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Project: MYPOD (2017-2020],

ESAM 12020 -20211

The MYPOD Project focused on boosting the competitiveness
of Myanmar’s garment industry by simultaneously improving
industrial productivity and Occupational Health and Safety
(OHS).

To transform Myanmar garment factories into responsible,
efficient, and stable suppliers for the global market by applying
Industrial Engineering (IE) and Lean manufacturing principles.

The ESAM Project focused on overcoming barriers to improving
OHS among SMEs in Myanmar.

To contribute to sustained growth and increased productivity
of SMEs in Myanmar simultaneously on improving work
conditions, health, safety, and welfare of employees at small
and medium-sized sewing-factories in Myanmar.
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MENTOR

Supply Chain Management Mentor
Phone +95 9 262605225, +95 9 756971515
E-Mail: supplychainengineeringl9@gmail.com,
amlaml27@gmail.com

Corporate Training & Consultancy Service
For

Industrial Engineering/ Lean Manufacturing/ Logistics and Supply Chain
Management/ Operation Management/ Procurement, Inventory, Warehouse
Management/ Quality Management/ Practical Problem Solving Skill
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*INTRODUCTION TO LEAN MANAGEMENT
*CUSTOMER VALUE & LEAN PRINCIPLES
*‘OPERATIONAL EXCELLENCE
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Introduction to Lean Management
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A Premium Consultant Diagnostic Slide
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Mandalay Filling Line Case Study
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Premium Consultant Diagnostic Report

Lean Thinking (Lean 22609:3263)
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Premium Consultant Diagnostic Report
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Post-WWII Japan Toyota Production 1990 Today
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Yangon Garment Factory Transformation

The Discovery at Gemba
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Customer Value s¢ Lean Principles
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Principle (1): Customer Value o3
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Proof in Action: Yangon Plastic Packaging Factory
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Operational Excellence

-
*

Process 7
Excellence " Eyceed Customer
Expectations i/*
*
*

Strategic
Direction
And Focus

Operational
Excellence

Employee
Involvement

Operational Excellence can mean
different things to different companies

|t IS not a set of activities; rather it Is a
Mindset of Continuous Improvement

*To be long-term sustainable,
operational excellence has to embrace
a culture that enables employees to
stay motivated and empowered




Employees

) Processes
Business

inputs

Performance

Material “ indicators

\WETE]

Source of losses

The way a company manages to set up the business
system and implements the system drives the differentiation

SCMM




gfé%@ What are Waste, Variability & @%
i Inflexibility? :

MMM

‘Deviations from ‘Rigidity in system that

drives waste or prevents
fulfilment of customer
requirements’

stanc!a-rd ) ‘Excessive use of materials or
conditions resources, beyond what is

needed to meet customer
. requirements’
éi%@
38
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Y
» Wastes Add Costs But Don’t Add Value

* Work or use of
resources that does
not change the
physical nature or
guality of the product
and is avoidable or
unnecessary to
complete the product

— Example: product
conveyance,
storage, delay,
rework

&

* Work that directly changes the
physical nature or quality of
the product — What the
customer is willing to pay for

— Example: assembly,
processing a customer’s
request to deposit funds

Elements
of work

Incidental * Work that does not directly

activity add customer value, but
which is currently necessary
to maintain operations

— Example: daily check on
equipment




@ If Not Value-add, it’s Waste

Fixing the
problem

Looking for the
8@' tools before
o getting started..

- Value-added time
—Time spent working directly
on the equipment and

Elements of adding value

work

* Waste
Work or use of resources that
doesn’'t add any value

Briefing the
crew before the
shift starts...

* Incidental activity

Work that doesn’t directly
add value but is necessary
to complete the job




Lean Targets 8 Types of Wastes

S e
Intellect '
Not fully utilizing team skills, not
soliciting ideas from people who
do the work, not transferring
learning

" Overproduction Producing
more volume than needed of a
product/ report or information
nobody uses

N

o
% Motion

Maintenance technicians
walking between machine
and workshop/ searching
for files, extra key strokes

Waiting

Waiting for parts, waiting
for the next process step,
waiting for review or
approval

®

o

) N
Transportation Moving W

raw materials several
times, traveling
between locations,
handoffs, movement of
documents
Y,

o8

ﬁ)efect Products not meeting
quality
standards/incomplete forms,
missing information, errors in '
documents

\.

