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Steps To Ideal State

Business
& People
Purpose

Results and
Condition

Source: The Toyota Way to Continuous Improvement
Figure 2-1. Problem Solving your way toward an Ideal State



1. Evaluate Resulls . Identify Problem

Z.5landardize affactive
countermeasure(s)

. Analyze Causa(s)

oRrl 3. Formulale

Countermeasures

Start POCA again
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Do botlh If Results Unaven

1. Monitor Progress of
Implementation Plan

1. Develop an
Implamentation Plan

2. Modify Plan if Necessary . Communicale Plan

3. Moniter Results . Execute Plan

Figure 2-2. Plan-Do-Check-Act Cycle



STEP 1: Clarify the Problem vs Ideal State
[ Clarify the problem and True North]

STEP 2: Grasp the Present Situation and See the Gaps
[Ground problem in reality to further clarify]

STEP 3: Breakdown Problem and Set Targets
[Breakdown problem to manageable focus
and set targets and metrics]

STEP 4: Analyze Underlying Causes
[Ascertain root causes]

STEP 5. Develop Countermeasures
[I[dentify what, when, and who]

DO STEP 6: See Countermeasures Through
[Follow the plan and note deviations]

Check STEP 7: Monitor both Results and Processes
[Check the results vs targets]

Act STEP 8: Standardize and Spread
[Take actions to sustain effects and
yokoten learnings to other areas]

Figure 2-3. The Eight Steps involved in Toyota Business Practices (TBP)



m STEP 1: Clanfy the Problem vs ldeal State
| Clarity the problem and True North|

Figure 2-4. Plan Step 1

m STEP 2: Grasp the Present Situation and See the Gaps
[Ground problem in reality to further clarify]

Figure 2-5. Plan Step 2

m STEP 3: Breakdown Problem and Set Targets
|Breakdown problem to manageable focus
and set targets and metrics]

Figure 2-6. Plan Step 3



m STEP 4: Analyze Underlying Causes
[Ascertain root causes]

Figure 2-7. Plan Step 4

m STEP 5: Develop Countermeasures
[ldentify what, when, and who]

Figure 2-8. Plan Step 5




Figure 2-9. Grasp the Situation at the Center of PDCA




Ideal is customers who are completely satisfied. Currently some customers are
inconvenienced by automotive problems.

Figure 2-10. Plan Step 1: Clarifying the Problem as compared to the Ideal State

Too many customers are bringing in Toyota vehicles for warranty work which
costs them time and satisfaction and costs Toyota money.

Figure 2-11. Plan Step 2: Grasping the Situation and Seeing the Gaps

Warranty problems originate in product development (e.g. poor error proofing),
are contributed to in manufacturing (e.g. errors) and discovered in the field.
Immediate focus will be on manufacturing through to customer feedback and
response. Target=60% reduction.

Figure 2-12. Plan Step 3: Breaking down Problems and Setting Targets




Manufacturing-poor understanding of potential errors throughout manufacturing
process and miss defects in inspection.

Feedback and response-Problems in field not well diagnosed and communicated
and requests for changes are diffuse and ineffective.

Figure 2-13. Plan Step 4: Analyzing the Underlying Causes

Manufacturing-Built-in Quality with Ownership at every work process + improved
Inspection process.

Feedback and response-System for finding root causes of warranty returns and
streamlining feedback to appropriate engineering design function.

Figure 2-14. Plan Step 5: Developing Countermeasures

Deployed through global network of leaders who take responsibility.

Figure 2-15. Do Step 6: Seeing the Countermeasures Through




Monitored closely over seven years with continual adjustment.

Figure 2-16. Check Step 7: Monitoring both Results and Processes

Many new processes were standardized in manufacturing, engineering and sales.
Work progressed further on root cause: better training and development of
engineers and standardization in engineering, built-in quality with ownership in
manufacturing, and an improved warranty reporting system in sales.

