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Mr. King has more than 23 years of experience in engineering and manufacturing processes. Heis a
certified Six Sigma Black Belt and currently holds a Eur opean patent for quality improvement toolsand
techniques. He has one US patent pending, numerous copyrights for hiswork as a quality champion,
and hasbeen a speaker at several national quality seminarsand symposiums. Mr. King conceptualized,
invented, and devel oped new statistical tools and techniques, which led the way for significant break-
through improvements at Texas Instruments and Raytheon Systems Company. He was awarded the
“DSEG Technical Award For Excellence” from Texas Instrumentsin 1994, which is given to less than
half of 1% of thetechnical population for innovative technical results. He completed hismastersdegree
from Southern Methodist University in 1986.

17.1  Why Collect and Develop Process Capability Models?

I'n the recent past, good design engineers have focused on form, fit, and function of new designs asthe
criteria for success. As international and industrial competition increases, design criteria will need to
include real considerations for manufacturing cost, quality, and cycle time to be most successful. To
include these considerations, the designer must first understand the relationships between design fea-
turesand manufacturing processes. Thisunderstanding can be quantified through prediction model sthat
are based on process capability models. This chapter coversthe concepts of how cost, quality, and cycle
time criteria can be designed into new products with significant results!

In answer to the need for improved product quality, the concepts of Six Sigmaand quality improve-
ment programsemerged. The programs’ initial effortsfocused onimproving manufacturing processesand
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using SPC (Statistical Process Control) techniques to improve the overall quality in our factories. We
quickly realized that we would not achieve Six Sigmaquality levels by only improving our manufacturing
processes. Not only did we need to improve our manufacturing process, but we also needed to improve
the quality of our new designs. The next generation of Six Sigma deployment involved using process
capability data collected on the factory floor to influence new product designs prior to releasing them for
production.

Next, quality prediction tools based on process capability data were introduced. These prediction
tools allowed engineers and support organizations to compare new designs against historical process
capability datato predict where problems might occur. By understanding where problems might occur,
designscan easily be altered and tol erancesreal located to meet high-quality standardsand avoid problem
areas before they occur. It is critical that the analysis is completed and acted upon during the initial
design stage of anew design because new designs are very flexible and adaptable to changes with the
least cost impact. The concept and application of using historical quality process capability data to
influence a design has made a significant impact on the resulting quality of new parts, assemblies, and
systems.

Whilethe concepts and application of Six Sigmatechniques have made giant stridesin quality, there
are still areas of cost and cycle time that Six Sigma techniques do not take into account. In fact, if al
designs were designed around only the highest quality processes, many products would be too expen-
sive and too late for companies to be competitive in the international and industrial market place. This
leads usto thefollowing question: If we can bevery successful at improving the quality of our designsby
using historical process capability data, then can we use some of the same concepts using three-dimen-
sional modelsto predict cost, quality, and cycletime? Y es. By understanding the effect of all three during
the initial design cycle, our design engineers and engineering support groups can effectively design
products having the best of all three worlds.

17.2  Developing Process Capability Models

By using the same type of techniques for collecting data and developing quality prediction models, we
can successfully include manufacturing cost, quality, and cycle time prediction models. Thisisasignifi-
cant step-function improvement over focusing only on quality! An interactive software tool set should
include predictive models based on process capability history, cost history, cycle time history, expert
opinion, and various algorithms. Example technology areas that could be modeled in the interactive
prediction software tool include:

* Metal fabrication

¢ Circuit card assembly

* Circuit card fabrication

* Interconnect technology

* Microwave circuit card assembly

¢ Antenna/ nonmetallic fabrication

* Optical assembly, optics fabrication
* RF/MW module technology

* Systemsassembly

We now have asignificant opportunity to design parts, assemblies, and systems while understand-
ing the impact of design features on manufacturing cost, quality, and cycle time before the design is
completed and sent to the factory floor. Clearly, process capability information is at the heart of the



Collecting and Developing Manufacturing Process Capability Models 17-3

prediction tools and models that allow engineersto design products with accurate information and con-
siderations for manufacturing cost, quality, and cycletime! In the following paragraphs, | will focus only
onthequality prediction modelsand then later integrate the variationsfor cost and cycletime predictions.

