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dqui 1 dayanililuadasinis

1.1 %@Im\imﬁ‘mm‘ﬁ’m : Training Course on Lean Six Sigma for the Service Sector (13-IN-21-GE-TRC-B)
1.2 7L82NAN : 26-30 AIWAN 2556

13 dn1uien - o Adauntin Uszimalnaniu

1.4 %@L%’WﬁﬁﬁL@WT@ﬂ?zﬁﬂﬂNﬂ’]i : Mr.Muhammad Idham (Program Officer. Industry Department)

1.5 ﬁqmum:mﬂ?ﬁ@%mmma‘mﬂ S 39U ﬂi‘tﬂ'ﬂﬂﬁ']ﬂ
1.5.1  Mr.Muhammad Kamran Khalid (Lecture, National University of Sciences and Technology (NUST))
1.5.2 Mr.Shahril Goh Fadhil (Managing Partner and Co-founder Lean Applied)

1.5.3 Mr.Tajima Satoru (President Breakthrough Inc.)

1.6 Auugdindanlasnisuaztsumanidinsantasnis 21 au 11 Uszma dsznaudion
1.6.1 Bangladesh

e Mr. Atiqul Alam Mechanical Engineer, Pragoti Industries Limited
e Mr. Manzoor Ahmad Tarafder Director (Technical & Engineering), Bangladesh Chemical

Industries Corporation (BCIC)

1.6.2 Cambodia

e Mr. Khim Hav General Manager, Angkor Purity
1.6.3 Fiji
e Ms. Baleisuva Viniana Executive Officer (Productivity), Ministry of Labour, Industrial

Relations and Employment
1.6.4 Indonesia

e Dr. Mursyid Hasan Basri Faculty Member, School of Business and Management,

Bandung Institute of Technology
1.6.5 Malaysia

e Mr. Muhammad Suffian Bin Ahmad Consultant, Malaysia Productivity Corporation

e Mr. NikFaizal Bin Nik Ahmad Senior Consultant, Malaysia Productivity Corporation
1.6.6 Mongolia

e Ms. Bolor Purevsuren Quality and Productivity Specialist, Shunkhlai LLC

e Ms. Mungunchimeg Shirnen Manager of Technical Quality Management, Quality

Management Committee, Skytel Group
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1.6.7 Philippines

e Ms. Roa, Concordia Adrales Instructor, Membership Development Committee, Mindanao

University of Science and Technology

1.6.8 Srilanka

e Ms. Andawalage Don Tharangani Samanlatha Rupasinghe Assistant Director, National

Productivity Secretariat

1.6.9 Thailand

e Ms. Chomjai Ruangratsoonthorn  Economist 8, TOT Public Company Limited

e Dr. Tawkiat Noisomlee Productivity Consultant, Thailand Productivity Institute
1.6.10 Vietnam

e Ms. Dang Thi Mai Phuong Service Development Manager, Vietnam Productivity Centre
16.11 Pakistan

e Ms. Fozia Khan

e Mr. Khalid Mehmood

e Mr. Shah H. Malik

e Mr. Zafar Ullah

e Mr. Syed Salman Masood
e Mr. Rashid Hassan Gillani

e Mr. Awais Anwar

e13IN21TRCBLSS-ChomjaiR030c¢t13 niin 3



' P =y 2 2
/AAUN 2 Lu’ﬂ‘vn/’mﬁﬂ'l’mg'il’]ﬂﬂ’]ﬁ‘wﬂi'miﬂismﬂi

-ﬂl A o & i
2.1 funisedngiszasdaeslasanisinte
2.1.1 weliidneusnlaFuanugnugulunisiiuiean Lean Six Sigma Tuuszensfldluniatisnig
2.1.2 ielfifdinausudinladn vinluassiesinuuafn Lean Management uaz Six Sigma s laniuieiingu

NARAIWMNNALIENNT

-‘—‘l’l & 9/-=II 14 & a =3 A o 1 3 n:ll o o I
2.2 LLL@‘W]/@\?ﬂﬁfJ’]NgVIvLﬂqqﬂﬂ’]?W\?U?ﬁ‘ﬂ’m WiaNUARIANNARATIUTaaN A atvLss A uNa TN st LU 1 T

asfniselssmalng (Auunaaiddieuazszyiiainensussene)

