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1. FAZBEIEEDH RN First encounter with Toyota Motor Corporation
(1)ERFBLE(56F)DEE. 3BMD ITIFZEEICFEA

Three-week factory training at Toyota in the midsummer of 1956 .
BFI32F (57F) MY EHBIE TN AL Entered Toyota in 1957.
F18EHEETIBAER Assigned to the Forge Plant of the First Manufacturing Division

(2) A$1 205 D 8 E T35 (B8 A7 SK SIS BN EHE T I5 FRAERBEIES 1Y)

Forge plant at that time Recent forge plants (mostly operated by Jidoka —

(typical three Ks workplace: demanding, dirty and automation with a human touch — lines)

dangerous job)

. T | BRSOV Oy REHIEES 1Y
RF130 ﬂibﬁwﬁfﬁliﬁ RER - ol Innovative sinter-forged connecting-rod standard line

F—D—=F: IVTIVRINSTIREILKD,IVIND 3
25 Keywords: simple/slim process establishment, compact

Inside a forge plant around 1955
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MR i23 ]

Powder Forging
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(B) A SEOMFB TIXEXRGHET TS

Toyota being a giant back-street factory at the time I joined the company
HXE6TF A £EABBOTA/E, 5EL530EH/F
Number of employees: 6,000; Annual production: 80,000 cars; Annual sales: 53 billion yen

(H20/3R ] HEih #¥%X869. 5F AN £ERH8, 688TH/4E,5E8L120,7928A/HF)
(March of 2008 (unconsolidated): Number of employees: 69,500; Annual production: 8,688,000 cars; Annual sales: 12,079.2 billion yen)



2. FF2EEIEO L XAE (DNA)DERE

The Basis of Corporate Culture of Toyota Motor Corporation (Corporate DNA)

-FESEEAXDORHEIL- - - KEBH—EKNETOH
Establishment of the Toyota Production System: a system developed by Mr. Taiichi Ono
TQCHREWMBEER) DEA Introduction of TOC (Total Quality Control)

(MFAZEEFR(TPS)EIE
Toyota Production System (TPS)
) NESEESRATLOESR
BYYHBELEEAK - EBEET
not established

-BIE &5 (S124F)
At the time of the Daily production plan method ---
= BOFTEHIE Goguchi (commercial/mass) production control system

company'’s establishment (1937):
-B3FN294F (19544 ) ~ R—N\—T—7ybAXK (KEFH)
After 1954: Supermarket method (Ono method)
®IESIMY., PERMYY-BEEDEEL, 5870V

Pull system, removal of buffer stocks/storehouse, lots for five cars
= BENBEDOWNEZFIZELWIR Remarkable effects on the tmprovementofmanagement

WAHITHBEDEED R
Establishment of a supply chain with cooperating factories
-HAFI38EE (19634 )~ HAIFAAF
After 1963: Kanban method (Just-in-Time method)
EfA{L EEZEB &N T -

HEMRETEICETHEX
Expanded synchronization control not only for the processing of
parts, but also for the manufacturing of formed and fabricated

materials BT ER

— Carried out company-wide for the first time



i) TPSD2&KH: Two main concepts of the TPS
BEME e BHEE/ORHL: ABGMIER

Jidoka (automation with a human touch): originated in the automatic loom invented by Sakichi Toyoda

DA IBAALQIT) -+ EZARE—MEOREE, Fhi-20EFEED (R—/S—I—4IrEVR)
Just-in-Time (JIT): Kiichiro Toyoda’s idea Produce only the products sold (inspired by supermarkets)

iii) TPSOEXRNGEZSA Basic ideas of the TPS
o RifiXx&E L. [RiMEREZE (Fk=">5c —[R{f)

Not pursuing the cost valuation method, but focusing on reducing costs

(profit = selling price — costs)

® SThHMEITES

Produce only sellable products

® EYAFTRMIIENSD

Costs vary depending on the way of producing

o WELELFTBRZHEE---7TD20DLY

Promote the complete elimination of waste — 7 kinds of waste

o SL\RZEIYRGES
Produce high-quality products for less




V) BEMEDEKRIRBR] Basic principle of Jidoka

"-REIEIETEYRAD
Quality must be built in during
the manufacturing process
FRERILGL, ENLBSAU DY -
Development of lines that do not allow

defective products to flow, and which
prevent such products from being produced.

