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That is the emphasis of Six Sigma for Operators, by Roderick Munro, which is specially designed to introduce the
concepts of Six Sigma to the shop operators. Written specifically to be used daily by the workers on the shop floor, Six
Sigma for Operators provides a very basic introduction to the Six Sigma process.

Snee, Roger Cover copy for: To achieve these results in your organization, start right here. This book
addresses every facet of deploying andsustaining Six Sigma beyond the factory floor: Drawing on new case
studies, renowned practitioners Ronald Snee and Roger Hoerl cover up-front planning andstrategy With their
help, scores of world-class enterprises have delivered on thepromise of Six Sigma. With this book, you can,
too. Cover design by Nina Scuderi logo Text printed onrecycled paper www ft-ph. He hasimplemented Six
Sigma in a wide range of GE processes, ranging from corporateaudit to delinquent credit card tracking.
Thomson Learning, , an innovative guide to the strategic use ofdata and statistics in solving business
problems. Six Sigma Beyond the Factory Floor: Hoerl There are dozens of books on implementing Six Sigma
inmanufacturing. Or supply chain management? Or the nonprofit sector? One book focuses on your needs:
World-renowned Six Sigmapractitioners Ronald D. Snee and Roger W. Hoerl cover every level of Six
Sigmaimplementation in nonmanufacturing environments: Throughout, theyilluminate key concepts with case
studies from a wide range of businesses andfunctions. Drawing on their unsurpassed consulting experience,
they systematicallyidentify hurdles to success - and best practices for overcoming them. Using a proven Six
Sigma deployment roadmap fornonmanufacturing organizationsPlanningstrategies, execution tactics,
customized metho
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The almost year-old H. Starck knows a thing or two about achieving the right mix. The company supplies
specialty metal products for high-technology applications, such as smart phones, LEDs and implantable
defibrillators. To transform refractory metal ore into high-performing metal powders and then into everyday
products requires a special approach to the ingredients. The company has applied that same attentiveness to
the ingredients and mix of its continuous improvement program. Starck With almost 3, employees worldwide,
H. Starck supplies technology metals and advanced ceramics, engineered as powder or fabricated products.
They take refractory metals with unique properties, such as Tungsten, Tantalum and Rhenium, and process
them for applications in many industries, from healthcare to electronics. Headquartered in Munich, the
company has 12 manufacturing facilities located in Europe, North America and Asia. Starck has engaged and
empowered employees on the shop floor, bringing about a culture shift and improvements in customer
satisfaction , product quality, on-time delivery and operational profitability. In just three years, FPR has
already achieved a 77 percent reduction in cost of non-quality. Concepts like KPIs, value streams , throughput
and measurement systems are now common knowledge among a large part of the workforce, and the results
have not gone unnoticed. Through six facilities worldwide, FPR takes high-tech metals, such as Tungsten and
Tantalum, and produces products that are used in many industries, including electronics, healthcare and
defense. Weigel and Barnhill are responsible for training, support and audits. For many successful continuous
improvement programs, support starts at the top. Confroy had previously been a senior operations executive at
industrial conglomerate Textron and was involved with the continuous improvement program there. Textron
launched a major Six Sigma initiative in With top-down support , the company trained thousands of Belts and
has seen significant success with their deployment. When he joined H. Starck in , Confroy brought the
concepts of continuous improvement with him. First, the team introduced Lean to plant managers with a
two-hour training session. Those concepts of Lean were supplemented by the theory of constraints TOC â€” a
management philosophy aimed at improving throughput and reducing operating capital. Next, the team
introduced Six Sigma. At first, most employees did not know what Lean and Six Sigma were. The goal was to
train everyone on some basic continuous improvement concepts so they could see for themselves how
powerful the tools and methods are. Training started with the Lean tool 5S sort, straighten, shine, standardize,
sustain at all facilities. Through a comprehensive 5S audit system, employees identify the areas that most
needed improvement and focus on those. For example, one such area was Tungsten machining. A resulting
Kaizen concentrated meeting designed to bring about rapid change led to the relocation of 13 pieces of
equipment and removal of 4 others, which successfully improved product flow and increased throughput.
Example of 5S Audit System Click to Enlarge Part of the detailed dive into Lean meant training everyone in
the plants so they were all talking the same language, Barnhill said. By going through a Lean manufacturing
simulation, employees learned about throughput inventory issues, single-piece flow, pieces per hour and so on.