Figure 2-17. Act Step 8: Standardizing and Spreading the Learnings




North American Plants Overall Warranty at 3
Months in Service

‘02 CY base year

‘021 '03/1 ‘041 ‘05/1 '06/1 0771 ‘08/1 '09/1
Percent Annual Warranty Reductions

Source: Toyota Engineering and Manufacturing of America, Inc.
Figure 2-18. North American Plants Warranty at 3 Months in Service



Figure 2-19: Man Jumping into a Pool with Water (left) and without Water (right)



< Effect / Problem /Symptom _>

Where?
DO NOT ask
Where? Why? at this
stage.
Where? Ask Where?, until

you find the POC.

Why? —Direct Cause/ POC - Point of Cause

Why? — | C
ause After you identify

Why? —3>| Cause the POC, ask Why?,
Why? —> | Cause until you get to
the root cause.
| —
Why? —=>» Root Cause
1\ Identify a countermeasure
Countermeasures that will eliminate the root

cause. Apply and Test it.

Figure 2-20. Narrowing the Focus



Why? —L

Designer didn’t design correctly

Figure 2-21. First Answer to the Question: Why are the parts not aligned correctly?

Problem Statement: The defect rate is over goal

Why? —L

Too many defective parts

Figure 2-22. Answer to the Question: Why is the defect rate too high?



Why? —L)
No error proofing device

Figure 2-23. Second Answer to the Question: Why are the parts not aligned correctly?




Concrete Actions and Processes Drive and Dedication

Clarify the Problem ¢ Customers First

Break Down the Problem + Always Confirm the Purpose of
Your Work

¢ Ownership and Responsibility
» Visualization
Develop Countermeasures e Judgment Based on Facts

Target Setting

Root Cause Analysis

See Countermeasures * Think and Act Persistently

Through ¢ Speedy Action in a Timely
Manner

¢ Follow Each Process with
Sincerity and Commitment

Standardize Successful ¢ Thorough Communication

Processes + Involve All Stakeholders

Monitor Both Results and
Processes

Source: Toyota
Figure 2-24. Toyota Business Practices - centered on a problem solving process.



Source: Toyota Way to Continuous Improvement
Figure 2-25. PDCA (Plan — Do — Check — Act or Adjust) Wheel or Deming Wheel



Source: Toyota Way to Continuous Improvement
Figure 2-26. PDCA Wheel with only Do — Make it Happen!



Source: Toyota Georgetown Plant
Figure 2-27. Visual Management Board
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PROBLEM

Current Situation

PROPOSA STATUS INFO
STORY sglr.;m Hl?rﬁ STORY STORY
PROPOSAL TYPE
STORIES REPORTTYPE STORIES

Source: Toyota Technical Center
Figure 2-28. Four types of A3 Stories



(' PROPOSAL STORY )

I THEME l
| - INTRODUCTION I Il - PLAN _I

I IV - UNRESOLVED ISSUES I

I Il - PROPOSAL I

V - ACTION PLAN (Schedule) I

AUTHOR DaTE

Source: Toyota Technical Center
Figure 2-29. The Proposal Type A3 Story



STATUS REPORT STORY )

I THEME |
|. BACKGROUND V. TOTAL EFFECT
Il. OBJECTIVES
V. UNRESOLVED PROBLEMS /
FUTURE ACTICNS
. IMPLEMENTATION
AUTHOR: DATE

Source: Toyota Technical Center
Figure 2-30. The Status Type A3 Story




( PROBLEM SOLVING REPORT STORY DETAILED )

THEME
Answers the question - “What are we trying to do?” |

PROBLEM SITUATION COUNTERMEASURES

= [he standard
« Current situation
» Discrepancy { Extent of the problem

(Resulting from Cause Analysis)
+ Temporary Measure

Rationale for picking up the problem (Importance to businep: * Long Term Countermeasure

activity, goals, or values of the organization)

TARGET/ GOAL IMPLEMENTATION |

WHAT WHERE WHO WHEN
Measurable description of what you want to change; Adtions to Responsible | Times,
quantity, time be taken person dates
CAUSE ANALYSIS
PROBLEM: FOLLOW-UP

Potential Causes + Unresolved issues and actions to address them

) * How will you check effects?
Most ikely direct cause: « When will you check effects?
Why? > Why? = Why? - Why? * How wil you report finding?