2.2.1 Lean Six Sigma and Quality Movement for Service in Pakistan by Mr.Muhammad Kamran Khalid

o AMNUANFNNTENINN Lean VS Six Sigma Ag Lean Hailiunisan “Waste” Tuanieh Six Sigma
satiunnsan “Defect”
o FheteredgInatizn1ailduumdn Lean Six Sigma lutlsuimalnfaniu
1 ENINIANLIAN - AYLANARINNLBAUAENNIUNIZLAUNTT Configuration Tneld
LW2AA Six Sigma
1% 1% A ' A a . . o
2. Call Center 2898W1A"3 - Wi latleyunnedinuesadnalduua@n Six Sigma, andunau
b4 ¥ dl 10 G| A a
nsmsaaauiayagniflianiuaclfuuiin Lean
3. Transportation
4. Public Sector
o menlsRsanszfulit Senior People wlaauuilas? = qalauarliisnada, a519annumszmin

v
v alR

Y Y o Yo dl ] ¥ & a b4 k4 o
WAL nafanazdaeiesdnamuinlifesansiuuuasyfudseiinau

o Ay ° = - . . o - o @ v & v - ,

o AMNT Hus1aziinuieAn Lean 19e Six Sigma wnldluesdng anilunsieaivdeyavseld

L3 o = & v o @A ¥ My [~ !

iwszuaneesAnsazndsiseaniaiivdeya Ameviine Husliliinafiudeyaninew i
am190 i Lean 16 wsivnnisndiesnnadnilsrdnsnaaasinsanisdiuily atelieesdieaiv
4 3 ! A o & Y = 3 o
dayaniausnieunisnartiutlauaziiudeyaanaimasaulasenis

o A uFesaswnau fisusseaugenasaziiiu “Champion of Quality” an1aznisuaiadiy
AenAAU LI 99 ALGINAN AUEDY “ADININ

o Ifthe top management is not really concern, you cannot do that.???
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o AUNNUALRILLIAA Lean WAL Six Sigma

Introduction to Lean Six Sigma and its benefits to the Service Sector by Mr.Shahril Goh Fadhil

Lean Six Sigma

1896 Sakichi Toyoda’s power loom equipped with auto-stoppage

device

1924 World’s first automatic loom with zero changeover

1938 Flow production implemented in Toyota'’s first automobile factory

1945 Development of the Toyota Production System (TPS) begins

1952 Deployment of the supermarket system

1960 Quick die changeover machines implemented, enabling rapid

changeover

1962 Pull System & Kanban deployed company-wide across Toyota

1965 Toyota wins Deming Application Prize

1970 Art Sundry's famous critique, "Our quality stinks"
1986 Six Sigma methodology introduce at Motorola
1988 Win 1% Malcolm Baldrige National Quality Award

(Motorola shared its “Six Sigma” approach with other companies)

1989 Motorola Chairman, Bob Galvin asks Mikel Harry to head the Six

Sigma Research Institute

1999 Six sigma widely adopted by Fortune 500 Manufacturing companies
2000 Six sigma adopted by financial services & hospitality industries
2003 IT industry begins to adopt Lean

2005 Healthcare industry begins to adopt Lean

o WIAAYAY Lean

Doing thing FAST by shortens the time between the
customer order and the product build / shipment by
eliminating sources of waste.

Business as Usual

CUSTOMER [i PRODUCT
ORDER A BUILT & SHIPPED
1 |
Time
Lean Approach
CUSTOMER PRODUCT
ORDER BUILT & SHIPPED

Time [(Shorter)

e13IN21TRCBLSS-ChomjaiR030c¢t13

Lean is a systematic
approach to identifying
and eliminating waste
(non value added
activities) through
continuous
improvement by flowing
the product only when
the customer needs it
(called “pull”) in pursuit
of perfection. (ﬁutﬁu
uuaAn lunsAUILAY
an “1aady” (Waste)
(AansaulnT Aixldais
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o Lean is about Value Flow

14

o Lean House

Lean System

Built-in
Quality
(Jidoka)

Workload' Leveling (Heijunka)