After Lean training began, the team launched the first wave of Green Belt training in April In addition to the
two weeks of coursework, which is completed over two consecutive months, candidates must pass a test and
complete a project to practically apply the tools they have learned. In addition, there is a dedicated Black Belt
at each of the facilities. Their deployment model â€” the core team members with embedded Belts in the
plants â€” works well for H. An important reason is because of the support from upper management. Company
leaders manage with data â€” KPIs are reviewed monthly and key financial metrics are reviewed weekly â€”
and they make sure their support is visible. Confroy not only comes to each Green Belt wave to kick off the
training, but he also goes to reportouts for Lean events. Their commitment to the methodologies and the
program has been instrumental in the progress they have seen so far. We make storyboards that we make
visible in the plant. At first, Barnhill explained, plant managers had to do two Lean projects a month; now they
want to do more than that. For example, when they walk by a piece of paper on the shop floor, they not only
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pick it up but question where it came from. They challenge the status quo and look for opportunities to
improve. A Black Belt program, run internally. He will lead the training, along with Weigel, who is currently
in Master Black Belt training. Starck, the right mix of continuous improvement methodologies built a strong
basis for the program. But perhaps the most important ingredients for growth have been the support and
accountability built into the program. Those elements drive expectations and results, Barnhill said, not simply
qualitatively, but quantitatively. And that is how to succeed. This article features selected highlights of a
corporate leadership profile of H.
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Six Sigma for the Shop Floor will explain the principles to the operators, and help map the problem-solving activities
leading to Six Sigma projects. An excellent, concise presentation of key elements in Quality Control that generate cost
savings without the mystery.

The quest for efficiency in manufacturing Oracle , in cooperation with the Economist Intelligence Unit Tags:
But some corporate lingo stands for more than a passing fad. Six Sigma, the quality-assurance principles that
are often paired with lean efforts, is another. The principles and techniques that the two terms encompass have
been shown to deliver impressive bottom-line results in industrial manufacturing. To be sure, the taint of
best-seller management slogans lingers over lean and Six Sigma, leading many executives to dismiss the terms
as mere jargon or consultancy buzzwords. This thing is real. Production is driven by real customer orders,
rather than forecasts that anticipate market demand. Six Sigma, by contrast, is oriented to improving product
quality and consistency by reducing the flaws that occur in manufacturing. For many manufacturers, linking
lean with Six Sigma is a perfect marriage, providing the tools needed to meet real demand with high-quality
products in the shortest time possible. A few divisions of U. After years of working with lean and Six Sigma
principles, many companies realize that, to continue improving, they need to get suppliers and even customers
involved â€” such as happened with Toyota. But the beauty of lean manufacturing is its focus on continuous
improvement, and, thus, on a steady flow of benefits. The most advanced users of the two techniques expand
the concept well beyond the manufacturing process, and apply them to every corporate activity, even
communications and processes involving suppliers. Many companies initially look to lean methods as a means
to reduce manufacturing costs. But lean veterans warn that focusing solely on costs is shortsighted. The
savings come, to be sure, but an exclusive focus on cost reduction can leave a manufacturer with unsustainable
improvements. A healthier approach is to treat lean as a stimulus to growth. Rather than laying off factory
staff as processes have become more efficient, the firm has expanded its product line to include doors. In fact,
companies that have adopted the lean approach often find that their market share increases because quality and
lead-time improvements give them powerful competitive advantages. Carrying inventory costs a company in
warehouse space, constrained capital and potential handling damage. Excessive inventory also slows down the
manufacturing process and becomes a drag on lead times while reducing needed agility. Companies making
smaller product batches are also more likely to spot and easily repair defects without disrupting production
cycles. At Pella, as soon as the window maker began lean manufacturing in , manufacturing costs dropped,
inventory shrunk and there was more available space on the shop floor. Through tireless elimination of waste
in production, dedicated lean practitioners such as Emerson, Pella, Toyota and controls and tools maker
Danaher are able to manufacture products more quickly. Customer orders can enter the manufacturing process
sooner, without having to wait for a planned lot, and materials progress through the production process faster,
without waiting in lengthy queues at each workstation. That flexibility is key in many industries today â€”
from home appliances to large industrial equipment â€” where product life cycles are shrinking. As with all
change, achieving a transformation to lean manufacturing takes hard work, inspired leadership and
indefatigable dedication. A first challenge is to move beyond slogans to deeds, and actually implement lean
principles. Only half the companies that say they are adopting lean and Six Sigma principles are actually doing
so, estimates Sharma. If a manufacturer turns its inventory only six times a year, or once every two months,
the firm can hardly be called lean. Companies committed to lean methods are more likely to have an inventory
turn of 10 or higher. Corporate inertia is another obstacle, particularly where shop-floor personnel cling to
traditional notions learned early in their careers. After decades of getting the most production possible out of
