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	Toyota Production System --  The path to world class.
	
	 

	
	Static -- 1
	2
	3
	4
	5
	World Class - 6
	Rating

	Production Instruction
	Difficult to understand.  Either supervisor or operator decides schedule
	Other methods: Either daily, weekly or monthly scheduling
	Kanban sets production schedule based on takt time and daily production instruction
	Periodic withdrawal (.4x/shift) from process based on shipping quantity
	Very Frequent (<1 hour) withdrawal based on material handling system or other
	Ultra frequent (<10 minutes) withdrawal from process based on Ideal Kanban Cycle
	 

	Shipping Management
	No idea of how to stage.  Material to ship is not staged for loading until truck is at the dock
	Some type of staging area but method is unclear.
	Unclear when load should be completed for shipping but staging is used.  Process not managed.
	Load is staged at a fixed time before shipping.  Finds shortage condition too late to correct.  No C/M taken.
	Staging area used to prepare load and find shortage prior to time truck is due to ship.  C/M is taken.
	Staging area used to find delivery problems prior to shipment.  Corrective measures (C/M)taken to solve problem
	 

	Finished Part Management
	Impossible to judge the level o inventory needed to support customer requirement.
	All material both WIP and finished goods stored in warehouse in a mixed area.
	Only finished goods stored in warehouse.  Organization is by part or customer.
	Finished goods keep FIFO.  Level is easy to recognize by sight.
	Buffer and safety stock based on knowledge of the actual capability
	Buffer and safety stock used to identify opportunities for Kaizen.
	 

	Inventory Management
	No organization (random)  Centralized warehouse used for all finished goods.
	Quantity unclear but material organized in warehouse for easy location.
	High level with easy to see amount of inventory at fixed locations and minimum.
	High inventory level (2-5 days) that absorbs changes in the customer order or production volume.
	Low inventory level (1+day) that absorbs changes in the customer order or production volume
	All finished goods located in staging, buffer or safety stock areas.  Stock at cell is limited.
	 

	Material Handling
	No organization to material handling system.  Unclear what or when to move materials.
	Push method used to deliver to plant floor.  Large lots based on shipping container.
	Assigned material handler with large quantity moves. Not standardized.
	Standardized materials handling using pull system but quantities are usually large.
	Frequent move of small loads, using a pull system.  Easy to tell the number of T/M needed.
	Ultra frequent conveyance that supports the production systems. Small quantity moved in mixed loads.
	 

	In-Process Inventory
	In-process part storage is in centralized warehouse.  No attempt to organize flow of material.
	Large quantity of in-process stock kept at cell.  Difficult to tell previous or next process.
	Limited inprocess stock at a high level due to late size or process capability but organized.
	Easy to tell the next process for material but quantity is higher than needed.  Loss than box size.
	Standard inprocess stock but higher than needed.  High level of finished goods kept at operation.
	Standard inprocess stock used.  Small quantity of finished goods at operation.
	 

	Production Flow
	Separate departments or buildings for each process. Hard to see part flow (how part is made.)
	Processes in the same general area or building but lacks organization.
	Machine layout that looks like cell.  Process flow not kept but has aids to clarify the part flow.
	Process flow cell but does not permit one T/A to operate.  Allows a high level of WIP.
	Process flow cell but allows a higher level of WIP than needed.  One T/M can operate.
	Cell layout permits only 1-by-1 operation in an efficient manner.  Hard to add in-process stock.
	 

	Process Flexibility
	T/M sets pace and method to do the job.  No consistency between T/M's
	T/M knows only 1 process but does not have training.  Methods vary by T/M
	T/M  knows only 1 type of process.  Some effort to train T/M.  High wait time (10-30%)
	T/M works several process types.  T/M moves are rhythmic w/wait time that is too high.
	Restrictions that limit line flexibility.  Good work balance (wait<10%) with multi skilled T/M.  
	Multi-Skilled operators with balanced work.  Matches the needed team members to the demand.
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	Man/Machine Separation
	T/M has to watch the machine to insure that process if completed properly.
	One T/M assigned to one machine.  T/M waits on machine to finish.
	T/M may run several of the same type of machine, but still has to monitor operation
	Self-stopping devices permit other work.  T/M may run several machines or one or more types.
	T/M loads and unloads. More than one feature: self-stopping, one touch start or Andon
	T/M only loads in quick, easy moves.  Self stopping, one touch start and Andon features built-in.
	 

	Quality
	No inspection method or standard.  Not consistent between T/M's.
	Inspection away from the operation.  Some inspection standard but to clear.
	In-Line check and off-line repair.  Inspection standard clear and T/M trained
	In-Line check and in-line repair. How to inspect is clear and method built into T/M job.
	B/Q using line stop methods prevent defects from being passes.  Problem solving and C/M.
	Defects cannot be built & B/Q.  Process parameters monitored to maintain quality.
	 

	Standards
	No standards visible at the job for methods of quality.  What should be done by whom is unclear.
	Some standards at the job but most are not early to follow and/or out of sight.
	Some items standardized mainly in the plant.  Some standards are out of date or not followed.
	Most items standardized and usually followed.  Fed standards are out of date or obsolete.
	Systems to help T/M keep the standard.  Kaizen changes may not be documented.
	Systems in [place to develop[ & maintain job standards.  Procedures to update based on T/M &.
	 

	4S
	No workplace  organization.  Usually appears disorganized or dirty.  Cannot tell what is needed or not.
	Workplace looks to be organized, but difficult to identify proper location.  Unneeded items. 
	Clean work area and shows organization.  Scrap and rework material clearly separated.
	Organization & labeling of operator tools & small items.  Rules followed most of the time.
	4S principles used in support areas like bulletin boards, conf. Rooms and office.
	Procedure to manage 4S improvements.  Periodic checks by management to maintain level.
	 

	Visual Control
	Cannot see the difference between usual or unusual (Problem or no problem)
	Some problems recorded but no idea of extent or severity of the problems.  
	Only severe problems are recorded.  Limited C/M activity.  Monthly reports used to pick-up
	Production board used to pickup major problems.  Easy to see but reaction is usually slow. 
	Andon or other method lets G/L quickly find any problem.  Quick response and B/M to most problems.
	Problems easy to see by production method.  Top mgmt. Knows problem, cause and C/M
	 

	Information Flow
	Management unaware of plant/office operations.  Judges performance by monthly financial reports. 
	Most problems hidden from management.  Only T/M or supervisor knows the real problems.
	Communication of problems to support staff but response is slow.  Status of problem to be solved unclear.
	Managers work on problems that they know about but don't know the root cause or C/M
	Management has interest "Go and See" practices at least once/day. Supports T/M suggestions.
	Every management level has a keen interest & knowledge in plant/office operations.
	 

	Floor/ Office Enthusiasm
	T/M ideas to improve their jobs are ignored or dismissed by managers.  Little effort to change.
	Relies on paper study and change process takes too long.  Relies on equipment to fix problems.
	Kaizen limited to big event.  Small kaizens not promoted.  Staff works on "Big" kaizen without T/M's
	Suggestion system to promote T/M involvement.  Small Kaizen important and encouraged.
	Ability to find problems and cause.  Kaizen by T/M but not directed to area of company's greatest need.
	T/M attitude to eliminate waste systematically by directing effort for customer and T/M benefit.
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