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Block diagram

Lets try to train together
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EDUCATION
and
TRAINING?

» Practical
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7

» Job oriented

« Skill enhancement
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« Learning oriented
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Let’s start the journey
1
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* Management 1s the art and science of achieving organizational goals by
effectively leading people and resources.

Key Skills for Successful Managers in 2025

Leadership

Problem-Solving
Adaptability

Emotional Intelligence

Tech Savviness

Inspires and motivates teams to achieve objectives.

Addresses challenges and finds innovative solutions.

Thrives in dynamic and uncertain environments.

Builds strong relationships and fosters teamwork.

Leverages tools like Al, CRM systems, and data analytics.
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FROM VULUME TO VELOCITY
Speed =25 m/s Speed =25 m/s
Velocity=-25 m/s Velocity=+25 m/s
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Material flow

Information flow

Money flow
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Awareness Desire Knowledge Action Reinforcement
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FLEXIBLE SYSTEM

TAKT
LT FLEXIBLE HR

NCTR
BOTTLENECK SOP
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7 MUDA

What s

the 8 one?

7 Wastes of Lean

Inventory Waiting Defects Overproduction

i o

Motion Transportation Over-processing







NCTR

NET CONVERSION TIME RATIO = NCTR
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What is Takt Time, EyCISIRINME,

By As

L and Lead Tlme‘?

rgedorg — Center Jor Lean Exc

boE Process " SS =0 % - Customer Demand

. e 3 1 HrA S Hrs 20 Units / Day

RM Inventory
per hour
1 Hr

FG Inventory
6 Hrs

8 Hrs Working Per Day
SeET 1 Hr Break Time

. ————————————————————————————————————————————— - —————————— - ———————————————————————————————————————————————————————————————————————-—"

Takt Time (TT) Cycle Time (CT) Lead Time (LT)

= Takt Time = Available Cycle Time = Processing Lead Time =% Inventory
‘% Production Time / Time / Number of Units Time + Z Transportation
& Customer Demand Produced Time + X Cycle Time
Takt Time Cycle Time Lead Time
é = 7 Hrs x 60 / 20 = (Process 1) =14.5+7+1.1=
£ 21 Mins = 60 / 3 = 20 Mins 22.6 Hrs.
Processing Time = 60 min | Units I inventory Time =6+ 1 + 1.5+ 6 = 14.5 Hrs.
Available Production Time = Produced = 3

8—1=7 Hrs
Customer Demand = 20 Units / day

EITransportation Time = 1 + 1 + S = 7 Hrs.
Same way calculate process 2 & 3.

Process 3 is the bottleneck and ICycle Time=20+22+24= 66m/1.1Hrs.
overall CT




Non-JIT Production

Qesouroe Operation Oriented Paradig/m/

Carrying Lot : 20 pcs

before conversion)
Ave.waiting time to
be carried per pc.

: 100 min.

(box reaches 10 min.

nuentanuy
NCTR / pc.
=30/630=0.048

>

1
Thar
TN 11
Conversion time
10 min./pe.

Carrying Lot: 20 pcs
Ave. waiting time to

be converted per pc.
: 100 min.

B

%:ﬁ@

s
-

oﬁ" U'

Conversmn tlme

Conversion tlme
10 min./pc.

Lead Tlme / pc
: 630 min.

TMC(1998)

)

NCTR



JIT Production T
\ Material Flow Oriented PaD - NCTR

One Piece Flow

(Converting & NCTR:Net Conversion Time Ratio
Carrying lot: 1 pc.)

Conversion time 104 1059
10 min./pc.

Materials | p A £ B | 2

NCTRIpc.=3OID

finished
C
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Takt time > cycle time \° 4

Be
Begin with a
Process Map

£ b

Mgchgltie CEaxlgl:%gte
S-apacity Cycle Tirr?es
STEPS TO REDUCE
CYCLE TIME
f Depl e
'Standard Work E‘\;{,'""tate

.Documentation

<

vV



A TROOP ANALOGY

How to create
flow
Attack and
Control the

Bottleneck
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1. SORT

Keeping only what is necessary and discard
everything else - when in doubt, throw it out.

2. SET IN ORDER

Arranging and labeling only necessary items
for easy use and return by anyone.

3. SHINE

Keeping everything swept and clean for
inspection for safety and preventative
maintenance of equipment.

4. STANDARDIZE

The state that exists when the first three
pillars or “S’s” are properly maintained.

S. SUSTAIN

Making a habit of properly maintaining
correct procedures.




5S BOARD

YOUR WORK AREA DETAILS OWNER
Shadow board required James
Floor tape needs to be replaced Michael

Rewmove stickers from machine 21 | Alice

underneath machine 14 dirty Tony
MEETS STANDARD @ BELOW STANDARD @
Cleaning equipment damaged Dean
COMMENTS

5s standard has decreased this week. Please
renew focus to matntaln the excellent
standards from previous weeks (John MD)

5S AUDIT SCORE | 72 %
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WHAT IS ROOT
CAUSE ANALYSIS?

Root Cause Analysis is a problem-solving method
used to identify the underlying reason for a
non-conformity.

