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E*?’FI q{* 8 T ES | work, which will reduce
e T throughput.
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- S IR EF i Sy e Higy prof.|ttlablllty ofla ?ustlnsss |g a
usiness SR RS | - FUSCH R i | positive way. In fact, base
processes are not ¥ 7%1&;5‘ [ 1 j{: %?;” s iﬁ on the Business processes
additive - YR &= | are Dependent principle,
il ;IL it tF*F”“'y* " | what is perceived to be an
R [ A F“ [ SRS improvement in one area will
% often reduce the overall
performance of the system.
Canped FIFO - AL Ak AT ’31; A Pull method that limits WIP
pf anes Hﬁrﬂﬂ UL | R T A LAY (3 | between processes with a
N SRR BerHJ " &4 lﬂ' p Jgr processing sequence of
£l o First-In-First-Out.
, - — e VR EY — s G 5L | A resource or a policy that
L M
Consraint E fﬁﬂ il f[ﬁﬁ%ﬁguﬁ%; to limits the output of a system.
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Customer Lead- A e T FLE Lls‘TU HEET & ot unt
e | EERE | el P oderrceip un prodict
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Customer Process A e Pull System.
Direction of eYFOWAREY ] | - EHESC A 0 % | Ina Push System,
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information and products
flow in the same direction
through the Value Stream. In
a Pull System, information
and products flow in opposite
directions through the Value
Stream.
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The Constraint process in a
Drum Buffer Rope Pull
System. Provides the
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Drum 4 TR E’? £ A4 R34 | cadence or pace which all
r’ﬁﬁ JE:TﬁE.& erﬁgﬁ other processes in the
system follow.
— FE b A Hﬁ’ﬂ ~= | A Pull method that limits WIP
SR ARG (B (Rope) between the
T (A JE Constraint (Drum) and the
Drum Buffer Rope or TR F” [+§J first process in the system. Is
i g AR fifr G BCEL > 2 F%ﬁ designed so that tero is
LR T B esigned so that there is
) _’FX 4 "~ PFIE always some WIP (Buffer)
) S Ak Hﬁrﬂ 7 Fr waiting before the Constraint
H © process.
~ oy | o2 ALY RO A A Processing sequence rule of
s LR Sl . .
FIFO Lane - i Hl - First-In-First-Out.
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Flow gy Fil| 72 B Y % PF”}[ (=3 A | products move continuously
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oA FLé‘a Pg £l [mjnj Card,chip, containgr, or
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System to authorize a
resource to do work.

Lead-time
reduction benefits
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6. Increased sales

7. Improved quality

8. Reduced operating costs

9. Increased capacity and
throughput

10. Reduced invested assets

11. Increased employee
satisfaction (morale)

Lean Cost
Accounting
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Cost accounting,
measurement, and decision
methods that support and
align with Lean
Manufacturing. Will generally
favor decisions that reduce
lead-time and improve cash
flow.
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Manufacturin _ (R g Ik El release of order to
Lead-time (L'?) SUAR I | B & e R * fiY | manufacturing until product
AR ] - is completed and ready for
delivery.
- = [ 2SR | Orders waiting to be started
On-Deck P T in a Pull System.
i Fln 1) | A heing erten er
3 & UL ; I o
Pull System Fib U =t 12 THJ?' ¥ HrE P way. Note - Inventory can be
PR T RLR raw materials, WIP, finished
= rif’riﬁ ’%ﬁ!w ° | goods, efc.
e oy - | A scheduling system where
o ore o B Akl o ?fl E. :
Push System SERAT ke g inventory is not formally
ekl B> B’“Lﬁr“ | limited.
S = {lat R ] » 59 | The number of products
Rate S 512 pﬁhE‘&TE l 0 completed per unit of time.
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e %7 K € %1 Flo pl Replenishment system,
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rootron | PP | gy Ve
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point, a new order is
generated for the Supplying
Process.

Standard fixed quantity of
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o A B Y 2 3R | The WIP limit in @ Drum
Rope . LRSS i” Y- l[ﬂf#ﬁ Buffer Rope Pull System
P i TR irﬂ[i}‘gﬁ [l fiu 7 | between the first process
HIGLETE o and the Constraint.
@l ”JF €7 Pk FE 1] The desired percent of time
R V,ﬁ%éﬂ E? e y that the Supermarket Shelf
Service Level HR5s | i gi Ef;: LR éﬁfgjl will have at least some
Fﬁ} [ & product available for the
Customer Process.
e Single process in a Pull
'* ﬁ 2Ol System where the entire Pull
Single Schedule 0 i_ R} St FIE?E System will be independently
Point = PRERT r;;,L, ;F 9 7 i A= ] {7 | scheduled. Al other
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processes are scheduled by
the Pull System itself.




Single point
schedule location
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The process immediately
after the last Supermarket in
the entire Pull System.

Supermarket
Replenishment
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Pull method where a
Supermarket connects a
Customer Process with a
Supplier Process. For each
part number, a re-order point
and a re-order quantity is
established.
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The physical stocking
location for completed
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Supermarket Shelf Sl eA ?EE Fﬁ#[ﬁfﬁ‘;« ETRPES - product in a Supermarket
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. 82U E Ay F R | Upstream process in a Pull
TR
Supplying Process (H A T System.
s o 5 [t R FETFT S 15| Amount of work completed
Ay l":FU’F”EIF > = 4% | by a system per unit of time.
L r
Throughput | FIF Ty i (44| Typicaly, Throughput =
il :V J,H ) o (Sales — Direct Materials).
A T ﬁg’ ’LH Cost Accounting approach
- B f 3] % Fp & that attempts to gssign costs
Traditional Cost o e s - ”T to products. In this approach,
, [EGRpURY 4 e FT % =4 TS .
Accounting f o J overhead is allocated,
e @I = 2 E‘/Zt Y - - :
5 J‘% usually in proportion to direct
By labor.
The amount of work that is
ﬁ P Y S L | allowed to collect up before
Transfer batch JEFZ g [EAE H £ & A - T | being moved or transferred
[(EErEl o from a Supplier Process to a
Customer Process.
" . The amount of variation in
" o NE Bl A i
Variability in st | i F o E‘t\fi demand from period to
Demand per period [ | g 1&' Ve | (= & | period. This is typically
- £l measured in Standard
Deviations.
1 FJ: I s fﬂj;@ Controls that peoplle can
SO T E‘zﬁ& LS LDy prope?s V|t§ually \(I:\Illlth I;f[tle or
, T i e bt - &g 2 | O instruction or direction.
Visual Controls LA il ERTIE AL L qu ;E | Tyoical oxamples indude
@ ﬁliﬁ 3 EEAT > FE ) jinesiin parking lots, stop
WL EsL o lights, empty shelves, etc.
20k FMH JU(%‘I[ IE Pull method where Work in
WIP Cap U R T 2 i JT Progress is limited across
Ii%‘[#‘ﬁ’{ fﬁ“ ﬁ several processing steps
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(but not specifically limited at




each step).

Work in Progress
(WIP)

Work that has been started,
but is not yet complete.




