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Mission Statement

We will provide outstanding technological and service leadership beyond our customers’ expectations so as to promote their interest thereby ensuring continuous opportunities for our people.

Corporate Values

These are the values of Daman Products as defined by the Officers of the Company.  We believe that these values are well founded in traditional morals and ethics.  We will follow these values in all of our decisions and judgments, and expect all employees to conduct themselves in accordance with these values when dealing with each other, our customers, and our suppliers.

Truth/Honesty

· Tell the whole truth.  Leaving out relevant information or failure to act in a helpful manner when the opportunity arises is not being truthful or honest.  

· Take responsibility when it is reasonable to do so.

· Honor your commitments. 

· Share correct and relevant information required to make informed judgments.

Trust

· Believe that people can flourish in an environment of mutual respect and understanding with clearly communicated boundaries, and become self-monitoring and self-directed in that environment.

· Believe that others are willing to do whatever it takes, and have the ability to pursue goals that are in the best interest of our common good.

· Review decisions in a manner that encourages learning for future applications.  Do not second guess the decisions of others.

· Communicate trust by speaking with and about people respectfully, and exhibiting a trusting nature.

Fairness

We agree that fairness is governed by what a reasonable and prudent person would say is “fair.”

· Treat people equitably (which may not mean equally) recognizing that people differ in their skills, talent, and potential.

· Treat all customers fairly.   Do not use our buying “clout” to gain unfair advantage with vendors.  Do not use personal positions of authority for unfair advantage.  Do not use positions of perceived power to unduly influence behavior.

· Share the process by which a decision was made through articulation of the information-gathering and evaluation effort, with special effort toward accurate representation of the views and opinions of those involved, and the facts of the situation.

· Recognize that we are paid to work toward a common goal of continuous improvement.  Bonuses and incentives are the result of achieving tangible and meaningful improvement.

· Act in a consistent manner.

Respect

· Treat people with dignity, recognizing that all people have intrinsic value.

· Assume the best about people.  This will give people who want to try a fair opportunity.

· Use proper etiquette and manners when communicating to and about others in all situations.

· Actively listen to others, and demonstrate respect for their opinions.

Courage

· Take appropriate action to support the common good of the team, Company, and value system.

· Stand behind an unpopular decision when it is in the best interest of the common good, and conversely, openly admit that a decision may have been a bad one, and accept that another direction may be appropriate.

· Deliver bad news with improvement and growth in mind. 

· Receive uncomfortable news graciously, with the expectation that there is some value to be gained in the message.

· Accept that you may not have the knowledge, confidence, or skill you expect of yourself, and be willing to ask for and accept help. 

· Advance creativity by taking appropriate risks.

Four Way Test

· Is it the truth?

· Is it fair to all concerned?

· Will it build goodwill and friendships?

· Will it be beneficial to all concerned?

Compliments of Rotary International
Organizational Chart
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Company History

· A better idea…

· What’s in a name

· 1976 - Humble beginnings

· You want a loan?

· WWII equipment

· Tools by the pound

· 1977 – First CNC machine

· 1979 – Moved to 3622 N. Home

· 1985 – Purchased 1st Mazak

· 1989 – Added third shift

· 1997 – Implemented Lean Principles
· 1998 – Moved to 1811 N. Home Street

· 2003 – Adopted 5S company-wide

· 2007 – Company Purchased by Larry Davis and Dave Mischler

· 2008 – 5S Implemented and practiced Company Wide
What do we do?



Hydraulic Applications



The Hydraulic Industry is all around us.  Most people don’t realize the impact that hydraulics plays in their everyday life.  We make a small part of the overall hydraulic systems called hydraulic valve manifolds.

What is a Lean/Focused Factory?

A Focused Factory (LEAN) is a manufacturing environment in which all resources are devoted to the continuous improvement of the process and elimination of waste and redundancy.
Focused Factory Toolbox

	Performance to Plan within Specification
	The key to the system!  We will talk more about this later on.

	Pull Scheduling (KanBan)
	Build what you use.  Pull scheduled products hit the schedule after inventory is depleted due to a sale, and is different from building to forecast.  Push scheduling hits the schedule only after an order is placed.

	Visual Management Tools
	

	Group Technology
	The process by which groups are defined.  In our case the technology was applied to products, but could be territories or processes.

	JIT
	Relates to delivering what you want, when you want, in the quantity you want.  Usually reduces the amount of inventory in the pipeline.  Also reduces lot sizes.

	Teams
	High performance work teams skilled in group dynamics, problem solving, and conflict resolution.

	Set Up Reduction
	This is a key event in the process.  Minimizing set-up allows for smaller batches to be run at the same cost.

	Cellular Manufacturing
	Processing product with maximum efficiency by grouping people and equipment to best support the manufacturing process.

	Total Productive Maintenance
	Preemptive maintenance.  Doing everything possible to ensure maximum equipment up time.

	5S
	Japanese based system of organizing.  No exact translation but means organize, orderliness, cleanliness, standardized cleanliness, and discipline to follow through.

	Cross Training
	

	Continuous Improvement
	

	Plant Layout
	

	Empowerment
	


Why Change?
	Ave. 14 days in-process/700 ft
	Work in process took an average of 14 days and traveled 700 feet.

	Inside Sales lacked information
	Hunt down foreman, he responded to 20 requests for deliver a day, who had been promised became the unofficial schedule,

	Excessive work in-process
	50-75 jobs in process.  Larger the job the better; lower/unit set up cost.

