Process Flow Charts



5 Possible Steps:

* Operation

Physical change to Products Q
Value Added

 Transportation

Object is moved |:{>

Non Value Added

* Inspection
Inspect/Test
Non Value Added

* Delay

Unplanned stop of work (Progress) :]
Non Value Added

* Storage
Held by design plan
Non Value Added



Goals — Improve Process by:

Reduce number of steps
Rearrange steps

Reduce cost of individual steps
Reduce handling

Combine steps

Shorten moves

Make moves cheaper

Reduce 1n process inventory



Questions in Analyzing Flow

Charts (1)

Can any step be eliminated?

As unnecessary (Ask: Why 1s it done?)

By new equipment. (Ask: Why 1s present equipment
used?)

By changing the place where it 1s done or kept (Ask:
Why 1s 1t done there?)

By changing the order of work (Ask: why 1s 1t done
In 1ts present order?)

By changing the product design (Ask: why 1s it made
as 1t 1s)
By changing the specifications of the incoming

supply. (Ask: Why 1s it ordered 1n its present form or
used at all?)



Questions in Analyzing Flow
Charts (2)

 (Can any step be combined with another?

— By changing the specification of supplies or raw
materials?

— By changing the design of the product, even if only
the tolerances?

— By changing the order of the steps of production or
doing inspection at any operational station so as to
avold an inventory of faulty products?

— By changing the equipment used(e.g., using a
multifunction machine or creating a multi-machine
work cell served by a single person or by a robot)?



Questions in Analyzing Flow
Charts (3)

* Can the steps be rearranged so as to make
any shorter or easier ?

* Can any step be made easier? (If this looks
like a possibility, make further detailed
analysis of this step.)



Sample Process Flow Chart
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