Stable & Standardized Processes

Visual Management System

»
Standardize 55 Multi Skills ANDON
' Work L ' Workers Board

13
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o WWIAAYAY Six Sigma

6 Sigma is a Set of
Path to Lean Six Sigma tools used in DMAIC
approach to Improve a
process (Top Down) to

0
S satisfy Customer and

Sigma levels and achieve a Level. (Six
Defects per million 33 Defects » o 4
opportunities Sigma Aan7lATENEE
(DPMO)

15.20% BIN°T BINUHIN N

6,210 Defects P
s DMAIC iie1/511/39

NIcUIUNIT (ANLUAN
66,807 Defects

an) mlignAmela

o
409 wasussamui e
308,537 Defects e :
COPQ o
nivue)
COPQ: : Cost of Poor Quality
22
0 WUIAATINANKAUTUIZUINN Lean U Six Sigma = “Lean Six Sigma’
Lean Six Sigma
Speed + Eliminate Waste + Value + Flow + Efficient | Variation + Quality + Effective + Culture
Goal Reduce waste and increase process speed Improve performance on Customer CTQs
Focus Bias for action/Implementing Toyota tools Use DMAIC with TQM tools to eliminate variation
Method | Kaizen event, Value Stream Mapping Management engagement, 1% dedicated as Champions and Black
Belts

Lean Speed Enables

Six Sigma Quality “

(Faster Cycles of Experimentation/learning) (Fewer Defects Means Less Time Spent on Rework)

Six Sigma Quality Enables

Lean Speed

e13IN21TRCBLSS-ChomjaiR030c¢t13 nii 7




Lean 66 DMAIC Toolbox (Lean Leaders)

Analyze Improve Control
a® ‘ |
_—
Project inderstanding Waste and 1. Brainstorm 1, Poka Yoke
Selection and Process Flow: Value Added 2. Prioritize and 2. Control Plan

Identification 2V RrecessiVetiies

Evaluate and SOP
Solution
3. Implementation

Plan

Analysis
Cause and
Effect
Diagram
(Fishbone)

3. Transition

Team Launch
A3 Report

5 Whys
Cause and
Effect Matrix

2.2.3 Creating Lean Thinking by Mr.Shahril Goh Fadhil

o 59umen1nd Lean
1) Asidinla “Value” ua “Waste”
= Value Pa AshgnAinlanazanedulii 1% Winw anan’

*  Waste An Asngninliinlanazane{uli uazituganlalfasennien
= Waste 7 sz MHun Over Production, Waiting, Transportation, Over
Processing, Inventory, Correction or Rework or Defects, Motion
2) Map the Value Stream — uginueizl#li9n lunszuaunissieanisiiuily
»  dupeulaiivinliiiia Value
»  dupeulaiiliaie Value wifieenin uay
»  dupeulailiaing Value wazanunsavaniaeslé
3) Create Flow — ai@anliudadn lunscununisiufiesidunaulating ganlunisdesie
, o o Ao a % a o oA |y e v
Ppgusazdumneuly J&snnwnnenisuasasieyauasuandnivisald §dlenasnly
o £ 1 1 ra U v = v o a
wazsin Wwiladn agldifnanuandvisedietinnann
4) Establish Pull - Let your customer Pull the product, the Value, from you as they need it.
5) Seek Perfection — AnuaNysaluuLiinaInnslsuilssiazidniiasiiaaadnesaiiias

n1san Waste unszuaunsflal@ugn atuganaziiutlye

€13IN21TRCBLSS-ChomjaiR030ct13 il 8



2.2.4 DMAIC — Define by Mr.Shahril Goh Fadhil

Define

Measure —>{ Analyze

LEAN SIX
SIGMA PATH

i

Improve —>| Control

Team
Launch

Project Identification
and Selection

Team
Launch

« Strategy
= Customer
* Financial
* Process

customer perspectives

Define the new ideas opportunity fromboth business and

A3 Report

o Define Aia nMafuuatlym Muuazeutaveslasinisliuilys Inani9dnvii Project Charter

2 - o
NN A

Project Title (SMART) : ANNUATAIATINIIATNUAN SMART (Specific, Measurable, Attainable, Relevant, Time

Bound)

Business Case : Purpose
o = v o d’l
u miwmmmmm‘ﬂmqmm

= yinlulasennstiaednAnysiaganaaeian

Opportunity Statement/Problem Statement

" alshe “Pain” Asnnaundoyas

U

n alshtiananm

" aounwaanisaiiuulaqiiuiluetiels

Goal Statement

o

= degdszasdresnisdiudgauaziivane

" dpanudnidavesnisdiulasingls

Project Scope
a o v 'd‘ ¥ 3
" fgnantinerlafinglunisinlasenis
" nevuoumsiiNliulgehenssuauniserls

