

Bottom Operator * Standardized Work . .
Drlven * Kaizen Teian

® 6.0 C O
C 0. 00 O
.0 . OO O
0 0

1. Liker (2004) The Toyota Way
Rother (2010) Toyota Kata

2.
4/9/2024 TPS for Te Lead "Introducti
o B o Robinson & Schroeder (2014) The Idea Driven Organlzatlon
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RQASS
& What is the 3E Activity?

* Self directed small group continuous improvement activity
* different from traditional QC Circle activity
* creativity, non-traditional ideas and viewpoints

* Excellent Colleagues Excellent

* Excellent Workplace Work

e Excellent Work

3E
Activity

Excellent Excellent
Colleagues Workplace

Source: Tokai Rika Co. Ltd., Human Resources Dept. (2005)

2/27/2025 TPS for Team Leaders Module #3 "Kaizen" 9

TRASS
Why do we need the 3E Activity?

It’s important to improve organizational power on a global basis.

* Organizational Power = Problem Solving Ability
* Problem = the gap between current status and ideal status based on vision or strategy

Unless we become the group that is full of creativity and self-directive, otherwise we can’t
survive in the global competition.

If we only do what was ordered, it’s impossible considering from international wage level.

Source: Tokai Rika Co. Ltd., Human Resources Dept. (2005)

2/27/2025 TPS for Team Leaders Module #3 "Kaizen" 10
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TRASS
3E Activity — Tokai Rika Global initiative

* Teams were given working time to meet, discuss, and solve problems
* Presentations to Management — scheduled events

* Corporate wide activity tracking and publicity
* Driven by manager, facilitated by supervisor
* Participation rate was high; Teams were adept at TWI and Kata tools

**Problem identification and selection was inconsistent and varied
**Event based
s Activity ceased with COVID pandemic

Corporate Publication of 3E Activity
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V-ITRQSS Shorictsivhat's Uip Weekiyl2018
i Like us on Facsbooic hifps-liwaw facsbock comfirgssine ) Follow us on Twitter: @TROSSIne

facat of our business and organization.

Latest in 3E News - The Fantastic 4

The Fantastic 4 presentad their 4™ 3 Activity in the D13 area. The targef conaition of F¢1
iz o meet the customer demand of 1254 pes/ahift with 4 associates, a cycle time of 17.2
sec, 0 defects and no overtime.

Through months of kaizen from both teams, F41 was able to mest their tamet but not
consistenty. The team otlsemed that Operator #1 and #2 were performing at 125
seconds. One of

They focused on a fewitems to start:
1. First offl last off olips — muttiple handiing and causing false resets. The team
introduced a new style o cip that was easier to handle and prevent resets.

. Button refiling and handiing. The team implemented an “infout” system to move the
work to the outside of the csll

. ID Iabel handing during changeover — The team trialed treating the labels as any
ather component with the Stocker sefting up labels.

. Mo standard stock route, over stocking and non-value added walking times. They
experimented a sandard route and found that the Stock associate has 25% wasted
time and would be able to handie the extra duties like apphying caution labal,
introducing wabbing by roll, remaving ampty totes etc.

All of these activities reduced Operator #1 to 17sec cycle fime.
Great job Fantastic 4!

Ve Up iy
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Bekre e s labeing system, e bex pick
e St 42 Seoncs G e v B s e oo
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be used on Mhe cungeorr cad and ako deoded b label e

New Label on stock rack
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buids. Afler imgiementing he new labeling system, reset|
decteased. Thi alowed he ATL' o say at B

e opposed o atending siock duties B el befind doe

10 associses ot being awars of Up ang coming Duik|

‘SpRng changes.

We would fie to congratulate the Autobots on reaching their target of 5000 pieces per shift

Thank you for your dedication and efforts in improving produchivity in the D13 Automation area!

Veek arch 05. 2013 304
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We would like fo congratulate Team Restraints on readlmg
their target of zero DCS' for Finished Goods in the wrong

s, location. Thank you for your dedicaion and efforts in
Finished Gond: bex blacking improving productivity in the B15 buckles area. Way to go!
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TRASS
Creating a Cl Culture

* NOT Specialist led Kaizen Events
* “Improvement is [insert name here]’s job.”
* “We only do improvement on special occasions.”