MACHINE
(EQUIPMENT)

Faulty tools
or machines

MAN
(PEOPLE)

Human error
or lack of training

MATERIAL

Defective or
unsuitable raw
material

METHOD &

Flawed process
or procedure MOTHER NATURE

(ENVIRONMENT)
Environmental - 2 o
6 % 2> factors &
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PDCA Problem Solving

Record Problem

@ whazr:
v Where:
29 when:
i who:

Analyze Problem

A
LR

5

Man |

Machine | Management

| Problem

Material Statement
Identify Causes
. A - B cv
Y 1 1 1
2 2 2
5?2 - s :
- a a a
=) 5 5
Take Action
| P~ What ' . Who =9 when
Validate Result
Result Standard Approval
3 © Gcood. on target 3 New standard created Score: 9 [J PDCA approved
] & stightly improved ] Existing standard updated | Expert:
3] Date:




Change the procedureso
less manpower is needed.
Apply the method that
requires less degree of
proficiency & expense

£

o} o

1

What should be improved? What s the
purpose of improvement? Is there
anything else to do?

Is the workers orientation
1 H or method correct when
changing the workplace?

APROACH

Change the time, period or sequence

Manpower, collaboration or task of the operation. Why perform at that

O 4 assignment. Check & Discuss this issue time ? Will it be better to execute at O 3

other time?




FLEXIBLE
MANUFACTURING

Flexible Manufacturing Systems

FMS

FLEXIBLE HR

Central Control . Material
Computer Production Handling System
Machine
(Ensures smooth (Moving materials to
transition between the (Muscle of the the production
manufacturing of operation) units)

different parts)




STANDARD OPERATING PROCEDURE




Aim of SOP (Standard Operating Procedure)

Consistencyand / \ Customer
Standardisation N\ Satlsfactlon

Quality \ Communication
Assurance . & Documentation

Safety and . Risk Management
Compliance

Training and ' Continuous
Skill Development Improvement

Efficiency and _/ 06 Accountablllty
Productivity




Thank you




	Slide 1: مدیریت بهره وری  و حل مساله
	Slide 2: Block diagram 
	Slide 3: رزومه مدرس
	Slide 4: معرفی اساتید رویکرد تدریس مدیریت بهره وری
	Slide 5:                      APO (Asian productivity organization)
	Slide 6: What is different between EDUCATION and TRAINING?
	Slide 7: Training
	Slide 8
	Slide 9: فصل مشترک دغدغه های مدیران کارخانه دوره یک
	Slide 10: مدیریت بهره وری
	Slide 11: مدیریت بهره وری و حل مساله
	Slide 12
	Slide 13: مدیریت بهره وری و حل مساله
	Slide 14: افزایش سرعت جریان در؟
	Slide 15: افزایش بهره وری
	Slide 16: کوه غفلت
	Slide 17: اجرای عملیات در کارخانه با سطح صفر چارت سازمانیست. 
	Slide 18: مدیریت تغییر (change management)
	Slide 19: Lee    or    Levi Strauss & Co؟
	Slide 20: کارگاه 1
	Slide 21: تغییر و مدیریت کردن تغییر در کارخانه
	Slide 22: شناخت واژگان مدیریت تغییر
	Slide 23: مدل های مدیریت تغییر
	Slide 24
	Slide 25: 8 مرحله مدل کاتر
	Slide 26: ارتقا سیستم کنترل کیفیت به نرم افزار دیجیتال QC
	Slide 27
	Slide 28: اجرای سیستم سفارش گیری آنلاین برای انبار قطعات
	Slide 29: مدل لوین
	Slide 30: چرخه دمینگ
	Slide 31
	Slide 32: کارگاه 2
	Slide 33
	Slide 34: HELL CAMPING
	Slide 35: افزایش سرعت جریان
	Slide 36: GEMBA GEMBUTSO
	Slide 37: برو ببین سوال بپرس احترام بزار  فوجیو چو(رئیس سابق تویوتا)
	Slide 38
	Slide 39:  مقایسه یک گمبا واک  اثر بخش و گمبا واک ناکارامد
	Slide 40: نقطه مقابل جریان
	Slide 41: 7 MUDA    What is the 8 one?
	Slide 42: شاخص اندازه گیری   بهره وری   خطوط تولید
	Slide 43: NCTR
	Slide 44
	Slide 45: NCTR
	Slide 46: NCTR
	Slide 47: NCTR
	Slide 48: کارگاه 3
	Slide 49: Takt time  > cycle time 
	Slide 50: How to create flow Attack and Control the Bottleneck
	Slide 51: ابزارهای مورد استفاده برای رسیدن به سرعت جریان بالا تر
	Slide 52
	Slide 53
	Slide 54: تجربه شما؟
	Slide 55: یافتن علل ریشه ای 
	Slide 56: 5 WHY  تجربه شما؟
	Slide 57: FISH BONE
	Slide 58
	Slide 59: FLEXIBLE MANUFACTURING
	Slide 60: SOP 
	Slide 61
	Slide 62


             ∑  𝑪 𝑻 .   ∑  𝑪 𝑻 . +  ∑  𝑾 𝑻 .