all machinery, workers have a hard time understanding how much a company loses when it produces products
for which there is no demand. There are conceptual challenges for management as well. Managers need to
understand that the old measures of success â€” efficiency and utilization â€” have been supplanted by agility,
increased inventory turns and reduced cycle times, along with top quality. The measures needed to effect this
change in mind-set can upset many longstanding processes, including performance reviews and pay rates, and
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raise strong emotions. Adequate resources must be allocated to train employees, and resolve is also necessary
to push through reorganization in production processes and inventory management. Using technology to get
lean A final challenge comes in employing technology to create a rapid and efficient flow of information
between all the parties in a supply chain. IT allows lean manufacturers to stay in sync with suppliers, says
Parker, while helping to tackle the unwieldy challenges of modeling, calibrating, operating and improving
manufacturing. Especially at large organizations, where so many departments, plants and subsidiaries need to
operate together to achieve a common goal, technology can help to keep everyone moving in step with, for
example, flow scheduling. Corporate business systems need to be flexible enough to allow the data flow to
map closely to business processes; otherwise, errors and inefficiencies can creep in. If information cannot be
captured accurately for such scenarios, the results may be distorted or completely useless. Advanced
technology systems now include multiple business process flows that enable companies to run such tests.
First, an emphasis on simplicity means that the adoption of lean methods does not necessarily entail higher IT
spending. Lean manufacturing aims to reduce transactions to a minimum, so it can eliminate needless
transactions that raise reporting and labor costs â€” without adding value. Using technology as a panacea gets
a lot of companies into trouble. After watching an American assembly plant build cars in a more efficient way
than they used at home, two Japanese executives developed the Toyota Production System TPS. This
approach propelled Toyota from a modest domestic firm to a global car giant. Indeed, while much of the car
industry has suffered from a lackluster economy, Toyota saw its net income increase So in the s, Yoshiki
Iwata and other lean pioneers from Toyota created Shingijutsu, a consulting company with the mission of
bringing the TPS gospel to outside firms. In the years since TPS was developed, lean principles have
expanded beyond Japanese car making to other industries and around the globe. Industry segments where
margins are very thin, such as automotive and industrials, lead the way. Six Sigma is often paired with Lean
principles in manufacturing efforts to ensure flawless product quality and repeatable execution. It originated in
the U. The name is inspired by the Greek letter sigma, used to denote standard deviations in statistics. Six
Sigma programs, employed by firms as diverse as GE, Allied Signal and Tyco, use detailed data analysis to
improve all business processes, with the aim of achieving a defect rate no higher than 3. Coupling lean and Six
Sigma helps deliver value to customers in a repeatable manner. The lingo of lean A lot of lean vocabulary is
derived from the Japanese language. Jidoka is a means of stopping production when flaws are detected.
Sakichi Toyoda, the founder of Toyota, fathered the notion when he invented an automatic loom in the early s.
The loom stopped when any thread broke, letting a single operator oversee production on many looms at the
same time. Kanban is a card, sign or signal that triggers replenishment of a material when it is required to
continue the production process. Kanban control ensures that parts are not made except in response to demand.
Kaizen means continuous improvement, or changing for the better. Poka-Yoke refers to a mistake-proofing
procedure to prevent defects during ordertaking or manufacturing.
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and self-control.

GBMP is not only focused on helping your organization make initial improvements, but on helping you
develop a self-sustaining Continuous Improvement Kaizen program that delivers bottom line results year after
year. We will follow up our visit with a personalized report that outlines your potential opportunities to
achieve new levels of operational excellence. Schedule your Free Assessment! Only with constant hands-on
practice can we remove the conceptual blind spots that obscure the full benefit of Lean tools. We are not afraid
to roll up our sleeves and work side by side with your shop-floor team to tackle operational obstacles. Our
typical training project sees a five to seven time return on investment. Four Keys to Success: Team Project
Definition and Implementation A true understanding of Lean and quantifiable results from a Lean initiative are
not obtained from classroom training alone. We roll up our sleeves and work side-by-side with your team to
identify the areas of your business that will reap the most benefit from Continuous Improvement
implementation and begin there. By starting in this fashion, your company will quickly obtain a return on
investment in implementing Lean and Six Sigma. These initial dramatic results will be seen by the rest of your
company and help build a "buzz" around your Continuous Improvement drive. This will promote the spread of
CI culture to others in your organization. Tacit Learning Tacit learning is defined as "learning by doing". The
other four hours of the day are spent on the shop-floor applying the tools. GBMP trainers act as mentors and
facilitators rather than consultants, allowing your people to use their talents and product knowledge to best
apply the lean concepts to your processes. These resources will keep your folks learning from industry experts
and other companies on the Lean journey so they can continue to pursue operational excellence. Measuring
Bottom Line Improvements Too often companies view Continuous Improvement and Lean Manufacturing and
Six Sigma as a set of tools and techniques that can be layered over existing infrastructure, policy and metrics.
