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Important Dates to add to your calendar... 
· Beginning January.  A full schedule of HPM-to-HPM Employee visits – or Leveraging Tours – on the 2nd & 4th Tuesday of each month.  Watch for the schedule through to June 2005. 
· Jan 19th, 12:00-4pm HPM GMT Meeting, all HPM Directors or Alternates invited.
· Feb 16th, 11:30-5pm HPM AGM Board Meeting
·  Apr 20th, 12:00-4pm HPM GMT Meeting, all HPM Directors or Alternates invited.
· May 18th, 11:30-5pm, HPM Board Meeting
· Jun 6-10 (2005): “Implementing & Sustaining Lean Thinking Across the Enterprise” An AME major Practical Lean Conference in Edmonton. www.measureupforsucess.com 
HPM’s Employee-to-Employee Leveraging Tour Survives Last Weeks Ice Storm
HPM Member-to-Member Leveraging Tours ~ Jan-June ‘05
Spirit:  The more we understand that there are many ways to accomplish daily tasks, the more flexible and innovative we become by learning from each other in a safe environment.  A consortium offers such a safe place.  It can be invaluable for employees who have known only one company all their life – to see how things are done in another company.  It can rejuvenate creative ideas.
Format: Tours are twice monthly on the 2nd and 4th 



Tuesday from 9 am to 11 am.  

The Schedule

Jan 11:
GE Multilin, Markham

Jan 25:
Tempress Ltd, Oakville



Dave Morgan, 905-274-3323
Feb 08:
GE Inspection & Repair Services, Burlington



Columbo Bruno, 905-332-2456

Feb 22:
Velcro Canada, Brampton



Stephanie Cirrilo, 905-791-1630

Mar 08:
Canada Post, Toronto



Jim Jackson: 416-462-5058

Mar 29:
Hammond Power Solutions, Guelph


Frank Dolinsek, 519-822-2441 Ext. 452
Apr 12:
Volvo Motor Graders, Goderich


Jim Thompson 519-524-2601  Ext. 4700
Apr 26:
Avnet Electronics Marketing, Mississauga


Heather Smith, 905-812-4416

May 10:  COM DEV, Cambridge


Nabeel Mirza, 519-622-2300  Ext. 2248

May 24:
Bird Packaging, Guelph


Gary Whalen, 519-836-3470
Jun 14:
Samuel Strapping, Mississauga


Daniel Dstancescu, 905-279-9580

Jun 28:  Willow Manufacturing, Toronto


Dennis Wild , 416-789-7646


Last Tuesday, the 6th ‘Leveraging Tour’ for HPM member company employees to see other processes first hand went smoothly, led by Hammond Mfg.’s John Kehoe, for the visitors from Rockwell, Orenda and Bird Packaging.  Those on hand brought their experience from the shop floor to engineering for the exchange visit.


John was very happy with the result, which provided Team Hammond with not only some reminders about steps to consider but also with appreciated confirmation that some of their initiatives were definitely in the right direction.  

The visitors appreciated the interpretations Hammond has taken in their cell design, with the most enthusiasm expressed for how Hammond is able to provide an uninterrupted flow of parts to the paint line – which, now, does not have to come to a halt when the paint process is interrupted.  

Other take-always included their approach to flow balancing and the point-of-use storage that Hammond has found to work well for them.


“I am really looking forward to the next Leveraging Tour,” John stated – you can count on more Hammond folks taking advantage of seeing other member companies for sure,” he added.


Bird Packaging’s Gary Whalen came away very excited, as did a shop floor representative who really liked what he saw.  To some extent, it confirmed the validity of some of the things that are underway at Bird.  A benefit for both Bird and Hammond was when Gary was able to hear of one of the ergonomic challenges Hammond was facing and was able to share one of his suppliers that he’d been happy with.  A win-win.
2005 HPM Governance Schedule – Derived from Last Board Meeting’s Member Survey ~ Add to your diary
2005 Board Meetings

Wednesday, February 16th
Orenda Aerospace, Wednesday, May 18th
Canada Post

Wednesday, August 24th 
Tempress Ltd.