17.3  Quality Prediction Models - Variable versus Attribute Information

Process capability datais generally collected or devel oped for prediction models using either variable or
attribute type information. The processitself and the type of information that can be collected will deter-
mineif theinformation will bein theform of variable, attribute, or some combination of thetwo. In general,
if the processisdescribed using astandard deviation, thisis considered variable data. Informationthat is
collected from apercent good versus percent bad isconsidered attribute information. Some processes can
be described through algorithms that include both a standard deviation and a percent good versus
percent bad description.

17.3.1 Collecting and Modeling Variable Process Capability Models

The examples and techniques of devel oping variable modelsin this chapter are based on the premise of
determining an average short-term standard deviation for processesto predict long-term results. Average
short-term standard deviation is used because it better represents what the processis really capable of,
without external influences placed upon it.

One example of a process where process capability data was collected from variable information is
that of side milling onanumerically controlled machining center. Datawas collected on asingledimension
over severa parts that were produced using the process of side milling on a numerically controlled
machine. The variation from the nominal dimension was collected and the standard deviation was cal cu-
lated. Thisisone of several methods that can be used to determine the capability of avariable process.
The capability of the process is described mathematically with the standard deviation. Therefore, |
recommend using SPC data to derive the standard deviation and devel op process capability models.

Standard formulas based on Six Sigmatechnigues are used to compare the standard deviation to the
tolerance requirements of the design. Various equations are used to cal culate the defects per unit (dpu),
standard normal transformation (Z), defects per opportunity (dpo), defects per million opportunities
(dpmo), and first timeyield (fty). The standard formulas are as follows (Reference 3):

dpu = dpo* number of opportunitiesfor defects per unit

dpu = total opportunities* dpmo/ 1000000

fty = gdpu

z = ((upper tolerance + lower tolerance)/2) / standard deviation of process

sgma = (SQRT(LN(L/dpo)*2)))-(2.515517 + 0.802853 * (SQRT(LN(1/dpo)"2))) + 0.010328 *
(SQRT(LN(/dpo)*2)))*2)/(1 + 1.432788 * (SQRT(LN(Y/ (dpo)*2))) + 0.189269 *
(SQRT(LN(1/ (dpo)*2)))*2 + 0.001308 * (SQRT(LN(1/ dpo)*2)))*3) +1.5

dpo = [(((((((1 +0.049867347 * (z—1.5)) + 0.0211410061 * (z—1.5) *2) + 0.0032776263 * (z -1.5)"3) +
0.0000380036 * (z—1.5)"4) + 0.0000488906 * (z—1.5)"5) + 0.000005383 * (z—1.5)"6)" — 16)/2]

dpmo = dpo* 1000000

where

dpmo = defects per million opportunities

dpo = defects per opportunity
dpu = defectsper unit
fty = firsttimeyield percent (thisonly includes perfect unitsand does not include any scrap or

rework conditions)
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Let'slook at an example. Y ou have atolerance requirement of +.005 in 50 places for agiven unit and
you would like to predict the part or assembly’s sigmalevel (Z value) and expected first timeyield. (See
Chapters 10 and 11 for more discussion on Z values.) You would first need to know the short-term
standard deviation of the process that was used to manufacture the +.005 feature tolerance. For this
example, wewill use 001305 asthe standard deviation of the process. Thefollowing stepswould be used
for the calcul ation:

1. Dividethe *tolerance of .005 by the standard deviation of the process of .001305. This resultsin a
predicted sigmaof 3.83.

2. Convert the sigma of 3.83 to defects per opportunity (dpo) using the dpo formula. This formula
predicts a dpo of .00995.

3. Multiply the dpo of .00995 timesthe opportunity count of 50, which wasthe number of placesthat the
unit repeated the £.005 tolerance. Thisresultsin adefect per unit (dpu) of .4975.

4. Usethe (e-dpu) first timeyield formulato calculate the predicted yield based on thedpu. Theresultis
60.8% predicted first timeyield.

5. Theanswer totheinitial questionisthat the processisa3.83 sigmaprocess, and the part or assembly
has a predicted first time yield of 60.8% based on a 3.83 sigma process being repeated 50 times on a
given unit.

Typically amanufactured part or assembly will include several different processes. Each processwill
have a different process capability and different number of times that the processes will be applied. To
calculatethe overall predicted sigmaand yield of amanufactured part or assembly, the following stepsare
required:

1. Calculatethe overall dpu and opportunity count of each separate process as shown in the previous
example.

2. Addall of thetotal dpu numbers of each process together to give you a cumulative dpu number.

3. Add the opportunity counts of each process together to give you a cumulative opportunity count
number.

4. To calculate the cumulative first time yield of the part or assembly use the (e
formula and the cumulative dpu number in the formula.