When will you report findings?
Root Cause: you ree ¢

. TAD 27T

Source: Toyota Technical Center
Figure 2-31. The Problem Solving Report Story - Detailed



PROBLEM SOLVING REPORT FORM

[Piant Ancka Depariment: _Wallmount Manual 1 ling Date: 120 Prspared by: Al Mol
1. DEFINE THE PROBLEM SITUATION 4. RODT CAUSES DETERMIMED BY 5 WHY'S
1. The line is net balanced
Ho Manual L.I'\\i 1 “ltm Predustion n‘““u.‘ Prier to Lean w}*mﬂﬂ G_ Procem qdl times nol based an Takt time
P T 8 8 8 S 8 A A R AR R SR AR AR R
0 Goal =02 1. Thete ki no gandaid stafing plan
im 4. No Standaidizad mathed lor dividing woik
S Average= 157 5, Theta is ne mathod to raplace prople when thay need 1o leave the line
160

7.Theie ks no methed (o1 handling mestings

. Theie i no systam to cover absances

S T T I I I P F A I I 7

9. No standand level of in process tlock at the end of the shift

10. Thatw bs no 480 1uls en haw 1o balance the schedule

BPOTWELD

:
$
:

ATTACH COVER

5. ACTION PLANS TO CORRECT PROBLEMS
ACTIONS ] VHEN STATUS
® The daily cutput of the line Nuctuates greatly ® There s no contiel of the procems: Balance line accarding 10 Taka Time Derminte | 19-Jul Complete
® Ouiput is not cansistent ® The procem ks not reliable Develop saffing plan e addiem manpower mues AmSargiet | 1-Jun Complete
® The daily preductivity gesl in nol being mat Establish Standaid In Process Stock Levels 1Jun Coengplat
1. ANALYSIS OF LINE CY'CLE TIME Develop Future State Map 1-Jun Complete
Incoiporate Line Suppert Role Derein 1-Jul Complete
160 WManualLing 1 Cycle Times Frior to Lean implementation Reduce numbes of spesations by cembining Team 1Fab Coenplete
TAKT TME =12 6. RESULTS OF ACTIVITIES
#Welding operation over Tekt tims Manual Line 1 15t Shift Waakly Production 2001 oF
 as babdbencad - L zsog?-nacamr:ﬁmnf
wWith cument balance line should ﬁ ] Average = 208
achieve higher oulput 200 - T st | Oyl Time Reduction of
$io] i
= 470 | Improvement = 51 Units Per Shift
= =% g g§ g E w g 160 4 . Productivty Improvemnent
3 = & ]m ..................................................
5 & g $ £ § @ g 3 5%
8 2

3. LIST POSSIGLE CAUSES FOR PRODUCTIVITY FLUCTUATION PROBLEM USING THE 4 WS 1. FUTURE ACTIVITIES
Methed Machine - Implamentabon of Pull Systsm
Poor product mix Poor scheduling Braakdonwn for Vaiue Straam
Mot enough people Mo clear plan Yield
Ling imbalance Missing Tools Long selups - Supsrmarket body blanks
Lows first pass yield Poor Workstation layout i E and End Blanks
Cant find matenial Repainng Defects
No serise of urgency Empty ne at shift end E - Scheduling via signals from
Wan Matariah warehouss
Rattwoom Breaks Anitude Materials not available  Buffing every cover ] E
Line short dus o vacation  Extended breaks

Source: David Meier
Figure 2-32. A3 Problem Solving Story — A Manufacturing Story




Purchasing Card Implementation

CURRENT SITUATION

Processing costs (labor and material)

) — Comparison: % POs to Dollar
Purchasing dept. 537 - 70% "
Finance dept. 539 $27 3 60%
Technicaldept.  $27 §27 g 50% : =
Total $103 554 aonl NP 24
0% e |

