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“Big” JIT (lean production)

 Seeks to eliminate all forms of waste in production
activities.

— “Little” JIT

» Focuses on scheduling goods inventories and
providing service resources.
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Final assembly =

Sub = Subassembly
Fab = Fabrication
= Product being "pulled” to next stage in process
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e /U HERIR 9% (Elimination of Waste

=, b 0T W48 ( Focused Factory Networks )
¢ BEIEOR ( Group Technology )
o PSR (Jidoka, quality at the source )

= 4 JITZER= (Just-in-Time Production )

o BT EP A0 g C Uniform Plant Loading )
o HRAETEHI RS ( Kanban )

o ZEFIAEMY LA I TR] (Minimized Setup
Times)




A. Process-oriented layout by department speciality
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B. Group technology layout with manufacturing cells
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Just-In-Timeit

4

What it Is

e Management philosophy

e “Pull" system through the plant

What It Requires

Employee participation

Industnal engineering/basics
Continuing improvement
Total quality control

Small lot sizes

Source: Adapted from Chris Gopal (of Price Waterhouse), “Notes on JIT.”

What It Does

Attacks waste (time, inventory, scrap)

* Exposes problems and bottlenecks

¢ Achieves streamlined production

What It Assumes

¢ Stable environment

(production linearity)
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Source: This diagram is modeled after the
one used by Hewlett-Packard’s Boise plant

to accomplish its JIT program.

. Design flow process

* | ink operations

* Balance workstation
capacities

* Relayout for flow

* Emphasize preventive
maintenance

* Reduce lot sizes

* Reduce setup/changeover
time

7. Improve product design

« Standard product
configuration

+ Standardize and reduce
number of parts

* Process design with
product design

= Quality expectations

6. Reduce inventory
more
* Look for other areas
» Stores
* Transit
» Carousels
» Conveyors

5. Work with vendors
* Reduce |lead times
= Frequent deliveries
* Project usage
requirements
= Quality
expectations

2. Total quality control
* Worker responsibility
= Measure: SQC
*Enforce compliance
* Fail-safe methods
* Automatic
inspection

Concurrently

solve problems

* Root cause

* Solve permanently

* Team approach

* Line and specialist
responsibility

* Continual education

Measure performance

* Emphasize
improvement
* Track trends

3. Stabilize schedule
» | evel schedule
» Underutilize
capacity
» Establish freeze
windows

. Kanban pull
* Demand pull
* Backflush
* Reduce lot sizes
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oyota Example of Mixed-Model
oduction Cycle In a Japanese
ssembly Plant

Model

Sedan

Hardtop
.I'i"";'l .r::“‘:] on

Sequence: Sedan, hardtop, sedan,

Monthly Daily
Quantity Quantity

5,000 250
2,500 25

[

2,500

wagon, sedan, hardtop, s

Cycle (takt)
Time (minutes)

"-—1-

edan, wagon, etc.
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& Flow of Two Kanbans

¢ Kanban Pull System

— A manual, self-regulating system for controlling the
flow of material. Workers produce only when the
Kanban ahead of them is empty, thereby creating a
“pull” system through the factory.

Production Withdrawal
Kanban
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