* IS Everyone Everyday
* How to make it part of the daily routine?

through the supervisor (JI, JR, JM)
* Focus in 1940s was output, throughput, efficiency
* New Focus: Continuous Improvement in the context of TPS

* TWI Service — the most effective way to impact factory performance is

TRASS

Goal: Highest Quality, Lowest Cost, Shortest Lead Time

Just-in-Time Jidoka

Continuous Flow Stop and notify
of abnormalities

Takt Time
Separate human
Pull System work and

machine work
‘ {Heijun a i I{
1 11

Toyota Production"System “House.”
Source: WWW-Iean-Org TPS for Team Leaders "Introduction"
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TRASS
Additional Resources

] r/‘\

77 YYVV V

lL NKIN

BANISH WA E---_ DNA of the
1 AND CREATE WEALTH IN: Toyota
] Y JR CORPORATION | Production

N\ o - System

James P. Womack
and Daniel T. Jones

Decoding the

i Authors of 77

1996

1999 HBR

TRASS

2. Identify the The Pathway for every product and service must be simple and direct (Rule 3)
Value Stream

All work shall be highly specified as to its Content, Sequence, Timing, &

3. Make the Value
Outcome (Rule 1)

pursue Perfection under the guidance of a teacher, at the lowest possible level in the
organization (Rule 4)

4/9/2024 TPS for Team Leaders "Introduction”

Cl Culture & Innovation Capability for T/Ls

Lean Thinking DNA of TPS Foundational Topics and Tools

[5 Steps] [4 Rules] Element

1. Specify Value Goals: Highest Quality, Lowest
Cost, Shortest Lead Time

Heijunka * Flow Charts

Stream Flow e TWI-JI
Standardized

4. Let customers Every customer-supplier connection must be direct, and there must be an Work

pull Value through  unambiguous yes-or-no way to send requests and receive responses (Rule 2) or

the system

5. Relentlessly Any improvement must be made in accordance with the Scientific Method, Kaizen . Toyota Kata

18
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TRASS

TPS for Team Leaders

TRASS

Heijunka

“leveling”

5
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TRASS | a3n Production & Lean Thinking

Specify Value (vs waste)
Identify the Value Stream

'-?[.\ \!
Ti'n'iiiNG

Make the Value Stream Flow

system

Let Customers Pull Value through the

~

J

BANISH WASTE

| AND CREATE WEALTH IN/
| YOUR CORPORATION|

P"(P.‘”.N.m

Relentlessly pursue Perfection

James P. Womack
. and Daniel T. Jones
T —— Sine That Changed the World

1996

2/27/2025 TPS for Team Leaders Module #1 "Heijunka"

21

TRASS
What is the Value provided by your process?

*Who is the Customer?
* What do they want?

* How is this being provided currently?

2/27/2025 TPS for Team Leaders Module #1 "Heijunka"

22
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TRASS 1 Specify Value

Value to the finishing line customers is:
One returnable container with a Kanban for 96 pieces containing 2 trays; CRAP
each tray containing 48 pieces of anchor subassembly in orientation
Delivered to the rack in the components storage location

2/27/2025

Example — D13 Anchor Subassembly

d .. ‘“4”‘4» z» z) \ n?» :
g M)‘Mj) )
{ _.)»»}5“" I

EBBING

&
EAR DOWNS

TPS for Team Leaders Module #1 "Heijunka" 23

TRASS 9 |dentify th Value Stream

Exam le— D13 Anchor Subassembly

ﬂu
i

A
ikl

| Qf%wr_;nﬂ

2/27/2025

g

EEboat 1000 SEll |-.§]J|]!‘?l|ﬂ|ﬂl§]|]|:l\ ARG

xxxxxx

[ Finishing Lines ]

TPS for Team Leaders Module #1 "Heijunka" 24
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TRQASS
CS2

TRASS

3. Make the
Value Stream
Flow

Source: Insights on
Why, When, and How
Value-Stream Mapping
is a Vital Part of
Continuous
Improvement. Lean
Enterprise Institute,
2022.