Wednesday, November 23rd
Rockwell Automation
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General Management Team (sets agenda for Board Meetings) Meets 1 month ahead of Board

Wednesday, January 19th
Hammond Power 

Solutions

Wednesday, April 20th
GE Inspection & 
Repair Services

Wednesday, July 6th
COM DEV

Wednesday, October 19th
Gerrie Electric

Dear David,

The Lean Design Workshop  -- highly rated by participants this week

This past week’s 2-Day Lean Design Workshop brought one of the best practitioners anywhere to Canada, and to HPM companies.  COM DEV and Rockwell took advantage of the opportunity and had good things to say about the experience, although the presenter, Ron Mascitelli is no stranger to Rockwell Automations Milwaukee operations.  This very tough audience gave Ron an excellent 4.4 out of 5 rating and much positive feedback.  The feedback confirmed that value had been given through these exact quotes:  “Great course” - “Well delivered” - “Tools presented in the course will make designing more efficient” – “Instructor is very dynamic. Mixed examples and theory effectively” – “This seminar captured the essential elements of what lean design should be, in a logical simple step-by-step method that can be used by smaller companies” – “Thank you this workshop will help me to be a better product designer.”  One recommendation to make it even more effective was “This course would be more effective if the instructor could come into a company and actually facilitate real problem solving with time to get into details and really use the tools.”  Actually this is exactly what Ron does for a living – hence, for those companies who see the need to implement the Lean Design thinking and tools that Ron presented – we can get you in touch with each other. Contact Dave at the HPM office.  


In summary, current wisdom points to an increasingly disparate need for this kind of training as it becomes clear that making commodities is not a future for most North Americans… Instead, the ability to innovate and bring new products & processes to market quicker and cheaper is appearing to be our future edge.
Christmas Stocking Stuffers for Techies

1) Value Stream Map Icons – from HPS. For readers of the HPM Weekly Update the price is 25% off – just say “I read the Update” for your discount.

2) 5S Audit tool – it too, is 25% off

      For more information - click on

       www.highperformancesolutions.ca 

       For details, Scott Smith can be 
contacted at 519-893-6260
 
As you probably know, I like to walk through the gemba, along the value stream, to see for myself how value is being created and how waste can be eliminated. However, recently I took a wonderful but dismaying walk through a facility that no longer creates value. The experience set me thinking about the history of the lean movement and how we can preserve it.

 
The place in question was Highland Park, Michigan, a ghostly town with a ghostly factory -- Henry Ford’s extraordinary Highland Park plant where flow production was pioneered. In the older building on the site, I walked the floor along the exact path of the world’s first continuous flow assembly line started up in the spring of 1914. It’s now empty, dirty, dark, dank, and uncommemorat-ed.

Here’s another “Thinking Treat” from Jim Womack

Why are there lots of product museums – but not one process museum to understand the thinking 
 
In the six-story "new shops" across the street, I walked the exact path where the assembly line was moved later in 1914. This was just as the many continuous flow fabrication operations on either side of the line and in the upper floors sprung to life to supply the parts needed by the line. Today, the new shops - all six floors and three sky-lit bays of Albert Kahn’s glorious concrete structure specifically designed for flow production - also stand empty and uncommemorated, awaiting redevelopment or the wrecker.


It’s my belief that this building was the site of the most important industrial and economic leap in human history. Yet Ford’s descendents - and I include you and me since we have built much of our current lean knowledge on Ford’s shoulders -- seem to have applied one of his favorite aphorisms: "History is bunk." ("Bunk" is a 19th century American term meaning worthless nonsense.)


How can this be? I think the root cause is that most of us don’t realize that we are heirs to a remarkably long struggle in human history to see beyond isolated points in order to optimize the entire value creating process. We tend to think instead that lean ideas were mostly created by Toyota a few years ago and that the history of lean thinking has been short and easy.

 
I was recently reminded of the length of our struggle when my colleague and co-author Dan Jones visited the Arsenal in Venice, established in 1104 to build war ships for the Venetian Navy. Over time the Venetians adopted a standardized design for the hundreds of galleys built each year to campaign in the Mediterranean and also pioneered the use of interchangeable parts. This made it possible to assemble galleys along a narrow channel running through the Arsenal. The hull was completed first and then "flowed" past the assembly point for each item needed to complete the ship. By 1574 the Arsenal’s practices were so advanced that King Henry III of France was invited to watch the construction of a complete galley in continuous flow, going from start to finish in less than an hour.

The point I took particular note of from Dan’s visit was that the idea of continuous flow - which many in our community probably think was invented by Henry Ford - was being practiced more than 900 years ago, but then largely forgotten!
 