2005 volumes 205 ER

55250 %5500 £51,000 10%. % PO L]
# Purchases 813 1200 1525 |
# Invoices 2316 2740 028 <5150 <5500 <51000
Time req'd (hrs.) 5525 7148 8489 Purchase Order Diollar Amaouant

+ Company anticipates growth through the next 5-10 years; sdminlstrative overhead will also

Increase without efficiency gains,

+ Current paper-based system for processing purchase orders (POs) does not take advantage

of new financial techno
« Emergency and spot transactions are currently burdensome and time consuming.
+ All purchases are treated the same, regardless of dollar amount.

PROPFOSAL

Implement use of purchasing credit cards for purchases =<8500 t incur the following
savings, and Increases in efficiency:

= Labor hours saved, Tech groups, Purchasing, AFD

= Labor and Material Cost savings

= Reduced PO, RFF, Expense Reports, Invoice paperwork

= Customer Service to T/As through reduction of time spent on paperwork.

= Ease of performing spot transactions, Test Trips, Emergency transactions, Etc.

= Helps to maintain exisling ADM & APD headeount while TTC grows ever 5-10 yrs.

= Reallocated time used an higher ticket buys, priority projecis, Eic.

LABOR COST & TIME ANALYSIS

FO Invales

Laber and maleral cost

Current cosl par Lransactlon 5108 54

Est. purchasing cord costs £10 $10

Savingn par transaction [TE] 554

Potentlal annusl cost savi 559,600 593,160
Time navings (hours)

Currant PO system 3300 3,900

Eit. purchasing card 630 1500
l'olmuﬁ annual time uﬂE 2,630 1,330
* Approx. 1/3 of tme savings n te Tech Groups

PLAN

» Dept. manager determines which susocistes are bssued cards for specific dept. purchases.

« Purchasing is issued cards.
= Acceptable business-related purchases using card:
Small tools Seminars
Auto supplies Difice supplies
Minor equipment repalrs  Printer services
Electrical supplies
Catering
Hardware
» Unacceplable uses of card [Blocked):
Personal uter
Computer hardware
Jewetry, furriers

+ All card users required to sign a purchasing card
hnd:ﬂwrpmdudﬂﬂ}g:thpwld:ﬂm

Cash advance
Capital purchaces

IMPLEMENTATION

Photo processing snd film
Postage

Copry servioes

Bulbding maint. supplies
Colfor services

Travel & enterainment
Indep. contract services

}ymmﬂlhﬂl‘ﬂutlﬂwﬂﬂ:wﬂwﬁhﬂt
arth

Card user cbtalns approval from dept. manager for each purchase.

L
2 Card user contacts vendor, places orders. and provides vendor with appropriate information.
1 Goods shipped as specified and labeled “Purchasing Card®~ cardhobder name.
4+ Mmﬁwmmmﬂllhﬁﬂhﬂu‘mﬁm[ﬂﬂr‘ﬂuﬂ
recript s forwarded o card user,
5. All packing lises and receipts are retained by requestons and matched against monthly statement.
& Card user reviews stabemnent, altaches appropriate pecking lists and receipts, records JRM #'5, slgns
arwd Forwards to depl. manages.
7. Dept. marager reviews statement for scouracy and initials and detes siatement.
8. Dept manager foowards to Gnance dept. Finance audits statement snd supporting documents for
enmpliance, sales tax, 1099,
9. Finance dept. pays from master Invoior recefved directly from the purchasing cand banic
CONTROLS
= Monthly dollsr limits per card
+ 5500 single tramsaction lmit
+ Limbted mamber of transactlons per card per day
+ Merchant category blocking (Le., cash advances, jewolry stores, appliances, etc )
TIMELINE
QI20068 W20 BME1IMS 11ME-331 111B-331  4H-4M5 L1648 £21-530 22007
—_—_— E 3 e o E 3 C e 2 - -
Prasent Policy guide. Training for Concurrently  Au Report Training: Company.
seh lines, hawer  Pilok ,:':..., mlupﬂl-hz m;t:'- audit company.  whde
mig,  selection,  facilities, Imofilol  results  wide evphe-
supplier  purchifin, mm maniation