I
Inventory

High inventory, back logs in
work queues, open projects
or open tickets

| Overprocessing
Producing with higher
specifications than customer wants,
redundant approvals, creating
reports with too much information

4




Overproduction
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Excess Inventory
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Two Additional Sources of Losses: Variability and
Inflexibility

Demand

A
* 7 > Plan vs. Actual

Time

. Custom and
practice
. Configuration
. Capability
. Capacity

. Change-over

> scMM




Environment

Sources of Variability

» Skills « Standardization
« Training * Measurement
People Process
(Manpower) (method & machine)

N
/

Materials Information
mnal_LJ_\/\LD‘
» Supplier * IT System
* Incoming QC » Data Handling

Quality/ Cost

Delivery




Sources of Inflexibility

[Configuration
® Inability of product,

[Custom and practice
* Inability of people
and organization to process or
adapt to changing infrastructure to
customer needs Inflexibility adds cost, respond to changes
in customer demands

but does not increase
value add

I[Changeover

*Slow speed in change Capability
to meet different ® Lack of skills

customer demands [Capacity * Not having the right
technology

® Insufficient capacity
to deliver the desired
volume or mix during
peak

47




Learning to See: Gemba

Gemba means ‘the real place’

* Any location where work is done and value is created

A Gemba walk is where a supervisor or manager goes to the place where
work is done to get more insights into how processes are performed and

to spot potential opportunities for improvement

«Genchi Genbutsu — Go and see 15
GEMBA
*Engage — Understand and ask about issues ossvi @  recoawzz

*Muda — Discover wastes COMMUNICATE

SOLVETHE PROBLEM

*Be Respectful aea

WALK

*Analyze and assess the data you gathered

B scMM




L ean Transformation

Purpose
What problem are we trying to solve?

VALUE-DRIVEN PURPOSE
a situational approach

Process People

i How do we
Wha: dlithedwork PROCESS MANAGEMENT CAPABILITY i "
andhowdowe T YIS N g SYSTEM DEVELOPMENT f ?
improve it? capability
/ Continuous, Wh £ t Sustainable \
practical changes a managemen improvement

to improve system and capability

the Wy leader behaviors n el peaple
q&—i work is done do we need? at all levels (\A}

BASIC THINKING, MINDSET, ASSUMPTIONS

What is our basic thinking?

122017
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Production Line m&el;m
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The 5 Pillars of Workplace Organization




Why 5S?

* Cluttered workplace leads to mistakes, slowdowns, even accidents

 Until workplace is in a clean and organized state, it is difficult to achieve consistently good
results

*5S involves removing unnecessary things, organizing things logically, doing housekeeping
and keeping this cycle going.

* Benefits:
o Higher quality
o Increased productivity
o Greater staff satisfaction
o Safer work environment

18
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Aim of this game

To familiarize with the elements of 55 and how they can really
help.
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SORT

For our first action, we are going to implement 5S in this area.

The first step of this is “Sort” and so we have removed from the
area all the numbers from 50 to 90 which are not needed.

Same rule apply. Strike out numbers 1 to 49 in sequence during
a 20 second shift.
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SET in order

Having achieved some improvement, we now need to move onto

the next step "Set In Order”.

We have installed some racking, and we have organized the

items so that with Number 1 in the
numbers are located from left to rig

pottom left hand corner, the
nt and bottom to top -

examples 1 in the bottom left, 2 int
left.

ne middle, and 3 in the top

Same rules apply 20 second shift, lowest individual score equals

team score etc...
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SHINE

Now to uphold the housekeeping we need to apply “Shine”

Remove all the dirt from workplace.

Same rule apply. Strike out numbers 1 to 49 in sequence during
a 20 second shift.

/8




g 61 2 S R T v

/9




Standardize

Having now made a significant step forward, we must
“Standardize”.

Since we are dealing with numbers 1 to 49 in sequence, it seems
logical to re-organize them in a standard way that makes the
completion of the work task as easy as possible.

This should ensure that everyone is able to complete the task
(and therefore produce a team score of 49)
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Numbers from 1 to 49

2 |34 |s| 6 | 7|8 9] 10
| e |o|u(15]16@ 17]18] 19|20
21| 22 2324|2526 |27 (28| 20| 30
3133334 = 3637 = 39 w
41 42 4311 |45| « |47|48/49
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Visual Management

To show respect for Standards it is necessary to make the “Visual
management” of the area.

Returning to our original work area, we have for this assignment
two numbers missing. We cannot complete the task without
these numbers - so first we have to find them.

Start a clock running and every 20 seconds, tell them how many
“shifts” they have been down looking for the appropriate
numbers.
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SUSTAIN

Now again look at the workplace where we have implemented 5S
and find the missing numbers.
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Numbers from 1 to 49

2 |34 |s| e | 78] 910
| = |=|1|15]1617 19120
21| 22 2324|2526 |27 (28| 20| 30
3133334 = 3637 = 39 w
41 43| |45| + |47|48/49
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