= arlsheguenniiareuiamnnisyiulge

Project Plan
" quadiulpsanisesingls

" Tpsannsazdugaiiiale

Team Selection
" gundnlunnilsznaudaelasting

B AN LR ATALIWAATAL

e13IN21TRCBLSS-ChomjaiR030c¢t13
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o FnatiN Project Charter

Example: Team Charter — improve customer satisfaction
Business Case Opportunity Statement

Our asrent delivery time average is 65% for product XY and 75% | We asrently have an average on time delivery of 65% for
for product ZY. Our austomners are expecting 100% on ime. Asa | Praduct XY and 75% for Product 7Y. Our customers expect
result of our one time performance, we have low customer 100% on time.

satisfaction, experience a higher level of expedites, and lower
manufachring efficencies. By improving our on time
performance, we will improve customer satisfaction, deaease
the number of expedites and lower work process.

Goal Statement Project Scope
« Improve our on time delivery to 98% by the fourth quarter. » Order Entry
« Identify and correct the causes of late orders. * Start: receipt of astomer order
» Reduce manufacturing through put time (wip). * Stop: entry of order into computer
» Manufachwing
» Start: shop order prep
= Siop: dose out of order
» Shipping
» Start: printing of shop and shipper
= Stop: order shipped
Project Plan Team Selection
s T _ -
e, e Don Chamgion Kendall Production Contral
-Form Team — Sue BladkBelt Larry Manufacturing
=Finalize Chaster  — John Customer Service Rich Manufachring
~GatherData [ Dave Purchasing Dave Accounting
“Astyz Duka — Mike Purchasing Bonnie  Accounting
ESeledt Soution — Bruce  ProductionControl  Lamry Quality
DevelopPlan to lnplement =
=Closure & Recognition -

2.2.5 DMAIC — Measure by Mr.Shahril Goh Fadhil

o Measure Ag Tupauifiaaiumumndeyaivedn Tinsziiigaiiloyun 9n Baseline wisananis

AHLUTaqil Tnensvin Process Mapping fiagilAsadiiasige

LEAN SIX Measure
SIGMA PATH

Define Analyze —>|Improve —>{ Control
Process Mapping Process Metric
and Performance Baseline

S==nn
1™

Understand the process/product/strategy and
its performance

e13IN21TRCBLSS-ChomjaiR030c¢t13 i 10



o , A A o . ave o o
o #retraAzasiialunian Process Mapping Nl ludumaniadn

1) Spaghetti Diagram — WNUNNUAAS IATUANUZa89INNT IaTasandnsdnLau

sops|8eT

S
i

1- 135 physical document movement

2) Value Stream Mapping (VSM) — l8IBLABNTWHARIAANITNTINNATIEINAATHLN 94
naupnAn lwfAuAanesrnslldagnAn Tnauansdiayazeanszuaunissinge unna
Y a La dl U a dl |
nslnaresnunazianans wiaansandnnanssulafiasne “value” Aanssulainily

“Waste” n3diuilgataeld vsm Wilunnsdiulpandanaatinennn wifiaanfiazdfil

I
CEN

Output of Value Stream Mapping

//'hK_I Tive c,?my
T e =cat

e13IN21TRCBLSS-ChomjaiR030c¢t13

17 11



3) Process Map — ITEULAUNINLAAITUABIFNG 2INTTLIUNNTUTN wlaAN T
Tumaulanasne “Value” dunaulaniilu “Waste” 1lun1iarsaieaniz lunszuaunig

Mfi\ij winudu m';rﬂ";*uﬂ;;\iﬁfmﬁ"ﬁﬁﬂuﬂ'nﬂ%‘uﬂ@qﬁmm@ﬁ@ﬂ Lwi\i’mﬁ%ﬂﬁumm
Output of Process Map

