Product Mix Segmentation
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v/ Strategic Planning
v/ Top-Down Leadership
v/ Empowered Workforce

v/ Cross-trained + Mobile
Workforce

v/ 58S

v TPM

v/ Setup Reduction

v/ Error-Proofing

v/ Quality at Source

v~ Visual Workplace

v/ Right-sized Equipment

v/ Standardization of Work

X Right-sized Machines (= Inflexible)
X ERP/MRP-II/IMRP (= Infinite Capacity)
X Visual (but Manual) Scheduling

X Value Stream Mapping

X One-Piece Flow Cells

X Product-specific Kanbans

X FIFO Sequencing of Orders

X Pacemaker Scheduling

X Inventory Supermarkets

X Scheduling using Takt Time

X Load Leveling

X Assembly Line Balancing
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*Repetitive with rate-based
uniform scheduling

*High volume, faiuly simple,
repetitive product with stable
lead times.

*Hybnd Control wath constraint
management

*Complex products with some
volume but with demand and lead
time variabihity.

*Drumbeat; all operations are *Use MRP of order planning &
synchromzed. release.

*Kanban or pull to man *Identify the bottleneck an

shop floor. that there 1s 3W

____-__/,./'

*Hybrid Control with MRP Plan
and Kanban execution.
*Repetitive product subject to
varying schedules and lead times.
*Plan matenals with MRP.
*Control the shop with internal
Kanban.

0.5

with

volume, high mix complex
roducts with long lead times.
*Use MRPII to plan and execute.
*Reconfigure processes to allow for
shop floor pull.
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| Variability (Cv) | High

Which Lean
tools are more
important?

What is the
best physical
layout?
What
production
control
system (Push
vs. Pull) is
best?

How should
the business
system
support this?
Where should
the “Lean”
effort begin?







| Part# | PartName | Prod.Qty. | Sales$|  Routings

1 Slider (a) $10,000] 8| 9l10
2 Slider (b) $25,000] 4] 6] 9
2 Press Brace 3500001 5| 8] 9
4 Bracket #1 $5,000 | 4| 7| 9o
5 Table $30,0001 3| 7]10
6 Damper 310,000 11 71 9
7 Bracket #2 $5000 | 1] 8] 9
8 Support 3200001 4] 7] 9
S Housing 340,000 2| 71 9
10 Flange 5200001 2] S

11 Shaft $10.0001 3| 910
12 Base $35,000] 3| 6] 4
13 Spacer $45.000] 4] 6] 4
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PQ Analysis
(aka ABC Analysis)
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PQS Analysis
(PQ Analysis + PS Analysis)
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PQT Analysis
(Demand Segmentation)




This axis captures (S)

Sales $
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Dedicated Cell
or Rate Based

100,000

.00 1.00
Mixed Model Line,
or MTS

3.00
Rationalize

i.e., Kill Off)
or run in Job Shop, or MTO

4.00




PR Analysis

(Product-Process Matrix Analysis)
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PQR Analysis

(From-To Chart and Flow Diagram)




Spaghetti Diagram
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From-To Chart (Block Layout)
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CASE STUDY:
PQRS Analysis

To receive an electronic copy of this case study, please send an
email to Shahrukhlranil023@yahoo.com.
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