Crossword

Ice Cream Style
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Thls crossword puzzle comes compliments
of Fred Webberking, Maintenance
Mechanic in Sikeston.

Fred has been with Unilever for nine
years. He transferred in 1992 from a
Birds Eye-Wall’s ice cream plant in
Gloucester, England

This was his first attempt at creating a

“I found it hard to do. It took the
better part of a day,” he said.

Great job, Fred, and thanks very
much. The first two employees from
each plant who solve the puzzie
S correctly win T-shirts
Just turn in your completed puzzie

to your local Newspaper Representative
puzzle. Until now, his efforts went to solving them. as soon as possible and you could be a winner!
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One of my interests is working crossword puzzles. | had the idea to make my own, think up as many
clues with answers relating to the ice cream industry then seek to have it published in the company that |
was working for at the time newspaper and here’s it is...

It doesn’t show off my engineering talents, but rather that | take an active participation in company
recreation events...




Not content with crossword puzzles, | went on to produce this identification teaser. My idea was to cut 1”
inch by 1” inch snippets of packaging graphics of products from the company that | working for at the
time, but cut them out in such a manner so as to make their immediate identification obscure. | Then

entered it in the company newspaper for readers to solve which products they are.
All work and no play makes Fred a very dull boy...




9:00 am - 12:00 noon
Workshop 3 Sustaining Lean
Scott T Op ions/Lean S) M. F g-NOK

To be Lean or not to be Lean, that is the question? Is the question that cut and dried, either you are or you
are not? Can you be 50% Lean? If you believe in and are dedicated to continuous improvement, can you be
50% Lean and improve incrementally to 100%? Once you have completed your journey, how do you remain

at the summit? Do you continuously improve? Do you read the latest book published by Productivity Press in
search of the next big thing? Do you anxiously wait for an email from James Womack for insightful Lean hints?
Lean Systems must be as dynamic as the environment. Lean must be fun, exciting, challenging, and rewarding
Come see how Lean is important to a manufacturing environment as the PC on your desktop.

Could you imagine working without a computer? Could you imagine working without Lean Systems?

1:00 pm ~ 4:00 pm
Workshop 4 Mistake-Proofing — Aka Poka-Yoke

Kirk Eaton, Lean Deployment Manager,

The Gillette Company — Duracell Division
Discover how the “Mistake-Proofing” s (aka Poka-Yoke) can work within your facility to reduce
defects and errors, and reduce variation, rework, and scrap in your process. This will be a fun and engaging
session combining an overview of the mistake-proofing process in lecture format with a hands-on simulation
{people working in teams) to create a poka-yoke for a process. This is a simulation you will be able to take
away and use with your associates to reduce errors in your processes

0ce:

Mistake-Proofing is a process often used in the context of designing devices, typically simple and inexpensive,
that prevent defects from being made or, if they are made, from moving to the next process. Mistake-Proofing
can be used wherever something can go wrong. It is a technique, a tool that can be applied to any type

of processes i g ma acturing processes; service pi office, and
transactional processes.

Mistake-Proofing will help people and equipment "do it right the first time.” People and equipment will
always be prone to making mistakes, and we can't prevent all mistakes. However, processes should help
people do it right, not help them make Through the mistake-proofing process we can make it
easier to do the job right

9:00 am ~ 4:00 pm
Workshop 5 Engaging the Workforce with TPM & 5S
Fred Webberking, Maii Engii Alfmeier Corporation

What is TPM? TPM is company survival in a global market place. TPM is best defined by Seiichi Nakajima
considered the father of TPM as “a plant improvement methodology which enables continuous and rapid
improvement of the manufacturing process through the use of total employee involvement. The goal of TPM
is to effect fundamental improvements within an organization by impi g worker and p utilization
and effectiveness.”