AfricaHA

ismonns 1 7mantns ] ~3monns ] a4 montns | ~2monens |

Customer
Africavarehouse
Growing semon « Capacty o
Januey to July TMC2ET. Visheo
» January - seeds planted KPC 80T
i naeney 7 * Corversio ratio 20 days Inform
i :gz{mmﬁ;* VAT snd tipnapor cotts KPC=154 1 Air/Sea Ease:l
o Nov/Dec- progare = 3 24 vc=1485 1 average when
uobds for n’oﬂpma:nn o ouech - (el  Conversio§ cost 14 days volume to
KPC=$11fKg
Ivc=$13Kg ||| HEEEEEEE | | | s mm e
Ship  Tansport dost MAX 16 week
Aenision 96K Sea | $46Kg Ar leadtime
7 days * 16.4T confiner piw
DC Basel
5days 5 day
Ship API day iR
7 days. Air
7 days
orn
OR Packaging
Tactical Planner
Ship Artemisinin Packaging 1 month
7 days
Ship
mesia Annua seads OR
et G suttern
cccccc Nol/Dac 2days t Prod
g rdef & ancieg T Toctical Planner
o guide } 8
vostmonkio st yeor : Tabletting | manth
roRioe ST [ A [ [ (G 0 |
seeds

e = .

, , = J A - .
4) Swimlane Diagram — tflun1seenuuiiieranynan/duneuniilaniainnain szl

. dl Y & K a ai 1 2 3 a
Diagram Nuanalisiung NNNANTTNNUARSAUNDIATNUUNT

Example — Complaint Handling
CUSTOMER Contacts Sales Receives
[
v [
Submits Complaint Sends 1o Customer
SALES {Samples?} 1o Quality Dept. and Makes Phone
atthe Plant Contact
¥ )
. Writes Customer
| Investigates and Sends 1o Sales,
QUALITY Sends o Proc. Response, Secks ] | Distribute Copies
M, Approval -
gr
i
if needed
PROCESS Investigates for Root
MGR Cause, Sends back o
Quality
. No
STAFF MGR
Yes
No
PLANTMGR
Yes

e13IN21TRCBLSS-ChomjaiR030c¢t13 niin 12



2.2.6 DMAIC — Analysis by Mr.Shahril Goh Fadhil

.o a’/’ a & @ ua/l dll A a; U a g
o Analysis AR TUABUNITUATIEN uwdumaunismuniwesasiian i lunsinmed

LEAN SIX Ana Iyze
SIGMA PATH

Define |—| Measure M Improve —>| Control
Val:ewAnaIys Root Cause P A
e Analysis Analysis
Identification 3

Search for the key factors (critical X’s) that have the biggest
impact on process performance and determine the root causes

e 4 A a4 deg - .
o  FaetnuATaaNe N g lN1IATITH

1) Value Analysis

= Documentation
= Filing
= Installment reminder

= Waiting

= Resubmission

= Multiple copies of form
= Ermor comection

= Checking

= Movement

Value Add Rule of Thumb
= Approved loan o NVA - Fliminare
= Approved credit card . e ot
. Statement BVA & VA - Simpiify & Optimize

= Auto bill payment

e13IN21TRCBLSS-ChomjaiR030c¢t13
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2) Waste Identification

The 7 Types of Waste
in Different Industries
Cotraction !Jata ent!y error, Missing Scrap, Rework
information.
Over Production More |nfom:|at|on than the customer Producing parts to stock
need, Creating reports no one reads
- Repeated manual entry or data Paper work.
OverErocessing Multiple Inspection.
Waiting for approvals. Waiting for parts,
Waiiting Waiting for instructions. Waiting for inspections
Waiting for prints.
Retrieving or storing files. Moving materialin and out
Transportation Camrying documents to and from from storage.
shared equipment.
Ivents File waiting to be worked on WIP.
Y Unused records in database Raw materials
Motion Searching for file. Searching for parts, tools.
Clearing away files on the desk. Sorting during work
3) Fishbone Diagram — 3aflun1s3iAsziilang Cause & Effect Diagram uaz 5 Why
HANKAUIL R MAMA NuTiAs1e9tToym
What is a Fishbone Diagram
The causes are
listed on the "
brafichezof the Machine

Effect
improve goesin
the head or box

This isan
example text.

Thisisan
example text.

Thisisan
example text.

This is an
example text.