Source: Toyota Technical Center

Figure 2-33. A3 Problem Solving Story — A Purchasing Card Implementation



REDUCE INJURIES DUE TO CUTS DURING THE HANDLIMNG OF SHEET METAL
FROBLEM SITUATION

— i By R I 1.:* ——— ,...__'l
N — i
MEE=
==}
1 :.- u——.-—- e | -

Tolal (plart-wade) bosi marehours dos 80 npory lor 2001 is unacceplabie <
1550 hrs
Comgany chipctive is 19 reduce lotal by SO%. (1550 bea = FT5 b))

Sigedicand hand injurie (requising dueys off) ars primarly fom handing
muklprinte in wn praale mann, T B0 SCCUMSNg N
PresuFabifagy sreas where material handing i requred a3 pard of 1he job,

50 hew of losl tavs wirs reCordad in 2001 duw 10 hand injorms.  Hand
injunas cosls Galalh e astimated §14 200 per year in osl man-houn,

Ernploges talsly it one of Gelath's key company valusn and musd ba
addrpiiad

Ty

Llanly gefaniliond and cosdbans b & pnng $hap Salely nokes with Lnetn repeese plativis &nd 3 hagp
supsnvisory. Fuler may aeed to be reworded and rewarked 1o rellec) practical shop Soor
AppUCHan

Rwwrard system will be implemenled a5 o first slep in beu of increasing employes desciplinary action
hhﬂmhhumwﬂﬂrm ¥ v

Rafla consishing of o cash pnté [suggested valos of ot least 52 0000 wall Ea held ot tha end ol 1hae
yoar To mamimn ol pibdty, &hop loor mambant st

»  blaisiain & clean parsonal injury moond

o Bot b ceught (mkag 13 Dlow shop materal handing and eye prolection safely neqannments

Emplayets would by encoursged 12 inkiem sed weatth oot B aach olher Ibroughoul the warkdsy.

Cnce of twmce 8wk, 3 adomly sslecied member of the supsrrizery ol would perform e shep
patrol walk 1o look far employes nen-confomante.

Ebmirated smployees would ba given the eplsen 1o buy back into the rills by making a minmam

cash donation 1o & chanly (o be dalermmad)

Subsaquint salily nfrachons alber biing removid from ralle Hgbdty may nisull in an emplayee
wrile wp.

TARGETIGOAL

CALUSE AMNALYSIS

FHOBL EM; t.l'l'ﬂhjll‘l- Al ricbmng CuRE, Hlllpll.-'ld BraEanE wig hll'lﬂl-l'lﬂ Ehaet el
MOST LIKELY CAUSE: Emgloyess Snd fal followi g “glowes required” policy whan handing kel
malal pans or Banks

WHYZ For emall or quick jobs whes gloves ace nol handy, smpleyees would raibver risk gening a
cul thin expending 1he bequi red efisd to bnd 3 58 of glaves 1o pul o

WHY? Lack of desciphna to company pobcy

WHY? Humin nature ta Like The easy nule = perceived benefils oubweighs the risk

WHYT N mateation to kel rules when il i aol comanient o do wo

WHTYT Peasiad for breaking nadid bn nol biang eaforsed ANCYOR lack of sulficiunt newand for
sdharsnce io pakey

ROOT CAUSE: Motivational insue = 8 e not motivated snough to sxpend the reguined
wlion 10 klow bazic shop safely requiremerts when i is imcomveniend 1o di 30,

o ba mglimenisd &1 8 company sElEly ndalve 0 conyuncl on with Urion t ¥ -omemd L
Tracking is 1o begin for lba sbbreviatad yow, sleding ia Mach 02
ACTION RECD RESFONSIBILITY | DUEBY
Project approval President (Lowary) Feb B
Comenimsc ste AJ plan 18 Unioe Saley Commites | HR # FLalston Feb 18
Iﬂnlim.drmr:n.ml roll ot :t;rmu ﬁlm
Cluify salely rules Cralisth- Unian St Feb 25
e J Subcommiier d
Foll out delail o Golisth managers and Goliath Salety Feb 22
superasans + ghop amployies (thraugh team Represantaireg
| mewtengs) (Gancr)

