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Fundedoy Denmak

The MYPODProjectfocusedon boostingthe competitiveness
of Myanmai@ garment industry by simultaneouslyimproving
industrial productivity and OccupationalHealth and Safety
(OHS)

To transform Myanmar garment factories into responsible,
efficient, and stablesuppliersfor the globalmarketby applying
IndustrialEngineerindlE)and Leanmanufacturingprinciples

TheESAMProjectfocusedon overcomingbarriersto improving
OHSmongSMEsn Myanmar.

To contribute to sustainedgrowth and increasedproductivity
of SMEsin Myanmar simultaneously on improving work
conditions, health, safety, and welfare of employeesat small
andmediumsizedsewingfactories in Myanmar.
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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)

[ cOo ¢ (o ~
Tool gp:03 3qE80dwocevlg)
e e
Tool eo%cac 260Q:3263]

(Mindset) o% &q&s@:&:&q&ﬂeéu

Lean Thinking aﬁooo

0pGc§:03E:03 Customer 320305
§810503:65000: BJ0) CuE:S
00E[MPHo) 0p:e3:0 [gdslonudi

Lean Thinking
(Mindset)

23200000
0
OOUEC
Customer
00 ¢
COMENN:I

326[gm 003 BgC
3'33(\?66&)’)620)‘)
[g8copdad:nb0E03
Waste [gdulooudn




Lean Thinking e\ 326(3360:35: (9) 2

e Customer (66>mM20p0)

C:- 0O c
Customer m 02MUOCVY|COM
2001l

0 C
Improvement (02:00my) Q
0505(9s 3650005
55053 0600E03mE
L el
9D0SCHCOI

o Value (00§62)
%ng)eaoocc:gm
fn i gl e Customer 320000
Simplicity (gsqCsy) O m&@:w%o%:eém:u
33000003 0§:6C2630C
00005§2000I

e Waste (326003209€)
Q C-—C C 0
3C?UC§:OE?) Waste ﬂ&)(\’):ll




Premium Consultant Diagnostic Report
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Post-WWII Japan Toyota Production 1990 Today
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Yangon Garment Factory Transformation
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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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Process 7
Excellence " Eyceed Customer
Expectations i/*
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Strategic
Direction
And Focus

Operational
Excellence

Employee
Involvement

AOperational Excellence can mean
different things to different companies

At is not a set of activities: rather it is a
Mindset of Continuous Improvement

Ao 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
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Source of losses

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

SCMM




é&@ What are Waste, Variability & @%
i Inflexibility? :
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Peviations from Rigidity in system that

drives waste or prevents
fulfilment of customer
requirement$)

standard \Bxcessive use of materials or

condition<2 resources, beyond what is
needed to meet customer
requirement$

L
9o




oY &,
» Wastes Add Costs But Dond Add Value 0

Aworkor useof
resourceghat does
not changethe
physicahatureor
guality of the product
andisavoidableor
unnecessaryo
completethe product

T Exampleproduct
conveyance,
storage,delay,
rework

Elements
of work

Incidental

activity

Aworkthat directlychangeghe
physicahature or quality of
the product¢ Whatthe
customeriswilling to payfor

I Exampleassembly,
processinga custome
requestto depositfunds

Aworkthat doesnot directly
addcustomervalue,but
whichiscurrentlynecessary
to maintainoperations

I Exampledailycheckon
equipment




@ If Not Value-add, it& Waste

Fixing the
problem

Looking for the
tools before

Avalue -added time
T Time spent working directly
on the equipment and

Elements of adding value

work

Awaste
Work or use of resources that
doesnd add any value

Briefing the
crew before the
shift startsé

Aincidental activity

Work that doesnda 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

(o]

% Motion

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

ENE
Waiting 33:
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

\.

E 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

A Handling
A Storage

Sources of Variability

A Skills A Standardization
A Training A Measurement
People Process
(Manpower) (method& machine)

EAN

~N

7

Materials

A Supplier
A Incoming QC

Information

A IT System
A Data Handling

Quality/ Cost

Delivery