Machines and processes are designed, built, operated and maintained by people. If we are to become or
remain leaders in our industries we must first improve human reliability through responsible leadership.
Inspired by the culture of Japanese manufacturing organization, Fred Webberking presents his own powerful
presentation of how North American industry leaders can improve their company’s competitiveness by
adopting TPM and 5s. The pursuit of manufacturing e is led as Fred ively transfers the
TPM and 5s philosophy into a step-by-step process towards a relentless, gradual, and a never ending will for
continuous improvement to zero defects and zero machine breakdowns. Who will benefit from attending this
workshop? Everyone. .. machine operators, maintenance technicians, design engineers, managers,

supervisors and co 2 vice pr d

Pamphlet highlighting a full day 8 hours workshop that | conducted on TPM and 5S at the AME show at
the palmetto expo center in Greenville, SC, 2005.




*

A Fast Start to 2001 for

sion. Well. | am nlancad 1 tal
of 2

quar

> far

grow with it's customers. ”

| Within the Alfmeier world where

| “2001 has started fast and promisesio| " \e winners and losers. so
| get more hectic fer continues fo The smile » d
Alé that continve fc

ations he

apanese cars is also
s reflected in the AF

Our goal,
as al-
ways, is
to reduce
the risk of
increase employee

injuries and
safety awareness. To date, a cou-
ple of programs have been imple-
mented to help us reach these
goals. First, to encourage zero lost

time accidents for 2001, the
Safety Committee introduced a
“hoagie day.” will pro

vide lunch for everyone if we suc-
ceed. To promote the “hoagie
day,” a hoagie poster is on dis-
play on the safety board in the
Canteen. Each month that we suc-
ceed, a portion of the hoagie is
colored in to show how close we
are to reaching our goal.

Ernest about Safe!

Secondly, the Safety Committee,
thanks to Bill Porter’s contribution,
introduced a “safety buddy.” The
safety buddy is the little skeleton in

attire in the canteen. If we
have an injury in the facility, the
safety buddy will be marked ap-
propriately to show the injury. The
purpose is to encourage us to think
about what caused the injury and
what we need to do to avoid an-

other injury. The Committee de-
cided he needed a name and in-
troduced a contest. Everyone was
given the opportunity to submit a
name to win a new flatbed scan-
ner. Thirty-four names were submit-
ted, and the Executive Committee

chose “Earnest” as our safety
buddy’s name. Fred Webberking
was the winner and stated that he
chose Earnest after the famous au-

thor Earnest Hemingway who was
appcrently very accident-prone.
He actually survived two plane
crashes within a very short period
of timel One other program that
will be implemented this year is a
quarterly OSHA audit. The Safety
Committee will be conducting
these audits to show our progress
on compliance and to identify
what areas need improvement.
These audits are based on what
OSHA would actually be looking
for if they were to audit our facil-
ity. After we have addressed many
of the basic issues, the Safety
Committee will consider requesting
a voluntary OSHA inspection to be
sure that we are in compliance.

Submitted by

My name in print again for a company safety awareness campaign with my coming up for a name for our
safety dummy - a standing upright mannequin dressed up in company attire. Each time their was a lost
time accident we would put a marker pin in the dummy to show were all the injuries were populating. |
came up with the name Ernest as in Ernest Hemingway - one of my heroes - as he had a very accident
prone life, once surviving two consecutive planes crashes within days of one another.

Again, it doesn’t show off my engineer talents, but rather that | get involved in other company affairs of
doing business and safety should be everyone’s business...



_ Response to September 11th

On October
22, 2001, dur-
ing a quarterly
roundtable
meeting,

presented

American Red
Cross repre-
sentative, with
a check for
$10,000.00 to
in the New York Disaster Relief Fund

aid
The donation amount was contributed by
;orporation and

em-
ployees. For every dollar donated by an Alf-
meier employee, Alfmeier Corporation and

each donated two dollars
for a total company match of four dollars for

every one dollar donated by employees

In addition to supporting the relief efforts, Alf-

cultural relationships and education. The pur-
pose of the foundation will be to support
global exchange and education programs for
younger generations to encourage exposure
and tolerance of people of different cultures

Alfmeier will donate a specific percentage of

. each years profits to support this foundation

and will also accept donations from anyone
who believes in it's mission

Submitted By

Really just standing in as an model for a 911 remembrance photo-op..