@ Material k

example
text.

o Fishbone Diagrams are:
— A.k.a“Cause and Effect Diagrams”
— atool to help teams discover the real causes that hinderimprovement
— Use 5 Whys to dig down into root causes
— Use 6 Generic M’s

e13IN21TRCBLSS-ChomjaiR030c¢t13 niin 14



2.2.7 DMAIC - Improve by Mr.Tajima Satoru
LEAN SIX
Define [—>| Measure —>| Analyze M Control
Generate Select Best New Process
Solutions Solution Mapping
® Brangtorming @ Twenty Questions
@ St Thinking Hats # Candid Comments = y
 Problem Reversal & Musical Chaies — ] vvEEm
o 1deaBax & Buldng on 1deas a /JE llé ,(E a
:Mw»naw«:; :mm (Ex e = 113 C}<>,:] e
# Lateral Thinking & Many Others. 4 - [
- ) vvEE
Full
Implementation
Implementation Planning
Create solutions/activities for the critical X’s
A :/l o g :// o a Aﬂla 6 o % Aﬂl ) ndl L :// d’/
o Improve A8 TuLliuilga dluduneunisaiiverumuiinnmzidiiuld Tnamsedianlfludunaui
1Hun
, , A qansy o A A oy ~
1) Brainstorming nnaszananadialiflFundeaanuanivainvane wazivaliinnsszauanaad
Usr@nana ynauazfiasinnistiunn Wiladulaiala) dssdiwaanmidlebeium
~ i ! yel o v Ny ' A
viza A luszndnanisszananas 201l lamasuauannidin1y uasnenanuauselamen
a y
AURIALIDLS
2) SCAMPER \fluuwidnlunsainaudnnssulua Ing S - Substitute, C — Combine,
A — Adapt/Magnify/Minify, M — Modify, P — Put to Other Uses, E — Eliminate/Elaborate,
R — Reverse/Rearrange
3) 5 &-—ard (Organize), dzman(Order), 4ca1m (Clean), g4 ALY (Consistent) LAY @514

e13IN21TRCBLSS-ChomjaiR030
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58S : visual control
- Organise When in doubt throw it
Sort Remove unnecessary items from the ot
workplace
= Order e
Locate everything at the point of use place
Shine Clean e , The best form of cleaning
C'eat;:i"d t?'o:‘"'"ate the sources of is not to need cleaning
contamina
Consistent
. See and ise what
Standardise Ensure Sort, Set and Shine are nee:: tor:ceos:nls: .
maintained in their fully implemented state
; " Discipline The less self discipline
. Sustain Sustain by making 5S second nature you need the better

4) Poka-Yoke — \unsilesiuflfinannstinnans wiuaAnaeg Poka-yoke Ae “aenlfizaads

ANDeiagnNAn” sUR A uARIFANeE19TIB9UIIAR Poka-Yoke

275

e13IN21TRCBLSS-ChomjaiR030c¢t13 niin 16



Mistake Mistak
X {Possible) X bt

Before {Possible)

K
R e
() Correct Setting /©, Poka-yoke /7, Poka-yoke
After i e Cannotset Carinotset
- B l
Disturb Bar T
NG 5

Workers (especially beginners) sometimes set parts opposite way,

which caused defects. Mistake
Correct Setting (Possible)
Before S
: e X §
Kaizen O z

. Poka-yoke
After Rk Cannotset
Kaizen O @ & -
Disturb Bar
N
6
After
Be:fore (Drawblue line at 22 | yaizen 1
Kaizen ;
22 products have to be stored into B M \&
products box. But workers often make
mistake and put wrong quantity. -

After Kaizen 2

(True Poka-yoke Kaizen) /

Cut product box at 22 quantities.

€13IN21TRCBLSS-ChomjaiR030ct13
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5) Prioritizing Ideas a1

Ease-Impact Diagram
f;:, 1 High Priority Medium Priority
@ @& ® ®
. ®
[1°]
E- Low to Medium Priority
@®®
g
Low Ease the

2.2.7 DMAIC — Control by Mr.Shahril Goh Fadhil

LEAN SIX
SIGMA PATH

Control
Define [—>|Measure [—>| Analyze [—|Improve control
Ongoing
Prevention Measures Measurement
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HAUN 4 LANAFITUUY