RFE>WEEDHTIAA Machines = equipping functions

F4E%¥ Manual operations
=>iﬁ'lﬁf$.lt\ l'ko}JJ:H' = position stopping, poka-yoke (mistake proofing)

(OEHLARAYF) (string switches)

V)BEIMEEBBMEDIEER  Differences between Jidoka and automation

B&it

BEt

EENH MBS FIFLTILEES
When abnormal conditions arise, a machine detects
the problem on its own and stops.

EEDNHOTHLHENDRAMVTFEYLEWLRYBIEHITS
A machine continues running until an operator switches it
off even though abnormal conditions are detected.

REREHAHEN No defective products are produced.
W, 2 OEEOKENKRAICEKHITS
Failure of machines, molds and jigs can be prevented

from occurring.

FREBENFELELTILREVEN DM, B SEOHE
DENNHS

Delayed detection of defective products.

There is a risk of failure of machines, molds and jigs.

EEDORENOMHZBRMELENITS

Cause of failure is easier to identify and preventive
measures can be taken.

EEQREORIFHERSHET BRI LLEALIZL
Early identification of the cause of failure is difficult and
preventive measures are not easy to develop.

=PN |

Manpower-saving

=pkls

Laborsaving




‘Vi)7'30)1A9\‘ 7 kind of waste I @

IERRYESR Verork
(IIMEEZAED) (Creare added-value)

LTI Wasteful work

({TIEEZEL) (o added-value)

[

TR VEZE Supplemental work
(f INfEELE AL B E )

(not producing added-value, but necessary)

—OBiE . EikE

Work loading/unloading, transport, etc.

OEYBED LY
Waste from overproduction

QFFbD LA

C

BiGs{Ex

Site operation

EROLBIFXERERE
100%ITEDIHSHZETHS.
Our responsibility is to perform
net work as correctly as possible
to reach to the 100% level.

Waste in waiting |

@AQMIFNDLDODLE

Waste of processing

@HED LY

Waste of movement
@Emw Ag’ h\
Waste of transport

CEED LS <

Waste of stock
DFREEDLY <

Waste in producing defective item

O H D LB
Advanced consumption of materials
QFHBEDEBLY
_%__:%G)%A"f Advanced spending on labor
Inducin:g ORRNDEEL
secondary waste! Advanced use of budget
DEEHAOERD LS
Waste of warehouses and transport

| BARD LAV Biggest waste! .



| Vil DIRZ54E]  Visualization of waste I

LEMBRRDFTOTVRGITTBHIZE?

Toward making waste visible in the workplace

< _=

- HEEERT D, Reducing stock
HNLBEELDEER (FB)

This can be one of the tools to expose problems (means)

HEENZVERERMENRTLES.

Too much stock makes problems invisible

HEEERIE B TEELD
Reduction of stock is not the target

PG 1L | =
Exposure of problems Improving performance
through reformation

HEEKEETIFSHE
MERNRZA TS

Problems become noticeableb

lowering stock level.

CD K%
Stock level

™

EWLE? What is management?
BEEH={#EF+RE---HFOTFIVIDLOIZIETIRE I NBE

(REEE=RERELSYOEE+REDLALT YY)

Management = maintenance + improvement — Standards are necessary to check if the conditions are maintained.

(Quality control = operations to follow standardized quality + improvement of quality)




(2)TQCDHR A Introduction of TOC ®

i) & Background

"B AEF(BBM124) - - TAEAREBR
At the time of the company’s establishment (1 93 7): Duplicating the quality of American cars was the target
-BRFN1 75 (1942%) ~ - - -FERICK DT 5

1942 — : Military intervention
[REZZUVILTIIERE XA LETES] “Quality improvement can be made by toughening inspection.”