2/27/2025

Comparing Value-Stream and Process Mapping

Value-Stream Mapping (VSM) Process Mapping
Shows the ‘big picture’ + Focuses on a single step or operation
Visualizes system flow from the customer’s +  Visualizes the operation from the worker’s
perspective perspective
Depicts how all processes are linked +  Depicts the series of tasks needed to complete an

Includes both the material and information flow operation

* Includes every action, in detail, of every task

To optimize processes to improve the entire *  Totactically improve a specific operation
value stream, which avoids the risk of

improving a process to the detriment of the

value stream.

To identify where to start and prioritize

improvements

Early in problem investigation +  When you need to analyze a specific point of
concern within the value stream

*  When creating standardized work

2025
Lean
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TRASS
Flowcharts!

A flowchart is a picture of the separate steps of a process in sequential
order, used to:

* Develop an understanding of how a process is done
* Study a process for improvement

* Communicate to others how a process is done or where improvement
opportunity exists

Source: The Quality Toolbox, Second edition. ASQ

27

2/27/2025 TPS for Team Leaders Module #1 "Heijunka"

TRASS
Flowchart Basic Procedure

1. Define the process to be diagrammed

2. Decide on the boundaries
* Where does it start?
* Where does it end?

3. Decide on the level of detail to be included
* This may change and evolve with the exercise

Source: The Quality Toolbox, Second edition. ASQ

2/27/2025 TPS for Team Leaders Module #1 "Heijunka" 28
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TRASS
Examples

1. High-Level Flowchart for an Order-Filling Process

Crodit o] toventory -
rocet chack chack Shipment Biling

Source: The Quality Toolbox, Second edition. ASQ

2. Detailed Flowchart

2/27/2025 TPS for Team Leaders Module #1 "Heijunka"

29

TRASS
Example — CS2

D13 Anchor Subassembly

Flowchart of the cycle to produce
one unit of value

2/27/2025 TPS for T4

Kanban order
to build

flip card &
inspection points.

Install bushing to
anchor & place in tray

YES
Place tray in a box

Return empty boxes
empty location and
retreive new anchors
and bushing boxes
from lineside location

w .
YES

Place tray in a bo, scan
FG kanban & place
complete anchor assy'
box on delivery cart

Deliver to D13
Inventory location

Scan and mail
component PIK & PWK

<P

Return to CS2

Retrieve empty boxes.
and PIKs

30
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TRASS
Measuring Flow

Cycle Time
The amount of time elapsed between entry and exit of a process
Unit of measure: seconds, minutes
Lead Time and Bottlenecks are specific cases of Cycle Times

1.

2. Throughput

*  Output of a production process per unit of time
TH = number of good parts produced / time to produce
Unit of measure: pieces per hour, pieces per minute

3. Yield

* Ratio of good product produced
* Y =#of good parts produced / (# of good parts produced + scrap)
* Unit of measure : percentage
2/27/2025 TPS for Team Leaders Module #1 "Heijunka" 31
Example — CS2
D13 Anchor Subassembly
Flowchart of the cycle to produce R o o
one unit of value | e °
|
BRG]
2/27/2025 TPS for T4 c{gnk\:?{aa:;f;:r‘a;%v‘ Te#L" A S 32
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TRASS
Example — CS2 :

D13 Anchor Subassembly

CT,=
2+10+5+4(48)+2+4(48)+2+5+35+5+35
=485 seconds

Scan and mail
component PIK & PWK I

YES

CT,=
2+4(48)+2+4(48)+2+5+35+5+35 4 [
=470 seconds

Wgt. Avg. CT.=[CT, +3(CT,)]/4
=474 seconds or 7.9 minutes (per box)

Throughput = 7.6 boxes per hour 3

Retur to Cs2
Yield = 100% No 013 35

2/27/2025

33

TRASS
4. Let customers pull value through the system

Heijunka — “levelized production”

1. TAKT
* Beat, pulse, rhythm, cadence

* The maximum allowable time to produce each product to meet customer
demand in a scheduled working period

*  TAKT = Available working time in period / demand within the period
* Unit of measure: seconds per piece, minutes per piece

* Takt time depends on Customer Demand and planned working time
within the same period.

