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423-426
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methods, 427
philosophy of, 297-299, 423
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402-412
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definitions of, xx, 5, 232
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incidental, 80
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Operational improvement
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1o, 236
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summary of, 426
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Operations flow, 232, 302-303
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Organization, 221-224
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Pre-automation
definition of, 254
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404
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348-349
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created by differences in operating
times, 350
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function of, 340-342
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see also Delay
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description of, 301-302

Process improvement, 8, 294
Process management improvement,

333

Process stabilization, 340
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see also Process

Processing lot, shrinking, 360
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planned, 295
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two kinds of, 33
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cause and effect, 67-68
causal, 67-68
information about, 67-68
opposition, 68
proximiry, 68
similarity, 68
Reversal, forwards and backwards,
examples of, 121-123, see also
Idea formulation
Revolution in Manufacturing: The
SMED System, A, 311
Robots, simple, 249-250
Root cause analysis, 23

Sales management, 210
Sampling inspections, 33
Sarasute, Mr., chairman of the Council
of Finnish Machine Industries,
26-27
Satisfaction in management, 212
Sayings of Shigeo Shing, the Key Strat-
egies for Plant Improvement, xv
Scheduling, 341, see also Process delay
Scheduling cushion, 346
Scientific management, 258
Scientific thinking mechanism (STM),
61-207, 394
Segmented production, 58
Semi-assured production system, 44,
see also Toyota production system
Separating and linking, examples of,
130-131, sez also Idea formulation
Sequence, changing a, example of,
135-137, see also Idea formulation
Sequential and parallel, example of|
132-135, see also Idea formulation
Setup time
adjustments, eliminating, 371
impact of, 30
improvement and production
control, 373-374
reducing, 57

Setup time (cont.)
relationship berween, and lot
size, 31
see also Economic lots; SMED
(Single-Minute Exchange of Die)
Sharp Company, x»
Shibara, Akira, director of Datho
Industries, Inc. xx, 106-107
Shingo, Shigeo, dean of productivity
and quality consultant, x»
SMED (Single-Minute Exchange of
Die)
definition of, xvi
eliminating the need for stock, 21
final encounter with, 366-367
first step in development of, 364
need for, 367-368
for new production systems, .
419-420
philosophy of, 368
second step toward, 364-366
setup and production innovation,
374-376
use of, setups, 394-395 11
Snap reading, 89
Soldicring, 258
Sony Company, x»
Speculative production systems
and assured production systems,
42-49 i
in minimizing inventories, 43
Standardization, 143-144 4
Standardized processes, 224
Standards, setting, 258-261
Sratistical quality control (SQC),
32,224, 318-319
Status quo, different methods for
analyzing the, 83-93
Stock
demand for, creating a, 22
differences in philosophy, 2%
necessary evil or an absolute evil,
20-22
in the non-stock '
21, see also Non-stock ptodlukn
problem with, 232



Stock (cont.)
understanding, 231-232
Subject flow, 78, see also Operation
Sunk cost, 392
Superproduction system, 49
Synchronization
descriptions of, 143, 338, 347-348
and full work control, 353
and machine operation rates,
355-357
process delay eliminated by, 425
Systematic Philosophy of Plant
Improvement, A, 385

Systematic pursuit of goals, see Goals

Table engineers, see Improvements,
opposition to
Takahashi, Prof., 166
Tanpankan, 163
Target production level (load), 337
Tatsumura, Mr., president of T
Steelworks, 26
Taylor, Fredrick W.
production improvement, xvi
system (1880s), 385
tume study, 11-12, 260
total waste elimination, 22
work, study of, 261-272
Temporary storage, 236
Therbligs, 12, 33, 85-86, see also
Gilbreth, Frank and Lillian
Thinking
analytical, basic part of, 67
critical, ability, 145
flow of thought sequence, 61
gaps in language and, 53-56
group, 114
scientific, mechanism (STM),
61-207
three-dimensional, of the XYZ
type, 207
ways of, about making
improvements, 61
see also Brainstorming
Time and motion, 74-75
Time, standard, 91

Index 453

Time study, 11-12, 22, 85, 87,
91-93, 260
Time study, predicted, 87
Times, reference, 91
Tokizane, Mr., managing director
at Marsushirta Electric, 32
Total quality control (TQC), see
Quality control, total
Toyoda, Sakichi, inventor, 256
Toyota Motor Company, xv, xxvi
Toyota production system
American impression of the,
311-312
book, xxiy
books abour, xxiri
cost-subtraction principle, 25-26
description of, xxf
history of, 388-396
and the NPS, 396
and respect for human dignity,
395-396
as a semi-assured production
system, 44
significance of the, 388-389
Transport
coefhicient of, difficulty, 327
improvement, and, operations,
28-29, 321-322
means of, 28
operations, 7
phenomena, as one of the four,
xvi, 5
significance of the phenomena, 80

Understanding, 188-192
USA Today, interview with Shingo,
37-38

Value analysis (VA), 313-314
Value engineering (VE), 313-314
Variables and constants, examples,
127-128

see also Idea formulation
Volvo system

description of, xix

history of, 387-388

significance of the, 285-289
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Waste, elimination of cost-subtraction
principle and the complete, 25-34
definition of, 116
examples of, 116-120
four phenomena of process, x7i
is it nonsense, 69-71
total, and fundamental
improvement, 22-23, 26-28
Waste of overproduction, 390
Wastes, seven, 391
Wealth of Nations, 381
Work
factor analysis, 87
factors (WF), 13, 87
full work control, see Full work
control
harmony between will to, and,
methods, 289-290
hours, 406
intensity, 267
-in-process, 48
methods, 238, 388, 413
rationalization, 292
sampling, 89
the science of, 11-13, 258, 272,
385, see also Human
engineering
will to, 238, 291, 379, 413
see also Taylor, Fredrick W.
Worker, 237
Workers, operating rates of, 390-393
Worker’ productivity, factors that
affect, 264

Zero defects (ZD), 19, 284-285

Zero quality control (ZQC), 21,
33,226