5. To caculate the sigmarollup of the part or assembly divide the cumulative dpu by the cumulative
opportunity count to give you an overall (dpo) defect per opportunity. Now use the sigmaformulato
convert the overall dpo to the sigmarollup value.

-dPUy firgt time yield

When using an SPC data collection system to develop process capability models, you must have a
very clear understanding of the process and how to set up the system for optimum results. For best
results, | recommend the following:

* Select featuresand design tolerancesto measurethat are close to what the process experts consider to
be just within the capability of the process.

¢ Calculatethe standard deviationsfrom the actual target val ueinstead of the nominal dimensioniif they
are different from each other.

* |f possible, use data collected over along period of time, but extract the short-term datain groups and
average it to determine the standard deviation of a process.

* Useseveral different features on various types of processes to develop a composite view of a short-
term standard deviation of a specific process.
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Selecting features and design tolerancesthat are very closeto the actual tolerance capability of the
processisvery important. If the design tolerances are very easily attained, the processwill generally be
allowed to vary far beyond its natural variation and the datawill not give atrue picture of the processes
capability. For example, you may wish to determinethe ability of acar to stay within acertain road width.
See Fig. 17-1. To do this, you would measure how far a car varies from atarget and record points along
the road. Over a distance of 100 miles, you would collect all the points and calculate the standard
deviation from the center of the road. The standard deviation would then be in with the previous
formulas to predict how well the car might stay within a certain width tolerance of a given road. If the
driver wasinstructed to do hisor her best to keep the car in the center of avery narrow road, thevariance
would probably be kept at aminimum and the standard deviation would be kept to aminimum. However,
if theroad werethree laneswide, and the driver was allowed to drivein any of the threelanes during the
100-mile trip, the variation and standard deviation would be significantly larger than the same car and
driver with the previous instructions.

Figure 17-1 Narrow road versus three-lane road

This same type of activity happens with other processes when the specifications are very wide
compared to the process capability. One way to overcome this problem isto collect datafrom processes
that have close requirements compared to the processes' actual capability.

Standard deviations should be cal culated from the actual target value instead of the nominal dimen-
sion if they are different from each other. Thisis very important because it improves the quality of your
answer. Some processes are targeted at something other than the nominal for very good reasons. The
actual process capability isthe variation from atargeted position and that is the true process capability.
For example, on a numerically controlled machining center side milling process that machines a nominal
dimension of .500 with atolerance of +. 005/—. 000, the target dimension would be .5025 and the nominal
dimension would be .500. If the process were centered on the .500 dimension, the processwould result in
defective features. In addition to one-sided tolerance dimensions, individual preferences play an impor-
tant role in determining where atarget point is determined. See Fig. 17-2 for a graphical example of how
data collected from a manufacturing process may have a shifting target.

5050 (+.005)

S R
N wﬂw R 5025 target
H00U Hominal

495 (..005)

Figure 17-2 Data collected from a process with a shifted target
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It is best to collect data from variable information over along period of time using several different
feature types and conditions. Once collected, organize the information into short-term data subgroups
within atarget value. Now cal culate the standard deviation of the different subgroups. Then average the
short-term subgroup information after discarding any information that swings abnormally too high or too
low compared to the other information collected. See Fig. 17-3 for an example of how you may wish to
group the short-term data and cal cul ate the standard deviation from the new targets.

usL +
|II .
‘.\F/_\_j Hominal
LSU —

Figure 17-3 Averaging and grouping short-term data

A second method for devel oping process capability models and determining the standard deviation
of aprocess might include controlled experiments. Controlled experimentsare very similar to the SPC data
collection process described above. The difference is in the selection of parts to sample and in the
collection of data. Y ou may wish to design a specific test part with various features and process require-
ments. The test parts could be run over various times or machines using the same processes under
controlled conditions. Data collected would determine the standard deviation of the processes. Other
controlled experiments might include collecting data on a few features of targeted parts over a certain
period of time to result in a composite perspective of the given process or processes. Several different
types of controlled experiments may be used to determine the process capability of a specific process.

