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Gap Assessment Overall Summary
&) of
Location: H 3 Attainment
ﬂ l. Flow Manufacturing 2.9
| Site Planning 2.5
Value Stream Mapping 3
Gap Assessment 2.8
Manufacturing is Organized by Value Streams 3.2
Total Product Cycle Time (TPc/t) 2.4
Takt Time 3.5
Flow Improvement (Value Stream Segment) 3.5
Process Synchronization 2.6
Il. Employee Environment and Involvement 3.0
Beliefs and Values 3.2
Plant -wide Communication Plan 3
Plant-wide Health & Safety Policy, Awareness, and Culture Change 2.8
Education & Training 3
Cross-Functions/Multi-Skills/Certification 2.7
Recognition System 3.6
Suggestion System 3
Natural Work Group Structure & Support 2.8
People Focused Practices Workshop/Natural Workgroup Ownership 3
s S —_ —_
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Lean Manufacturing ¥ 3 7T S R BR AT

Gap Assessment Summary Graph

3.1

I. Flow Il. Employee ll. Workplace IV. Quality V. Operational VI. Material Plant Summary
Manufacturing Environment and Organization Availability Movement
Involvement
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Site Planning

TnebFETrAd  Maderipd Pedivery,

Value Strﬁam Ma g@l g
Designated Storage

%urlng is organized by value

Total Product Time (TPC/t)
Takt Time

Plan For Every Part
Pull System

Container Right Sizing & Supporting the
Operator

Flow Manufacturing

Building to Plan Process Synchronization

Shipping to Schedule Beliefs & Values

Emergency Response System Plant Wide Communication Plan

Planned Maintenance System Safety & Health

Spare Parts Education&Training

Milti-Skills Certification

Recognition System

Production Reporting Suggestion System

anding & Continuous Improvement Natural Work Group Structure & B

Measurement and Feedback People Focus Practise

Warranty Improvement Workplace Organization

Detect, Solve & Prevent Quality Problems Visual Control
Inspection & Test Address System - Current

Process Capability Parts Presentation Goal

Plant Communication Center

Qualifyeredadpsmphion Center

Measurement System Analysi

Qbhabest sle'g%e&%afmments —e—1level 4
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DMS Element(DMS Z %) : Flow Specific Gap Analysis Item(s) / ¥ 4# F Ii: Total Product Cycle
Manufacturing Time(TPcl/t)

Identify & Analyze Plan & Implement Evaluate
What do we need to do to close the gap? Who? When? Where? Status?

Current level: 2

1.Chart TPc/t for all Value Stream and

IE, 28 Dec 01 | Producti | To reach level 2.5
update monthly. Oowen on, Mfg
) NWG 11 Jan 02 | fl T h level 3

2. Train all NWG members to an oor . O reachfeve

derstand TPc/t and invol membe Producti
understan c/t and involve r on, Mfg

o ) floor,

3.reducing inventory from raw material PC&L

to finish goods in the pilot area.
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DMS Element(DMS % %) : Workplace Specific Gap Analysis Item(s) / PF fli + Jii: Address System
Organization
Identify & Analyze Plan & Implement Evaluate
What do we need to do to close the gap? Who? When? Where? Status?
Current level: 1.5
1. Define the plant address system plan, IE, 28 Dec 01 | Mfg. To reach level 2
including workshop and Warehouse. NWG Floor
member
2. start implementation and training, let 18 Jan 02 To reach level 3
whole NWG understand the system. IE, Mfg.
NWG Floor
3. compartmentalize the address of plant, [ member | 29 Feb 02 To reach level 3.5
make sure the address of every work station,
Storage area, Supermarket Racks, IE, Mfg. floor
NWG
member
By : Date:
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