-FAFN24 4 (19494 ) ===+~ QCFENEA (GHQDIEE)
1949: Introduction of QC techniques (Guided by GHQ)
-FAFN304F (19554 ) ~

*AERWORE >/XE0ORE. O X

* Sharp increase in production numbers = Sharp increase of employees, expansion of organization

* EEEBOSHKIE. RITOES = EXABFOEMEERH

* Diversified in the variety of cars = Making in-house training impossible to follow
being produced, technology

development mERLIZTL—F Suspending quality improvement
Z1-IAT DR FE Failing to release new Corona
-FRFIS64E (19614 ) -+ TQCEA Introduction of TOC

i) MADBB Purpose of introduction
BRELICMER DR I~NRET H-0IC

Aimed at making Toyota a world—leading company both in its name and performance

OREEBEDEHHRIE---- (BRGHTTHIYDEK)

Revolutionary reform of management — (Breaking away from the giant back-street factory model)

QRERMLTHMADARLEEZEIHSD

Aiming for the development and production of quality and low price products




i HEEDE R Major emphasis for promotion
DESMICLSMERER. RIHEED S5 SHEER B RAH DL

Enhancement of quality/cost consciousness involving all employees and the establishment of
management structures by function
QFEBRICEL-HHATEDKERELOHAERKILYDMEL
Fulfillment of new product planning following demand trends and ensuring the smooth start
of new product sales

QOFIASHBERTEIVERMLALLOBNERHDRELE

Development of close cooperative relationships with Toyota Motor Sales Co., Ltd and major suppliers

V)TV BERBEZEZOHETLT Striving to win the Deming Application Prize
o PR (MM36EH ~374E12H) First step (June 1961 — December 1962)
Rifi-REEHOEE. QCOREFERLGLENERES . FRYBEBDEM.

Elevation of cost/quality consciousness, promotion of QC education, etc., development of a campaign aimed at the halving of defects

BEEEVKTIERENBGS) 2 REETIETOYCD I~EE

Change from the idea of “Quality improvement can be made by toughening inspection” to

“Ouality must be built in during the manufacturing process’

o F2EME (FFN38E1LRA ~39%8H) Second step (January 1963 — August 1964)
TSV ERBESHAHTHE
Declaration within the company’s policy statement to receive screening for the Deming Prize

A0+ RT—40(FBFI39FE9 A #5%) DRThEL THESE

The company was awarded the prize as a result of the success of the new model Corona RT —40 (released September 1964)
= ME-UETERNICEETMRE

= Received high international acclaim for both quality and performance

® SEIEXME (FBFN394E9A ~4049H) Third step (September 1964 — September 1965)
REEE, RERIEZFIDICHENETEDHE

Promotion of management by function by putting the major focus on cost control and quality assurance



v) TQCHEEDIERERE Effects and problems of the promotion of TOC

<%h8 > Advantageous effects:
OmEDRL:--HIMFEE-EHYIL—LEEDRD
Improvement of quality — decrease in the costs for the processing of defective materials and for claims per vehicle
[RERFIETHEYCLIDRE

Spreading of the concept of “Quality must be built in during the manufacturing process.”

QFREENI 7R L. @WHOHBE

Improvement of the company’s domestic share of passenger vehicles and growth in export
QRMIER B RDER - - -EDET FTEE~NEL =HRL)
Achievement of the targeted cost reduction — provision of better service to customers by reducing car prices
(win-win-win situation)

@1 %A HE (DNA)D KIF =

Large improvement of the corporate culture (corporate DNA)
BXGHHIIE — HOBRREX
Giant back-street factory — Real blue chip company

<K& > Problem
TV ESERDODTQCHEBIEMIELY No TOC promotion target was set after being awarded the Deming Prize

<> Measures:
BMA1EEAGICSSLELHEELITIAA Additional promotion plans were added to the policy of 1966.

AO—HUF—)LF 2 TCRERIEITMERRE O LT R

Slogan: “All-Toyota Quality Assurance” “Elimination of wasted materials and time”



vi)TQCHBTOM (HBEMRERE)~
Transition from TQC to TOQM (Total Quality Management)

45 L —FDODTQMHEHES KL S 8 4E (19964F)
Toyota Group’s three pillars for the promotion of TOM
-HtADEEFRICIBFEY.
REDEEFRRICEATIES

Satisfying internal customers as well as keeping end users delighted

BT a]
HADE DLENER

Not satisfied with the status
quo but continuing to move
forward toward improvement

"ETHFEFZETEOTLK
Every employee involved in
every process

Involving

CNoZERELT ALBBOENZR LSE, HBOMESR, BRDOERZRS
Based on these three pillars, enhancing the energy of people and organizations and
striving to accomplish the organizational mission and objectives.