A third method of determining the standard deviation of a given process is based on a process
expert’ sknowledge. This process might be called the “five sigmarule of thumb” estimation technique for
determining the process capability. To determine a five sigma tolerance of a specific process, tak to
someonewho isvery knowledgeabl e about agiven process or aprocess expert to estimate atol erancethat
can be achieved 98%-99% of the time on a generally close tolerance dimension using a specific process.
That feature should be a normal-type feature under normal conditions for manufacturing and would not
include either the best case or worst case scenario for manufacturing. Once determined, divide that
number by 5 and consider it the standard deviation. This estimation process gets you very close to the
actual standard deviation of the process because a five sigma process when used multiple times on a
given part or unit will result in afirst timeyield of approximately 98% - 99%.

Process experts on the factory floor generally have avery good understanding of process capability
fromthe perspective of yield percents. Thisistypically aprocessthat hasagood yield with someloss, but
is performing well enough not to change processes. This tolerance is generally one that requires close
attention to the process, but isnot so easily obtained that outside influences skew the natural variations
and distort the data. Even though this method uses expert opinion to determine the short-term standard
deviation and not actual statistical data, it isaquick method for obtaining val uabl e information when none
isavailable. Historically, this method has been avery accurate and successful tool in estimating informa-
tion (from process experts) for predicting process capability. In addition to using process experts, toler-
ances may be obtained from reference books and brochures. These tolerances should result in good
quality (98%-100% yield expectations).
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Models that are variable-based usually provide the most accurate predictors of quality. There are
several different methods of determining the standard deviation of a process. However, the best method
isto useall three of these techniques with aregressive method to adjust the model s until they accurately
predict the process capability. The five sigma rule of thumb will help you closely estimate the correct
answer. Useit when other dataiis not available or as a check-and-balance against SPC data.

17.3.2 Collecting and Modeling Attribute Process Capability Models

Models that are variable models are attribute models. Defect information for attribute modelsis usually
collected as percent good versus bad or yield. An example of an attribute process capability model would
be the painting process. An attribute model can be devel oped for the painting processin several different
ways based on the type of information that you have.

e Atthesimplest level, you could just assign an average defect rate for the process of painting.

* At higher levels of complexity, you could assign different defect rates for the various features of the
painting process that affect quality.

¢ Ataneven higher level of complexity, you could add interrel ationships among different features that
affect the painting process.

17.3.3 Feature Factoring Method

The factoring method assigns a given dpmo to a process as a basis. In the model, all other magjor quality
driversarelisted. Each quality driver is assigned adefect factor, which may be multiplied timesthe dpmo
basis to predict anew dpmo if that feature is used on a given design. Factors may have either a positive
or negative effect on the dpmo basis of an attribute model. Each quality driver may be either independent
or dependent upon other quality drivers. If several features with defect factors are concurrently chosen,
they will have acumulative effect on the dpmo basisfor the process. The factoring method gives signifi-
cant flexibility and allows predictions at the extremes of both ends of the quality spectrum. SeeFig. 17-4for
an example of the feature factoring methods flexibility with regards to predictions and dpmo basis.

300 dpmo basis

< >

; |
0 dpmo 1,000,000 + dpmo

Figure 17-4 Feature factoring methodology flexibility

17.3.4 Defect-Weighting Methodology

This defect-weighting method assigns abest case dpmo and aworst case dpmo for the process similar to
a guard-banding technique. Defect driver features are listed and different weights assigned to each. As
different featuresare selected from the model, the defect weighting of each feature or selection reducesthe
process dpmo accordingly. Generally, when all the best features are sel ected, the process dpmo remains at
its guard-banded best dpmo rating. And when most or all of the worst features with regardsto quality are
selected, the dpmo rating changes to the worst dpmo rating allowed under the guard-banding scenario.
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The following steps describe the defect-weighting model.

1. Using either data collected or expert knowledge, determine the dpmo range of the process you are
modeling.
2. Determinethe various feature selections that affect the process quality.

Assign anumber to each of the features that will represent its defect weight with regard to all of the
other feature selections. Thetotal of all selectable features must equal 1.0 and the higher the weight
number, the higher the effect on the defect rating it will be. The features may be categorized so that
you can choose one feature from each category with the totals of each category equal to 1.0.

4, Calculate the new dpmo prediction number by subtracting the highest dpomo number from the lowest
dpmo number and multiplying that number timesthetotal weight number. Then add that number to the
lowest dpmo number to get the new dpmo number.