Approaching CI in this way will lead to unresolvable conflicts between practice and measurement. GBMP can
help your company focus on the critical revisions to management policy and measurement systems that are
necessary to support your ongoing pursuit of operational excellence. We would love to hear from you! Call us
at Or Write to Us: You may not use or reproduce it without permission from GBMP.
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Federal Express provides overnight delivery of documents and small parcels. The primary transformation
function provided by Federal Express can best be described as: It is designed to function as an important tool
for the user to best posture them for success. A business system is: According to Ishikawa, how many years
does it take for a quality movement to become "a way of life" in an organization? Affinity diagrams allow
team leaders to present and display a number of possible answers to open-ended questions. If a team leader
wishes to reduce the cycle time of one aspect of production, the following would be possible answers
EXCEPT: An example of a planning diagram that shows an interdependence of tasks within a project is a an:
At the beginning of a Six Sigma project, who is responsible for identifying a high-impact, low-performing
process in need of improvement At the beginning of a Six Sigma project, who is responsible for identifying a
high-impact, low-performing process in need of improvement Black Belts and Master Black Belts are often
tasked with conducting a closed-loop assessment of a Six Sigma methodology or project. This type of formal
evaluation is done to ensure that the methodology was followed correctly and to assess its results. Brett is a
Black Belt practitioner who is leading a change management project in his organization. What is a common
error committed during such a project? Brian is a Management Consultant who is hired to improve the
performance of a capital fundraising team. In his initial workshop, he relates the importance of understanding
team development and its effects on their upcoming fundraising campaign. What is this stage called? Careers
in operations and supply chain management include all of the following except: Current issues in OSCM do
not include: Design for Test is a design technique that offers a benefit of: Drake International is compiling a
list of their customers who have purchased large items in successive years. They complete a contingency table
that compiles biographical information on the customers such as age and occupation along with information
on the purchases. What are the values in a contingency table based on? Following completion of her Six
Sigma training, Stacey is responsible for Six Sigma implementation across the organization, integrating the
knowledge she has gained while mentoring Black Belts. This will include cost limitations and how to measure
the success of the system. What does JAD stand for? In a marketing project, distributing surveys to potential
customers and gathering their responses is the phase that requires the most time. What is this portion of the
project referred to? In enterprises, Black Belts work full-time on projects using Six Sigma tools and
methodologies. In six sigma, a run chart can reveal: Janine is a senior financial manager who has ensured that
the hospital in which she leads the finance department has all the resources necessary to implement Six Sigma
methodologies. Janine is considered a: KANO Analysis is a useful tool for the customer feedback analysis.
Melissa is a Management Consultant hired to conduct a business improvement assessment of low-performing
processes in a fruit packing factory. One reason for studying operations and supply chain management OSCM
is which of the following? Pharmaceutical companies are often accused of hiding experimental results that do
not support their stated marketing campaigns. In ethical terms, what is this practice called? Pre-control
charting uses which of the following to determine process goodness? Quality control at a software production
assembly line chooses samples for study from every 25 units produced within the day shift. At the end of a
single production cycle, they are expected to analyze units for defects. What is this type of sampling called?
How does the increase of mail coupons affect in-store promotions? To present evidence to his supervisors that
the machine is indeed effective, he must accept or reject the null hypothesis. According to the image below,
what does the region of non-rejection imply? Six Sigma is all about the defect reduction. Six Sigma is talking
about 3. Teams undergo several stages in their growth. During the storming stage, team members: The "cycle
time" of a process if the average time between completion of success units of output. The 7 Management tools
were developed by: What is the main goal behind the preparation of a business case? If this phase is not
planned for and carried out thoroughly, a project may stall and not transition to other phases successfully.
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Which of the following statements is well-defined? The following formula is used to calculate the Net Present
Value NPV or P as seen in the formula of an investment that will yield a set amount after a given period. What
do the A and i stand for? The goods-services continuum consists of which set of the following categories? The
process that is not a part of the supply chain process is: The purpose of process mapping is to help team
members and others within the process to understand the The purpose of process mapping is to help team
members and others within the process to understand the: The Risk Priority Number RPN methodology is an
analytic tool that is used to determine the risks associated with potential problems for a product or a process.