4.1 NMUUANNTAEY (Program)

Date Time Activity By
26" Aug. Morning e Registration of Participants Secretariat
e  Open ceremony Secretariat
e |ecture 1: Lean Six Sigma and Quality Movement for Mr.Muhammad Kamran Khalid
Service in Pakistan
Afternoon e |ndividual Report Presentation Participants
e Lecture 2: Introduction to Lean Six Sigma and it's benefits Mr.Shahril Goh Fadhil
to the Service Sector
27" Aug. Morning e | ecture 3: 7 Creating Lean Thinking Mr.Shahril Goh Fadhil
e |ecture 4: DMAIC - Define
Afternoon e |ecture 5: DMAIC — Measure Mr.Shahril Goh Fadhil
28" Aug. Morning e | ecture 6: DMAIC — Measure (Continue) Mr.Shahril Goh Fadhil
e | ecture 7: DMAIC — Analysis Mr.Shahril Goh Fadhil
Afternoon e |ecture 8: DMAIC - Improve Mr.Tajima Satoru
e |ecture 9: DMAIC - Control Mr.Shahril Goh Fadhil
29" Aug. Morning e Site Visit at Service Sector : Islamabad Marriott Hotel Secretariat
Afternoon e (Case Study Sharing on Service Sector Mr.Tajima Satoru
e Individual Action Plan Preparation Mr.Tajima Satoru & Mr.Shahril
Goh Fadhil
30" Aug. Morning e |ndividual Action Plan Presentation Participants & Mr.Tajima Satoru
& Mr.Shahril Goh Fadhil
Secretariat
e Examination Secretariat
e Closing Session

4.2 wwna1ssenaunisdsygn/dunun (Training Materials) (Au IS wu)

4.2.1 alasmlsznaunisusseneaad Mr.Shahril Goh Fadhil A MrSharilPrsentations

4.2.2 alaslsznaunisussanaaed Mr.Tajima Satoru Miwn Tools_of_LeanProduction,

Example_of_WastesRemoving Activity, Poka-yoke, LeanStartup, CaseStudySharingonServiceSector

4.3 dszdRlagdauadaaainansusseans (CV)

4.3.1  Mr.Muhammad

Kamran Khalid

e |ecture, Human Resource Management , National University of Sciences and Technology

(NUST)

e Specialization : Six Sigma Black Belt, MIS, ERP/CRM, Enterprise Networks

e Education : MS. Telecommunications Management, Golden Gate University, San Francisco,

California, USA BE, Software Engineering, College of Signals, NUST, Pakistan
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4.3.2 Mr.Shahril Goh Fadhil

e Professional Highlights: Shahril Goh Fadhil is a Managing Partner and Co founder of Lean
Applied, with 12 years of professional experience in process excellence. For over a decade, he
has been a Six Sigma Master Black Belt and Lean practitioner, and accumulated years of
experience where he garnered the ability to spot genuine opportunities for financial benefits and
is an expert in cost savings, process optimization, and operations leadership

e Experience/Background : Shahril had spoken in several conferences including Telekom
Malaysia’s, Quality Conference, Petronas Six Sigma Convent ion, EMP Asia on Six Sigma, Six
Sigma IQPC in Singapore, Six Sigma IT in MDEC, and K2B'’s Six Sigma Oil and Gas Conference.

e Certification : BS in Aerospace Engineering (Tri-State University, Indiana, USA), ASQ (American
Society for Quality) Member, ASQ Edward Award Committee, ASQ Certified Six Sigma Black Belt
(CSSBB 5035), Ford’s Lean Program, Six Sigma Program Management, Chrysler's Supply Chain
Value Mapping, QS9000Auditor, Member of American Institute of Aeronautics and Astronautics,
International Society of Six Sigma Practitioners, Six Sigma Global

4.3.3 Mr.Tajima Satoru (President Breakthrough Inc.)

e President Breakthrough Inc., Director Global Development and Management Consultants Inc.,
SME Management Consultant registered by METI (Ministry of Economy, Trade and Industry,
Japan)

e Specialization : Basics of Production management, 5S activity, Kaizen and wastes removing
activity, Lean Production System=Toyota Production System, Pokayoke: Failsafe Devices, Cell
production system & Inventory Control, Standard time-Time study and line balancing, QC circle,

QC story, Example of QC circle, Factory diagnosis-report making on factory diagnosis

4.4 $789°UABUNTAENN (Country Paper-Thailand) A W&y Thailand_Ms_Chomjai_Individual Report
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