Once you are sensitized to the depth of lean history, along with its many advances and setbacks, it’s easy to begin filling in some of the other milestones:
· By 1765, French general Jean-Baptiste de Gribeauval had grasped the significance of standardized designs and interchangeable parts to facilitate battlefield repairs. (Actually doing this cost-effectively in practice was another matter and required another 125 years.)
· By 1807 Marc Brunel in England had devised equipment for making simple wooden items like rope blocks for the Royal Navy using 22 kinds of machines that produced identical items in process sequence one at a time.
· By 1822 Thomas Blanchard at the Springfield Armory in the U.S. had devised a set of 14 machines and laid them out in a cellular arrangement that made it possible to make more complex shapes like gunstocks for rifles. A block of wood was placed in the first machine, the lever was thrown, and the water-powered machine automatically removed some of the wood using a profile tracer on a reference piece. What this meant was really quite remarkable: The 14 machines could make a completed item with no human labor for processing and in single piece flow as the items were moved ahead from machine to machine one at a time.
· By the 1850s all of the American armories were making standardized metal parts for standardized weapons, but only with enormous amounts of handwork to get each part to its correct specification. This was because the machine tools of that era could not work on hardened metal. Instead they machined soft metal and the subsequent hardening process introduced warping of an unpredictable nature that had to be corrected by hand before parts would fit together. The expense was acceptable for military hardware but unacceptable for consumer goods.
· In 1914 Ford finally got all of these strands of thinking to come together with advances in cutting tools and a leap in gauging technology so that many suppliers could produce hardened metal parts which consistently fit perfectly in Ford’s fabrication cells and on his final assembly line. This was the secret to truly continuous flow.
· By the late 1930s, the German aircraft industry had pioneered takt time as a way to synchronize aircraft final assembly in which airplane fuselages were moved ahead in unison throughout final assembly at a precise measure (takt) of time. (Mitsubishi had a technical relationship with the German companies and transferred this method back to Japan where Toyota, located nearby in Aichi Prefecture, heard about it and adopted it.)
· By the early 1950s Toyota had integrated the idea of takt time with Ford’s ideas on continuous flow and added the critical dimension of flexibility to make high-quality products in wide variety in small batches with very short lead times.
· In the early 1990s, the business process re-engineering movement tried, but mostly failed, to transfer the concepts of standardized work and continuous flow to office and service processes that now constitute the great bulk of human activities.

Note that this very incomplete rendition of lean history involves contributions from Venice, France, England, the U.S., Germany, and Japan at a minimum. And there may well have been advances pioneered in other societies that are unrecorded. To take two examples that Dan and I hope to explore someday: How did the Chinese build the vast armada of identical Treasure Ships that set out in 1421 to "unite the world in Confucian harmony"? Were they far ahead of Venice in their design and production practices? And what about the Romans, with all those sunken galleys in the Mediterranean with thousands of identical pots for oils and wine? What process was used to make them?
 
Whatever the final list of contributors, I feel strongly that our lean history isn’t bunk. And Ford wouldn’t have thought so either. Remember that he was a remarkable conservator of the pre-Ford industrial past at his Greenfield Village museum in Dearborn, Michigan. What he meant by "history is bunk" was that established methods must never be used as an excuse or impediment to trying new methods. And Taiichi Ohno felt the same way in refusing to write down TPS. He believed that if it was strictly codified - put in a museum in his thinking -- it would be frozen and soon go backwards.
 
None of us wants to embalm lean thinking in a museum. However, as long as we are determined to continue experimenting - with kaikaku and kaizen forever -- then the history of how we got to our current state of lean enlightenment, inadequate as it is, becomes a precious legacy. It can also be an inspiring story that can sustain us through inevitable setbacks along the path to the future.
 
I hope you now have at least a bit of appreciation for the long struggle to perfect process thinking. But note the practically complete lack of commemoration. There are lots of product museums full of brilliant, breakthrough objects (like the Model T.) And some -- like the Henry Ford Museum in Dearborn, the Toyota Museum in Nagoya, and the Science Museum in London - include some remarkable machines displayed in isolation. But there are no process museums showing how value creation works as a whole. Shouldn’t the Lean Community think about creating a place to showcase the long struggle from isolated points to optimized processes? And wouldn’t Highland Park be a great place to start?
 Best regards, Jim, President and Founder, LEI Inc.
 P.S. I believe that one of the missions of the Lean Enterprise Institute in the years ahead must be to help preserve our legacy. If you have knowledge of little known aspects of the advance of lean thinking I would be delighted to hear about them and to share them with the Lean Community. Alternatively, if you would simply like to read more about the lean history that’s already been written down, please check the books by David Hounshell, Taiichi Ohno, and Takahiro Fujimoto in the LEI bookstore at http://www.lean.org/Bookstore/[image: image1.png]
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