Fred Webberking

The Kaizen Kings

Each team member presented
visual summaries of continuous
improvement activities for
which he was responsible. The
activities covered a wide range
of improvements including
scrap reduction, downtime re-

duction, changeover time re
duction, FTQ improvement, and
new employee hiring test crite-
ria. Each technician is expected
to document, calculate im-
provement impacts, and pre-
sent at least two improvement

activities per year. Great job
team!

Submitted by
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I Change over = 3 min
3 Change
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AFTER KALZEN
WHERE WE ARE NOW

Cyche Thme = I02 seconds per plece

KEY POINTS

Part of all our MBOs was completing, testing and giving a show ‘n’ tell for at least 2 kaizen events a year
and my involvement as maintenance manager.




This is a picture of my training field boxes. This is my lean show-on-road which | keep all my own
designed and made training models, apparatuses, audio-visual aids and documents. An interesting point
is that the bottom section is actually a Vietnam era military field desk complete with attachment table and

camping style fold out chair. | bought it on e-bay and spray painted it black to match to top section which
is @ machinist’s toolbox.

All conveniently boxes away into a compact unit - works great, love it...




— . e . e TR
Field training box in the closed up, boxed up ready to haul condition...




Field training box opened up and set up ready to enthrall condition...




Yours truly conducting motor alignment on a 100 hp air compressor. This procedure needs to be done in
the correct sequence and with proper diligence in order to achieve a TDR of .002”. | think I'm showing my
age here as this is all done now with laser alignment technology...

10
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After my orientation period with a former employer | was asked for a report on my observations during my
orientation which involved me spending a week working in each department. One thing that was very
much in evidence was the current state of the work systems model. It had many departmental functional
silos and wide area management and | witnessed the squabbles and finger pointing inherent in these
systems.

| explained that if the company was to launch a lean journey the current organization of resources would
make that transition to become a lean enterprise an administrative impossibility. | was asked to come up
with a future state lean organization chart. I'm not one to be a master of the obvious and just say what’s
wrong with things without bringing to the table proposed solutions or countermeasures.

I've never done a lean organization chart before, but | knew how it should be and | began not with the top,
but at the manufacturing core process or gemba - Japanese term meaning where work is done and where
truth can be found - and worked my way out and what you see is the result.

This doesn’t mean to say that other departments in an organization like purchasing, shipping and
receiving are not important, but gemba is the revenue generating portion of the business and what’s why |
made it the epicenter in my chart. This is my own design, | don’t think you will not see an organization
chart like this anywhere else in the world.

As it turned out hundred of miles away at the same time, like minded corporate executives where drawing
their own lean organization chart and eventually the lines in the division of labor where leaned out. My
chart was never the officially adopted organizational chart, | guess it looked too much like a dartboard...

You may need to blow this up a bit to see it better... 1




01/10/2005

Access and location to information... As | was developing standard work with a previous employer | knew
that standards are not worth the material they’re printed on if people don’t adhere to them. Part of having
standards adhered to is having those who need to following them have a part in the developmental
process of creating them.

Also important is having point of use, ready at hand, line of sight to those documents. If you can afford to
have everyone walking around with handheld computers that can access a computer mainframe where
those standards reside, more power to you.

The cheaper and more reliable - no batteries required - approach are these catalog stands which | used
as information centers to house standard work uncontrolled released documents onto the shop floor...

Each production line had one of these information stands.

12
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Lean Jeopardy? Whatever will they think of next... This is actually Dean Davidson, President of The
Adopt Lean Group and my friend and lean teacher’s idea for an ice breaker and warm up exercise. | put
together the MS PowerPoint graphics, hyperlinks, sound bites and word art, I'll let Dean come up with the
Q and As.