VERIFICATION and FOLLOW UP ACTIVITIES

Frograss 10 be iracked moachly dunig Wually Sysiems {eam maslngs madsuasies lEckng
(Compars X002 progress with 99 7 00 7 01 YTD safety dats)

o sl fureny of ehop superasony and managenal elalf on & quadedy bass regarding Ehop eafuty | .
smend and compiance o | i nirs.

AUTHOR:

DATE:

Figure 2-34. A3 Problem Solving Story — Another Manufacturing Story



REDUCE INJURIES DUE TO CUTS DURING THE HANDLING OF SHEET METAL
PROBLEM SITUATION
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Total (plant-wide) lost man-hours due 1o injury for 2001 is unacceptable =
1550 hrs

Company objective is to reduce total by 50%. (1550 hrs = 775 hrs)

Significant hand injuries (requiring days off) are primarily from handling
materials in an unsafe manner. Most injuries are occurring in
mirammrame e Press/Fab/Assy areas where malerial handling is required as part of the job.

350 hrs of lost time were recorded in 2001 due 1o hand injuries. Hand
injuries costs Goliath an estimated $14 200 per year in lost man-hours.

1111}

Employee safety is one of Goliath's key company values and must be
addressed.

Figure 2-35. Reduced Hand Injury Report — Problem Situation




TARGETIGOAL
Reduce sheet metal handling injury frequency by 90% over the nexl 12 months.

CAUSE ANALYSIS
PROBLEM: Employees are receming culs, scrapes, and abrasions while handling sheet metal,
MOST LIKELY CAUSE: Employees are not following "gloves required” policy when handling sheet
metal parts or blanks.

WHY? For small or quick jobs when gloves are not handy, employees would rather risk getting a
cut then expending the required effort to find a set of gloves to put on.

WHY? Lack of discipline to company policy

WHY? Human nature to take the easy route — perceived benefits outweighs the risk

WHY? No motivation to follow rules when it is not convenient to do so

WHY? Penalties for breaking rules are not being enforced AND/OR lack of sufficient reward for
adherence to policy

ROOT CAUSE: Motivational issue = Employees are not molivated enough to expend the required
effort to follow basic shop safety requirements when it is inconvenient o do so.

Figure 2-36. Hand Injury Target/Goal and Cause Analysis



COUNTERMEASURES

Clanty definitions and conditions for applying shop safety rules with Union representatives and shop

supervisors. Rules may need to be reworded and reworked to reflect practical shop floor
application.

Reward system will be implemented as a first step in lieu of increasing employee disciplinary action
for failing to follow company safety rules.

Raffle consisting of a cash prize (suggested value of at least $2 000) will be held at the end of the
year. To maintain eligibility, shop floor members must:

« Maintain a clean personal injury record

» Not be caught failing to follow shop matenal handling and eye protection safety requirements

Employees would be encouraged to inform and watch out for each other throughout the workday.
Once or twice a week, a randomly selected member of the supervisory staff would perform a 'shop
patrol' walk to look for employee non-conformances.

Eliminated employees would be given the option to buy back into the raffle by making a minimum
cash donation to & charity (to be determined).

Subsequent safety infractions after being removed from raffle eligibility may result in an employee
write up.