58 EXEDFSA T I INHN—RIZZoTLVS, Based on the triangle conceptualized by Shoji Shiba




3. EHIH (B A TI/F) TOEHBRE - REDESDEH ®

Case Studies of Reformation of the Company Culture and Systems of Toyoda Machine Works (currently JTEKT Corporation)

) A8 (1996%F) FISEHEHRHI L. SHIEIARAKR
In 1996, appointed as the president of Toyoda Machine Works from the post of
senior managing director of Toyota Motor Corp.
TR HEAETETHRY TERIEEHN =, "New president parachuted out from Toyota”
i) WEWNESI—IL—LIFERN(974FE ~ 005 E)
Started Lively Show-room Activities (‘97~’00)
BEDRFTPMEBZ#EE > <UL ! !
Already promoted TPM for these 12 years = Mannerism!!

FREDHREICEALTIIERFE = SBBOMBEENGLY ! P ESESEHLL !

Goody-goody type just to meet their bosses needs =?No Originality!! Not Lively!!

= :
OBIHD ADEM (L LIBINED B H 5L HIY S S
Establishment of the bases of Human Activation and Originality in Genba(workplaces) Machine tool for the
- , , manufacturing of customized
|||)Eléﬂ: init (MN)i#ﬁ EE( gsﬂEF‘FN 04&1#) original products
Return to the fundamental standpoint of the TPS — development of the MN Support Group ( ‘98~04)
the MN represents “Mieruka (visualization),” “Nagareka (smooth flow)” , |'|.r W i‘ﬂ"” ]I _‘J-!ﬁ-" g.ﬂ“ﬂ\ F

- TYEHEML - A D ROERPY., 5 - B BRI TPSTLL Y — ¥ o= s

Some people of manufacturing ,Engineering ,other Depts., even showed
an allergy-like reaction to the TPS at that time.

=
FESEEAR(TPS)Z 24 - £HMITRET 5= DR BRELTRREZEE

That was why these 2 words taken the place of TPS to make this

concept expanded through the whole company naturally.
E ""B%@ E&§ (& E Bﬁ"’ﬁﬁ’]l_ ?Eﬁ Plan, Do Check and Action for Kaizen by themselves

"REREEWEN, BRNEBLITTREEREELGVEERZ

‘EDLBITTORIE uN Support Group is for Solving only cross functional problems among many depts
6 X TEHAR1ASEDZIBEEZEE 145 times visits and have meeting in Genba for 6 and half years

OXREM—ENoEBEZ(FT-TPSOAREZIIZFTHUH TESER LLE-T
This was an opportunity to learn again the philosophy taught by Mr. Taiichi Ono in the workplace.




4. 4573
(1) ep B EE 5 2

The success of Cenira

<2°2) Q)5 wO challenges:
VIS DI AR

Onserying sivieify ine ilalivery f!f,f,fgsj/)f
= YA UD = 00N €€} """"
Redueiton of eonyinnenol \Costs o ensure
compeilitvenasy I

| BETEERRONRE

s t.q.bl_ishmet of theiinyvestment planning com_mittee

Separation of the construction and procurement
divisions

/ U=t EEJ N /) e ~ "'i.— . —

StaE nesulis:

oA (2201 A)

Consirie iuf; J'}g on "54 months (91 months f or Kansai International Airport)

ERL Uisﬂﬁlmﬁ(é*ﬂ%ﬁoﬁ%)
=€ omu_;,,ﬁc 1CO ts ‘Reduced by 173 billion yen (77% of the original estimate)

— .'-— - ..-.-__

——

&RV EDAESIZLHERTIF LGS REEVEDMNESTELSRTHALY,
=TS DIEROHAFRIEISH L TEDLD TH A

I+ is not the strongest of the species that survive, nor the most intelligent,
but the one most responsive to change, "
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