He said that | should be the Alex Trebek game master, but | think he would do a better job of it than me as
he’s always been very good at asking the right questions... We first played the game as the last order of
business at a meeting of The Manufacturers Group held at the Greenville, South Carolina chamber of
commerce. We split the attendees into 3 teams, Dean asked the questions, | worked the computer and
kept score and we all had a lot of fun with it ...

| want to have PowerPoint kept track of the team’s scores, but that’s going to take some database code
programming, so I’'m going to have to do some studying up on that one...

13



5 WHYS & TOPS

Yours truly running a 5 Whys Tops (Team Oriented Problem Solving) workshop. Back to basics with this
one, no probability and statistics esotericism. Keeping it simple and easy. The intent is to firmly and
permanently embed the word ‘Why’ into the attendees’ problem solving vocabulary.

I mix in a few exercises designed to get people working in team oriented problem solving. | split the
attendees into two teams and have them conduct an investigation into real problems using the 5 Whys
method. Albeit a heuristic technique, 5 Whys is a simple yet powerful start for problem solving beginners

Effective problem solving events are the synergistic result of a team of people working together using a
structured approach...

14




Yours truly again running a 5S workshop.

15
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When you think communication what do you think of? A telephone? Text messaging? Emails? Memos?
Posters? Notice boards? How effective are these modes of communication? Send — Receive. In
organization design and organization development in which structures and processes influence worker
behavior and motivation. When you view an manufacturing environment there are basically three levels of
communication; there are the workers out on the shop floor, supervisors and middle managers close by
the manufacturing shop floor and then the top managers or leaders of the organization. How do you pass
up and pass down information effectively through these levels or ‘tiers’ so that messages of
understanding are understood.

You can make the boards however you want, what did here was designed the metrics print out on plotter
sized 48" long X 36” wide placed against the wall and held in place by a same size toughened glass
retainer.

MDI stands for two things Managing Daily Improvements and Multiple Display indicators. This is an
internationally recognized best practice best companies in the world use. A good example of a Multiple
Display Indicator is a vehicle dashboard or a baseball scoreboard. Combine these together and you have
layered or tiered communication conduits to effectively talk to everyone with interactive information. The
above pictures show the installation of a three tiered daily meetings. Tier | is conducted daily at the end
and beginning of the shift and is closest to the workers shift to shift reviewing the last 12 hours of
production results. The ideal place to have these meetings is out on the shop floor is noise level will allow
attendees to be heard.

16
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Storyboards can be used which | have gave mention to in other areas of my website. Tier Il is conducted
daily. It may or may not be in the same place. This is where supervisors and cross-function supporting
managers convene to review the last 24 hours of production results. Tier lll is also conducted daily and is
usually the top management leadership.

Each level or tier has there own MDI review boards. The boards are interactive, meaning you write using
dry erase markers on the Lexan plastic your updates. By the way, this is standing meetings — no sitting
down. We are all tired of those boring production meetings that drone on and on...

17
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Whether you use a MDI, SCRUM, SPRINT, DASHBOARD or a STORYBOARD the purpose is the same
and is to act as a communication and information radiator...

* What do | work on?

* Where do | get my work from?
* How long should it take me?

* Where do | send it?

« When do | send it?

When designing your boards make it as interactive as possible, meaning people go to it and look see
meet there with team members and enter or adjust data or information on it manually and regularly with
either a pencil or dry erase. Remember this: ‘Visual management without management standard work is
wallpaper and management standard work without visual management is social tourism’.

If money is no object for you then loT (Internet of Things) is great if you can have an andon board that
communicates directly to your WMS and ERP systems in real-time. Ask: Does your communication
information board complete the P.D.C.A cycle? Who is going to do what? By when? Follow up...
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Adopt a hlghway with some of my work colleagues Summer 2015
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Making Strides Against Breast Cancer charity walk with some of my former work colleagues... Chilly
October 2016.

MAKING STRIDES

Against Breast Cancer
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