* Takt time is independent of process specifics

2/27/2025 TPS for Team Leaders Module #1 "Heijunka" 34
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TRASS
Example — CS2

D13 Anchor Subassembly

2/27/2025

TPS for T4

Kanban order

to build

changes flip card &
inspection points.

the w
station?

S
Install bushing to
anchor & place in tray

Return empty boxes
empty location and
retreive new anchors
and bushing boxes
from lineside location

Scan and mail
component PIK & PWK [

Yes
Place tray in a box
NO

YES

Place tray in a box, scan
FG kanban & place
complete anchor assy’
box on delivery cart

Deliver to D13
Inventory location

Retrieve empty boxes
and PIks

35

TRASS
Example — CS2

D13 Anchor Subassembly

changes flip card &
2 tion points.

C.T.ya =474 s or 7.9 minutes (per box)

Calculate Takt Time
Customer Demand = 14,000 pcs per day
(2 shifts/day)

Demand = 7,000/shift or 73 boxes /shift
Working Time = 437 minutes per shift

Takt Time = 437 min / 73 boxes
= 6 minutes (per box)

YES
Place tray in a box
2

2/27/2025

TPS for T4

Kanban order
to build

Install bushing to
anchor & place in tray

5
x1/4

NO empty location and Scan and mail
By etreive new anchors component PIK & PWK
and bushing boxes.

from lineside location

Return empty boxes

@ )
NO
x2
YES 35 5

Place tray in a bo, scan
FG kanban & place
complete anchor assy'
box on delivery cart

Deliver to D13 Retrieve empty boxes
Inventory location and PIKs

36
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TRASS

Group Exercise
What is the problem?
How to address?

TRASS
Heijunka — Takt and Flow relationships

= 25 Takt Time
1
o
<
0,
B 20 132f’ 3 min
o -
%) _ -
g _ 100%
ccn> 15 _- - 4 min
Cd
5 ~ Cd -
2 10 = 6 min
Ed - 66%
o rd
< 5 12
= m
0
2
2/27/2
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TRASS
On line

TRASS

Standardized Work

Defining Normal — a mental model of what is supposed to be happening

Smooth flow to takt time
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TRASS
Decoding the DNA of TPS

[ Rule 1: All work shall be highly specified as
content, sequence, timing, and outcome.

\_ must be simple and direct.

to

Rule 2: Every customer-supplier connection must be

direct, and there must be an unambiguous yes-or-no
way to send requests and receive responses.

Rule 3: The pathway for every product and service

~

/

Rule 4: Any improvement must be made in

the organization.

accordance with the scientific method, under the
guidance of a teacher, at the lowest possible level in

TPS for Team Leaders Module #2 "Standardized Work"

1999 HBR

41

TRASS

Creating Standardized Work = Defining “Normal”

Cell # or Area:

Operati

TRASS )ob Instruction Breakdown Sheet

Rev.

&

Tools and Materials:

Purpose:

Important Steps

2/27/2025 TPS for Jeam Leaders Module #2 "Stand

rdized Work"

42
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TRASS

Process Name: | Anchor assy’ Standardized Work Chart Date:| 91242024

[ Scope of Operation [From: CS2 [To: Finishi |

Component

storage

Sl D13
Common

D13 Finishing lines

["Quality Check | Safety Precaution | Standard WIP | Demand / Shift | Tekt Time | Pc/t | #of Operators |
\ \ S \ [ 705 [ s72 [ a1z | 2 |
2/27/2025 TPS for Team Leaders Module #2 "Standardized Work" 43

TMREASS —_—
to build
Exa I I I | e Cj ; ; changes flip card &
2 inspection points.