	Jobs chronically late
	We spent our time picking jobs apart, putting out fires.

	Seldom completed order at one time 
	Due to the Excessive WIP and picking through orders to attempt to meet customer demand, whole orders were seldom completed.

	Lacked Efficiency
	Tools were shared between machines, time was spent walking since tools and equipment could be anywhere in the shop.

	Inability to launch new products
	Any product line that differed from the process or size of current products became difficult to assimilate into the old process.  Maximum flexibility meant all products could be built anywhere in the shop.  Consequently, any new product line would require training the entire shop and providing necessary equipment throughout.

	Poor Machine Maintenance
	Run to failure.  Machine maintenance was irregular at best.

	Excessive Machine Crashes
	13 in a 15 month period.

	Wasted Overhead Efforts
	Job costing and forecasting took time and added no value.

	No Training System
	


Focused Factory Solution...
	Develop “real” continuous improvement processes
	This requires a system with structure, responsiveness, accountability, and management willingness to support and trust that proper decisions are being made.  Exponential improvement can only come by creating an environment where the affected people feel they have control.

	Develop high performance work teams
	High performance work teams need to be skilled in group dynamics, problem solving, and conflict resolution.  The teams assimilated maintenance, programming, deburring, and production people into a cross-trained coordinated unit.

	Abandon traditional management styles
	Authoritative positions become supportive and mentoring while helping cells meet goals.

	Highly visual systems
	All key measures are posted weekly -- hours, overtime, scrap, and performance to plan.

	Performance to Plan within Specifications
	The key!  Performance to plan is doing what the schedule calls for.  Within specifications encompasses all of the support and ancillary functions that either directly or indirectly impact the successful execution of the schedule.  This includes maintenance, training, gage calibration, hours, overtime, scrap and housekeeping.


The Old System



Focused Factory Solution...



 The Cells






Team Responsibilities

	· Accomplish schedule
	One of the top priorities, is to accomplish the schedule. The schedule is predicated on promised ship dates. If we complete the schedule on time, our customers are happy.

	· Build products to Daman standards
	The products obviously must meet quality standards. This too is the cell’s responsibility. There are no official inspectors. All operators are qualified on testing procedures and processes.

	· Continuous improvement
	Sharing ideas for improvements and offering insight that will change our company for the better.

	· Organize workflow

· All resources ready and available

· Team plans process

· Breaks & lunches
	Once a job hits the floor, the daily planning and organizing occurs at the member level. Leaders do not get involved in these details. The cell members move around freely within their territory moving to the area needing the most attention. Lunches and breaks are scheduled on the floor by the members.

	· Preventative Maintenance
	In addition, PM and training occur within the schedule

	· Schedule overtime
	

	· Training
	TAG training is performed on the job with the assistance of all team members.

	· Vacations and absence coverage
	Through planning and KanBan systems, operators seldom need to leave their areas.


Production Team Schedule

· Breaks

· Lunches

· Training

· Vacation

Continuous Improvement

· Value Stream Mapping

· Corrective Actions

· 5S

· Kaizen Blitz
Cell Management

Company Managment Evolution


Trigger - Finished Inventory

The system shown is a two bin KanBan system. Orders are shipped from one bin until empty, at which time personnel are directed to the second full bin.


This is the same two bin system but with the added support functions that allow the KanBan to work without the traditional processes of forecasting, generating engineering drawings, and processing paperwork.

Fulfillment is occurring from Bin #2, but at the same time the closed loop process of replenishing Bin #1 has been triggered.

This is the same two bin system but with the added support functions that allow the KanBan to work without the traditional processes of forecasting, generating engineering drawings, and processing paperwork.

Fulfillment is occurring from Bin #2, but at the same time the closed loop process of replenishing Bin #1 has been triggered.

With the process of replenishing Bin #1 complete, and Bin #2 now empty, the process is reversed. Bin #1 again becomes the source for fulfilling orders while Bin #2 is in the replenishing cycle.

It is important to note that all activities relative to this cycle are initiated within the cell. The cell is responsible from initiation of material requirements through shipping the product internally to our shipping department where loads are aggregated for shipment to our customers.


How do we handle an order that exceeds our on-hand inventory?

First we have a conversation with the customer to determine requirements during the time we will need to supply the total order. These products are shipped from the bin system.

In this case the immediate need was 20 pieces. 



The balance is handled with the process shown here.  The 80 pieces are a combination of traditional and lean processes.

Specific to this order a run card is generated and a part print is created, which is the traditional part of the process.

From this point forward the lean system takes over. The job is scanned by the cell which places the job on the schedule, and signals the requirement for 80 pieces of aluminum to be delivered.

When the job comes up on the schedule, it is built and shipped as planned.

Our on-time performance ranges consistently in the 98-100% range for all products. In Cell A, which is a purely KanBan cell, on-time delivery is virtually 100% with as many as 30% of our orders shipping the same day as ordered.

We do this with less inventory than the levels we had before we went to lean.

Manufacturing Overview 

· Clean

· Organization

· Efficiency

· Quality

· Maintenance

· Safety
You and Marketing

· Your role is vital to our mutual success

· Building a reputation (good or bad)

· Systems designed to serve customers

· Hot jobs

· Missed delivery

· Easy to return

· Response to problems
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