The null hypothesis is stated as: To capture the Voice of the Customer VOC , it is important to collect data
from a large, representative sample of the target customer base. To collect this data, Six Sigma practitioners
can use: Values of inches, time, and miles per gallon normally would be described as: Weldman Industries
conducts a survey which shows that their average production cycle time is minutes with a sampling error of 3
seconds. What does a sampling error result from? Well conceived, state of the art information and operating
systems What is House of Quality? What is unique about the bivariate distribution? What tends to happen in
regard to customer tolerances over time? What two metrics in manufacturing are used to calculate cost of
process flows? When evaluating a new product development project using net present value analysis, which of
the following will make the project more attractive? When flowcharting a process, which symbol is used to
identify a decision? When workstations are arranged according to the progressive steps by which the product
is produced, it is called a: Which of the five Ms or one P is most predominate in affecting variation in the
service industry? Which of the following are defined as core goods? Which of the following are instances
when you would use the Hypergeometric distribution? Which of the following are not listed in the text as jobs
in OSCM? Which of the following characteristics describe the philosophy of Six Sigma? Which of the
following is a benefit of a kaizen event? Which of the following is not a basic type of production layout?
Which of the following is not a measure of operations and supply chain management efficiency used by Wall
Street? Which of the following is not a way that operations and supply processes are categorized? Which of
the following is the best example of a project goal statement? Which of the following makes use of Six Sigma
programs to improve quality and strategy execution? Which of the following statements about strategy is not
true? Which of the following would not be considered in deciding how far to minimum-cost schedule crash a
project? Which quality management professional is referred to as the father of statistical quality control SQC?
Wilma is a Black Belt practitioner tasked with providing a document that prioritizes process which provides
justification for a project. What definition and prioritization tool can be used? You are operating a concession
stand selling hamburgers, hot dogs, french fries, and fountain drinks. Your processes are designed to prepare
all food items to the proper internal temperature with a desirable external appearance. Which of the following
items would you most likely deem as defective?
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Blog The 5 benefits of Lean for shop-floor employees The effectiveness of Lean Management is plain to see.
Most organisations have achieved cost cutbacks and greater competitiveness. And â€” importantly â€” have
done so without dismissing employees. These improvements are all good and well, but they mainly benefit the
board and the MT. How and why shop-floor employees benefit from the implementation of Lean are aspects
that are highlighted less frequently. And it is time to change this. After all, most of the success achieved by
Lean is determined by the employees! So here are five reasons why the implementation of Lean benefits
shop-floor employees. A common goal The obvious ultimate goal of Lean is to save money, but one of its
most important characteristics is a focus on cooperation. Successful implementation of the methodology will
not be possible without cooperation. This means that shop-floor employees, supervisors and the MT must
constantly cooperate to ensure the success of projects. In addition to everyone becoming more familiar as
colleagues, the impact of the hierarchy is diminished. At the end of the day, everyone has the same goal and
the same values. The Customer And that brings us straight to the next point: With a capital C. After all, the
customer is the reason for all your hard work remember the common goal. That is what I am trying to say.
Satisfied customers mean satisfied employees. Better working experience Processes proceed flow better when
wastes are eliminated. As a result, you enjoy a better working experience by not being interrupted by e. Or by
having to wait for the colleague ahead of you to finish and, in the meantime, pulling out your hair with
frustration. Source of improvements Who? You can make sure that processes run even better by sharing your
skills and your knowledge. Good mutual communication results in more mutual involvement. How great is
that!? Contact Do you have a question?
Chapter 7 : References - Six Sigma Yellow Belt Certification - (CSSYB) | ASQ
Yuvraj Singh 6 six sixes in 6 six balls and the fastest fifty giant play doh egg,giant play dough egg,play doh surprise
egg,play dough surprise egg,littlest pet shop,zoe trent,littlest pet shop play doh,littlest pet shop egg,surprise toys,toy
surprises,Toy (Interest),awesome toys tv,lps fashems,bffs,kidrobot bffs,sh.

Chapter 8 : The basic tools for shop-floor control include: ~ Six Sigma Course Practice Test
Hello isixsigma forum, We are currently implementing Lean Six Sigma in our company (mid-size - maufacturing
business) and while it seems rather simple to approach our employees we experience some difficulties in involving shop
floor people into the Lean Six Sigma initiative.
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