Figure 2-37. Hand Injury Countermeasures




IMPLEMENTATION
To be implemented as a company safely inialive in conjunction with Union Plant Safety Committes
Tracking is to begin for the abbreviated year, stating in March 2002,

ACTION REQD RESPONSIBILITY DUE BY

Project approval President (Lowery) Feb B

Communicate A3 plan to Union Safety Commillee | HR Employee Relations Feb 18

for review, discussion, and roll out strategy (Elzerman)

Clarify shop safety rules Goliath-Union Safety Feb 25
Subcommiltee

Roll out details to Goliath managers and Goliath Safety Feb 28

supervisors + shop employees (through team Representative

meetings) (Ganci)

VERIFICATION and FOLLOW UP ACTIVITIES
Progress to be tracked monthly dunng Quality Systems Team meetings measurables tracking
(Compare 2002 progress with 99 /00 / D1 YTD safety data)

Informal survey of shop supervisory and managenal staff on a quarerly basis regarding shop safety |-

improvement and compliance to shop safety rnules.

Figure 2-38. Hand Injury Countermeasure Implementation, Verification and Follow-up




HOW DO WE TEND TO TRY TO IMPROVE?

We hunt for wastes or react to problems, and
try to eliminate them

@ Frgbfems, wastes
. and opportunities
* ., @® ) / for improvement

O e

Condition é . @ . .G) .
e @ .

. ©
L] o e

Like Stopping a Leaking Dam .~ . %

by putting your finger into i _@,;,,;Ht; |

one hole at a time | R

Source: Mike Rother /’ <)

FIGURE 2-39: Hunting for wastes and reacting to problems is a losing battle



IMPROVEMENT THROUGH PDCA
IS HIGHLY FOCUSED

With the Improvement Kata you work
iteratively toward a target condition, on
the way to a challenge, learning along the
way. You work on those things that you
discover you need to work on 1o reach
the next target condition.

Current
Condition

TOYOTA . :
W ATA

Targot
cnnmlton senag

Source: Mike Rother

Figure 2-40: The Improvement Kata is focused
Experimentation toward a defined target condition




THE STEPS OF THE IMPROVEMENT KATA
2 4 3

: “ .
Dbstacles Challenge

Step 1: In consideration of a direction or challenge...

Current
Condition l

%
(1)

Step 2: Grasp the current condition.
Step 3: Define the next target condition.

Step 4: Move toward that target condition iteratively, which
uncovers obstacles that need to be worked on.

© Mike Rother

Figure 2-41: The Four Steps of the Improvement Kata



Learner's Storyboard

Current PDCA Cycles
Condition Record

Obslacles
Parking Lot

A

Forms available on the
Toyota Kata Website

http://www-personal.umich.edu/~mrother/Homepage.htmi

Figure 2-42: The Storyboard for Coaching the Learner of the Improvement Kata



Terex Problem Solving Report

TOPIC/Focus Area.

Date/Name:

L identify the Problem (Include Challenge and Curment Condition)

Challenge Statement

Current Condition/Gap:

Leamer.

Qoach;

2. 5et a Target
(Define next Target Condition)

4. Propose ETest Countermeasures [PDCA Cycles Reconds)

PDCA CYCLES RECORD rzacn row » o snpwnroern

Date.

Process

\hﬂr“llnw | ]

Procass:

Matric

Procste:

Whal do Tou

Step

Result S

What We Leamed

Procsas Charasieriaties

Current Condition

ELNd

Targe: Canamnn 0 U bee

1| Taka tirs
L
# of Shitm

¥l ;mu EDEDE, B LERSE
et ]

BERSh Gl WS WIF.
i ol Qperatary -
% wxdt cycle fuchation

3| Fasipment eapaciy

wrpact?
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E

EXPERMENT
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3. Analyze Causes [Perceived Obstades Parking Lot)

OBSTACLES PARKING LOT

Tole in wlrply @ place 1o ncosd shetacien,
‘which yous ruy of may nat sddross

B sl Mo - gy s v

~—

6. Act/Standardize [Yokoten to share best practice)

Figure 2-43: The A3 and the Improvement Kata can work together

\

The Check and Act Might Reflect on Achieving One

Target Condition and Begin Planning for Next Target
Condition

Source: Example by Jenny Snow-Boscolo



Source: The Toyota Way Fieldbook
Figure 2-44. Climbing the Stairs Daily
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