D13 Anchor Subassembly

5

x1/4

NO empty location and Scan and mail
S retreive new anchors component PIK & PWK
and bushing boxes

from lineside location

Return empty boxes

CT,=
2+10+5+4(48)+2+4(48)+2+5+35+5+35
=485 seconds

CT,=
2+4(48)+2+4(48)+2+5+35+5+35 4 [
=470 seconds

Wegt. Avg. CT.=[CT, +3(CT,)]/4
=474 seconds or 7.9 minutes (per box)

Throughput = 7.6 boxes per hour 2 - ﬂ

Return to CS2
Yield = 100% NO e 35
x2
YES 35 5

5 Place tray in a box, scan Deliver to D13 Retrieve empty boxes
FG kanban & place Inventory location and PIKs
2/27/2025 REEREIRE  complete anchor assy’ 44

box on delivery cart
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2/27/2025

TRQASS 55 _\What Comes to Mind?

45

2/27/2025

TRASS | ost in Translation

In Japanese...

1. Seiri

2. Seiton
3. Seiso

4. Seiketsu
5. Shitsuke

“2S Needs to Improve!”

In English...

1. Sort .
2. Straighten organize

4. Standardize
5. Sustain

TPS for Team Leaders Module #2 "Standardized Work" 46
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TRASS j5_ A Specific Kind of Organizing Before Cleaning

1. SORT

“‘Required” == @

Seldom

2\STRAIGHTEN

“‘NOT
Required”
‘ “Operator as
Surgeon”
2/27/2025 TPS for Teal 47
TRASS g condition & Standardized Work

Ve, N & ™
A 4 < 4

1. 2S Condition is a reflection of Standardized Work

2. To maintain good 2S, Focus on Standardized Work!
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TRASS

Kaizen

Continuous Improvement

TREASS | ean Production & Lean Thinking

Specify Value (vs waste)
Identify the Value Stream
Make the Value Stream Flow

Let Customers Pull Value through the
system

EAN

Yv VYVY

THINKING

P wnN PR

FAND ¢ A N 5. Relentlessly pursue Perfection

YOUR CORPORATION
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TRASS Decoding the DNA of TPS

Rule 1: All work shall be highly specified as to
content, sequence, timing, and outcome.

Rule 2: Every customer-supplier connection must be
direct, and there must be an unambiguous yes-or-no
way to send requests and receive responses.

1999 HBR

Rule 3: The pathway for every product and service
must be simple and direct.

Rule 4: Any improvement must be made in
accordance with the scientific method, under the

MANAGING PEOPLE FOR

guidance of a teacher, at the lowest possible level in A

AND SUPERIOR RESULTS
the organization.

2/27/2025 TPS for Team Leaders Module #3 "Kaizen"
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2010

TRARSS
THE 4-STEPS OF THE
IMPROVEMENT KATA
MODEL
your Next
Target
Condition

Conduct Experiments
to get there

Current
Condition

The model we used to explain our findings resembles other creative and scientific models, such as:
Systems thinking, critical thinking, learning organization, design thinking, creative thinking,
solution-focused practice, preferred futuring, skills of inquiry, evidence-based learning

Source: Mike Rother (2015) The Challenge of Developing Lean Management
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TRASS , .
Kata = Practice Routine

A

1
4

Al

<

HING K

1
4

The Five Questions

1) What is the Target Condition?
2) What is the Actual Condition now?

{Turn Card Qver) ==-=-=====-==----2>
3) What Obstacles do you think are preventing
you from reaching the target condition?

Which *one* are you addressing now?
4) What is your Next Step?
(Next experiment) What do you expect?

Reflect on the Last Step Taken

Because you don't actually know
what the result of a step will be!

1) What did you plan as your
Last Step?

2) What did you Expect?
3) What Actually Happened?
4) What did you Learn?

S A — —_—
Return to question 3

5) How quickly can we find out what we
Have Learned from taking that step?

OAC

1
A

(

“You'll often work on the same obstacle with several experiments

MANAGING PEOPLE FOR

IMPROVEMENT, ADAPTIVENESS,
SUPERIOR RESULTS

Source: Rother (2010) Toyota Kata

TPS for Team Leaders Module #3 "Kaizen"

2/27/2025

THE DICE EXPERIMENT

* I'll roll a die three (3) times and sum the numbers.
* The sum will be a number between 3 and 18.

®
0...
\ "® 7
(A 4

\/s

Before I roll, please write down:
What will be the sum of the 3 rolls?