Theformulais: The new process defect per million opportunity (dpmo) rating
= (highest dpmo number — lowest dpmo number)
" the cumulative weight numbers

For example, you may assign the highest dpmo potential to be 2,000 with thelowest dpmo at 100. If the
cumulative weights of the features with defect ratings equal .5, then the new process dpmo rating would
be adpmo of 1,050 (2000 — 100 = 1,900; 1900~ .5 = 950; 950 + 100 = 1,050).

See Fig. 17-5 for a graphic of the defect-weighting methodol ogy with regard to guard-banding and
dpmo predictions. This defect-weighting method allows you to set the upper and lower limits of agiven
process dpmo rating. The method also includes design features that drive the number of defects. The
design dpmo rating will vary between the dpmo minimum number and the dpmo maximum number. If the
designer chooses features with the higher “weights,” the design dpmo approachesthe dpmo maximum. If
the designer chooses features with lower “weights,” the design dpmo approaches the dpmo minimum.

| 1050 dpmo

Figure 17-5 Dpmo-weighting and guard-banding technique

100 dpmo min. 2000 dpmo max.

17.4  Cost and Cycle Time Prediction Modeling Variations

Y ou might wish to use a combination of both or either of the two previously discussed modeling tech-
niques for your cost and cycle time prediction models. Cost and cycle time may have several different
definitions depending upon your needs and familiar terminology. For the purpose of thisexample, costis
defined asthe cost of manufacturing labor and overhead. Cycletimeisdefined asthetotal hoursrequired
producing aproduct from order placement to final delivery. Cost and cycletimewill generally have avery
closerelationship.

Onemethod for predicting cost of agiven product might beto associate agiven timeto each process
feature of agiven design. Multiply the associated processtime by the hourly processrate and overhead.
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Depending upon the material type and part size, you may wish to also assign afactor to different material
types and part envelope sizes from some common material type and material size as a basis. Variations
from that basiswill either factor the manufacturing time and cost up or down. Additional factors may be
applied such as learning curve factors and formulas for lot size considerations. Cost and cycle time
models should also include factors related to the quality predictions to account for scrap and rework
costs. The cycle time prediction portion of the model would be based upon the manufacturing hours
required plusnormal queue and wait time between processes. An almost unlimited number of factorscan
be applied to cost and cycle time prediction models. Most important isto devel op a methodol ogy that
givesyou a basisfromwhichto start. Usevariousfactorsthat will be applied to that basisto model cost
and cycletime predictions.

Cost and cycletime predictions can be very val uabl e tools when making important design decisions.
Using an interactive predictive model including relative cost predictions would easily allow real-time
what-if scenarios. For example, adesign engineer may decide to machine and produce agiven part design
frommaterial A. Other optionscould have been material B, C or D, which have similar propertiesto material
A. There may not be any differencein material A, B, C or D asfar asfit, form or function of thedesignis
concerned. However, material A could take 50% more process time to complete and thus be 50% more
costly to produce.

Here is an example of how cycle time models might beinfluential. Take two different chemical corro-
sion resistance processesthat yield the ssmeresultswith similar costs. The difference might only beinthe
cycletime prediction model that highlights significant cycle time requirements of different processesdue
towherethe corrosion resistance processis performed. Process A might be performed in-house or locally
with ashort cycletime. Process B might be performed in adifferent state or country only, which typically
requiresasignificant cycletime. Overall, cost and cycle time prediction modelsare very powerful comple-
ments to quality prediction models. They can be very similar in concept or very different from either the
attribute or variable models used in quality predictions.

17.5 Validating and Checking the Results of Your Predictive Models

Making sure your predictive models are accurate is avery important part of the model development
process. Thevalidation and checking process of process capability modelsisavery iterative processand
may be done using various techniques. Model predictions should be compared to actual results with
modificationsmadeto the predictive model, datacollection system, or interpretation of the data as needed.
Models should be compared at the individual model level and at the part or assembly rollup level, which
may include several processes. Validating the prediction model at the model level involves comparing
actual process history to the answer predicted by the interactive model.

With variable models, the model level validation involves comparing both the standard deviation
number and the actual part yields through the process versus the first time yield (fty) prediction of the
process. The second step of the validation process for variable models requires talking with process
experts or individuals that have a very good understanding of the process and its real-world process
capabilities. One method of comparing variable prediction models, standard deviations, and expert opin-
ion involves using the five sigmarule of thumb technique.