Source: Mike Rother (2015) The Challenge of Developing Lean Management
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TRASS

Histogram for sum of 3 dice

30

: .II‘||||||‘||II.
1 2 3 4 5 6 7 8

10 11 12 13 14 15 16 17 18 19 20

Sum

N
(%3]

N
o

=
o

Number of possible occurrances
[
u

(%3]

TRARSS
QUESTION #2

2,4,6,8,10,12, ?

What will be the next number in this series?
Please write down your answer

Source: Mike Rother (2015) The Challenge of Developing Lean Management
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TRQARSS
ANSWER

2,4,6,8,10,1

Those of you who wrote down
the incorrect number...

How do you feel this time?

Source: Mike Rother (2015) The Challenge of Developing Lean Management
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TRARSS
The Improvement Kata 1

Four steps for achieving goals p
the
Challenge

N
Eciablich @
ﬁwr Ha
arg

Condition

* Highest Quality
* Lowest Cost
e Shortest Lead Time

EvampLe

[ T Standardized Work Chart [ o] 2007 ]
Cell F22

[Scope of Operation [From: o [fo: _fo ]

4, Experiments
Toward the Targst Condition

I
0 S TPS for Team Leaders M&QG
[PC Board - Front side] [QC Board - Back side] =
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TRASS Purpose = Supervisor led Non event based Cl!

TRGASS Job Instruction Breakdown Sheet

A swtcnon

;ﬂ The Five Questions
PR 1) Whatis the Target Condition? —
Wl 2) What is the Actual Condition now?
% ============ (Turn Card Over) -~ .
[@8 3) What Obstacles do you think are preventing
o you from reaching the target condition?
= Which *one* are you addressing now?
S50 ) What is your Next Step? ! . o over [REm—— \ correcterenaton
[ @B  (Nextexperimeny) What do you expect? I St d d
B 5 o qacy o e d oo it o mprove anaaraize
@) Have Learned from taking that step? sesen
o

The Improvement Kata

Four steps for achieving goals s

Loxsomagan
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TRASS  rirst Trial...

Sun Mon Tue Wed Thu Fri Sat
1 2 3 4 5 6
7 8 9 | 12 | - 12 13
Classroom Classroom Classroom
Week #1 Session 1- SW Session 2 - Session 3 -
iiunka Kaizen

14 15 16 17 18 19 20
Week #2 l Document process, identify opportunity, next target, ¢xperiment

21 22 23 24 25 2 2

Feedback

Week #3 l < Presentations find Peer Review - Friday!

28 29 30
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TRASS Second Trial...

| sun_| Mon | Tue | Wed | Thu | Fri | sat |
22 23 24 25 26 27 28

Group 1-1 | ical assi |
Heijunka Practical assignment #1
29 30 1 2 3 4 5
Group 1-2
Standardized | Practical assighment #2 | <
Work S
(@]
6 7 8 9 10 12 12 o
Group 1-3 Group 2-1 Practical assignment #3 | a
Kaizen Heijunka e}
13 14 15 16 17 18 19 o
Group 2-2
SW
20 21 22 23 24 25 26
Group 2-3
Kaizen
27 28 29 31 1 2 3
TRARSS
Conclusions / Takeaways
1. Strategic Purpose is to develop:
o An organizational capability of problem solving and adaptability
o A culture of Continuous Improvement and Learning
o  An environment for future innovation
- We need to constantly identify and be working on the right problems!
2. Develop TPS Foundational elements at T/L level — in order
1. Heijunka
2. Standardized Work
3. Kaizen
3. To understand Heijunka, Focus on FLOW
1. ALLwork is a process; all processes must flow
2. Process flow can be depicted by a Flow Chart
* Flow can be measured and quantified
* Heijunka — compare required flow with actual flow
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TRASS
Lessons learned — scalable Problem Solving

* Flow charts provide Team Leaders with a mental model for what is
supposed to be happening
* Easy to see problems
* Identify Standardized Work requirements
* Facilitate Root Cause Analysis — what isn’t happening, and why?
* Understand current condition — what could be better? How?

* Flow charts depict logic systems
* TPS — Yes/No unambiguity
* Machine Controls

TRASS
Questions and Discussion
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