A 5.0 sigmarating at a specific tolerance will mathematically relate to afirst timeyield of 98%-99%
when several opportunities are applied against it. The process experts selected should be individuals on
the factory floor that have hands-on experience with the process rather than statisticians. A process
expert can determine a specific standard deviation number. Ask them to estimate the tolerance that the
process can produce consistently 98%-99% of the time on aclosetolerance dimension. Theanswer given
can be considered the estimated 5.0 sigma process. Using the five sigmarule of thumb technique, divide
the tolerance given by the process experts by 5 to determine the standard deviation for the process. Y ou



17-10 Chapter Seventeen

would probably want to take a sampling of process experts to determine the number that you will be
dividing by 5. Note that the way you phrase the question to the process expertsisvery critical. Itisvery
important to ask the process experts the question with regard to the following criteria:

1. The process needs to be under normal process conditions.
The estimate is not based on either best or worst case tolerance capabilities.

3. Thetolerancethat will yield 98%-99% of the product on a consistent basisis based on agenerally close
tolerance and if the tolerance were any smaller, they would expect inconsistent yiel ds from the process.

After receiving the answer from the process experts, repeat back to them the answer that they gave
you and ask them if that iswhat they understood their answer to be. If they gave you an answer of +£.005,
you might ask the following back to them: Under normal conditions, and a close tolerance dimension for
that process, you would expect +.005 to yield approximately 98%-99% product that would not require
rework or scrap of the product? Would you expect the same process with £.004 (four sigma) to yield
approximately 75%-80% yields under normal conditions? If they answer “yes’ to both of these answers,
they probably have agood understanding of your previous questions and have given you agood answer
to your question. If you question several process expertsand generally receive the same answer, you can
consider it agood estimation of afive sigma process under that tolerance.

Compare the estimated standard deviation from that of your SPC data collection system. If thereis
more than a 20% difference between the two, something is significantly wrong and you must revisit both
sourcesof information to determinetheright ones. Thetwo standard deviation numbers should bewithin
5%-10% of each other for prediction models to be reasonable.

Overall, the best approach to validating variable models is to use a combination of all three tech-
niques to determine the best standard deviation number to use for the process. To do this, compare:

1. The standard deviation derived from the average short-term SPC data.
The standard deviation derived from expert opinion and the five sigma rule of thumb method.

Using the standard deviations derived from the two methods listed above, enter them one at atime
into theinteractive prediction tool or equations. Then compare actual processyield resultsto predict
yield predictions based on the two standard deviations and design requirements.

Attribute models are also validated at the model level by comparing actual results to predictive
results of theindividual model. Similarly, expert opinions are very valuablein validating the models when
actual data at the model level cannot be extracted. The validation of attribute models can be achieved by
reviewing aseries of predictionsunder different combinations of selectionswith factory process experts.
The process experts shoul d be asked to agree or disagreewith different model sel ection combinationsand
results. The models should be modified several times until the process experts agree with the model’s
resulting predictions. Actual historical datashould be shared with the process experts during this process
to better understand the process and information collected.

In addition to model validation at the individual model level, many processes and combinations of
processes need to be validated at the part or assembly rollup level. Validation at the rollup level requires
that all processesberolled up together at either the part or subassembly level and actual resultscompared
to predictions. For a cost rollup validation on a specific part, the cost predictions associated with all
processes should be added together and compared to thetotal cost of the part for validation. For aquality
rollup validation on a specific part, all dpu predictions should be added up and converted to yield for
comparison to the actual yield of manufacturing that specific part.
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17.6  Summary

Both international and industrial competition motivate usto stay on the cutting edge of technology with
our designs and manufacturing processes. New technologies and innovative processes like those de-
scribed in this chapter give design engineers significant competitive advantage and opportunity to de-
sign for success. Today’s design engineers can work analytical considerations for manufacturing cost,
quality, and cycle time into new designsbefore they are completed and sent to the factory floor.

The new technigues and technology described in this chapter have been recently implemented at a
few technically aggressive companies in the United States with significant cost-saving results. The
impact of thistechnol ogy includes more than $50 million of documented cost savings during thefirst year
of deployment at just one of the companies using the technology! With thiskind of success, we need to
continue to focus on adopting and using new technol ogies such as those described in this chapter.
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