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PREFACE 

The annexes have been numbered in the capitals A until H, and have been seperated by coloured 
pages. In the report is referred to the annexes if additional information or illustrations might be useful. 
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ANNEX A 



Important Cultural differences in management between Indonesia 
and the Netherlands 

This annex is derived from a survey dr. G. Hofstede published for TG Int. Management 
Consultants in Deventer. It Dutch title is called: "Culturele problemen voor Nederlandse 
Managers en Deskundigen in lndonesie." (See references in the report) 

By implementing the western production and management techniques in other 
cultures, there is a gap to bridge. Because successful management is directly 
dependent on the acceptance of its management-principles, it could be useful to give 
attention to the existing differences which affect the success of the transfer of 
management techniques. 

Dr. G. Hofstede distinguishes four dimensions: 

1 Individualism (facing collectivism); In individualistic cultures men are thinking 
more ego-centric. People fight for the interests of them self and their family. In 
a collectivistic culture individualists are absorbed by an extended family. The 
individual person works for the interests of the group and receives permanent 
loyalty in stead. 

2 Power-distance (weak to strong); The acceptance of inequalities in power is 
different in many cultures. 

3 Instability-avoidance (weak to strong); In some cultures people avoid situations 
of instability more than in other cultures. In the first case there are more strict 
rules for behaviour and there is more belief in absolute truth. 

4 Masculine (facing famine) cultures; In masculine cultures men and women have 
more strictly different roles. A man is expected to adore everything that is large, 
strong and fast. A woman is expected to be sensible. 

Hofstede has done research on the four dimensions in 50 countries. Below only four 
countries are displayed: The Netherlands, Indonesia, USA and Japan. The last two 
countries are displayed as references. 

COUNTRY\ DIMENSION 1 2 3 4 

Indonesia 6-7 43-44 12-13 22 

Japan 28-29 21 44 50 

USA 50 16 11 36 

Netherlands 46-47 14 18 3 

1 ... 50 are rank numbers: 1 = weak; 50 = strong 
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The conclusion that can be derived from the table is that in Indonesia collectivism, a 
strong power-distance and a weak instability-avoidance is featuring. The dimension 
masculine is moderate present. 

The most important marks of every dimension of the collective culture are given below; 

Collectivism 

1 The relation between the organisation and the employee is that of a relation 
between a father and his child. This means that the organisation has to protect 
its employee (independent of the outcome of the employee's work) and that the 
employee is very loyal to his firm. 

2 Within the expanded family individuals have obligations. They cannot be rich 
when others in the family are poor. Therefore financial incentives do not have 
their full impact on the employee. 

3 In the business relation, the relation is more important than the business. Before 
making a deal, the European first has to establish a personal relationship. The 
distinction between business and leisure is not as strict as in western society. 

4 Need for harmony is considerable. Loss of face is equal to physical violence. 
So direct confrontation does not make sense. 

5 Opinions are collective and are developed by mutual agreement. 

Power distance 

1 Strongly developed paternalism. 

2 Differences in status are positive. This means that differences in status are 
showed off. 

3 Respect for elderly people. Support by elderly people is badly needed to get 
things done. 

Instability avoidance 

Although on this dimension the Netherlands do not differ much from Indonesia, there 
are cultural differences. 

1 Meaning of time; Indonesian people are not as punctual as Dutch people are. 

2 Ritual behaviour in organisations. As a result the belief in management theories 
is strong. 
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3 Look-forward; Far-sighted management is not featuring many Indonesian 
organisations. So preventive maintenance is not usual and innovation is not a 
common issue. 

4 Technical precision; Because working with hands downgrades status, education 
of technical skills have a low priority, in Indonesia. 

Masculine behaviour 

More than in the Netherlands assertiveness is not very welcome. This is especially true 
in the Javanese culture. 

Differences in the functioning of organisations between Indonesian and Dutch 
organisations restrict the possibilities for transfer of management methods. In short 
some recommendations: 

1 Take into account ethical and family factors in the selection of personnel. 

2 Output dependent financial incentives are rarely possible because of the 
character of the relationship. Output dependent promotion may be a solution. 

3 Direct output judgement is an delicate issue. Be aware of loss of face. In a 
conflicting situation a broker could be an outcome. 

4 Dismissal is cultural not accepted. 

5 Management development methods have to avoid confrontation (no personal 
feedback). 

6 Use of brokers may be useful. 

7 Participant management is not working. 

8 Formal behaviour and control of emotions are necessary. 

9 Punctuality and technical precision are subject of a long-term learning process. 
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ANNEX B 



Evaluation of important cultural differences in management between Indonesia 
and the Netherlands 

In this annex the cultural dimensions which are introduced by Hofstede in annex A are 
discussed. The discussion is not based on a systematic investigation but on personal 
experiences. In the summary of Hofstede's survey the most important marks of every 
dimension are written down. In this annex, these marks are discussed briefly. All the 
findings are grouped in the same way as in annex A. 

Collectivism 

1) The relation between the employee and the organisation is a relation between 
child and father. Dismissals for example, are very difficult to accept for the 
employees. It is also expected that the organisation take care of its employees 
when they are sick by paying their hospital bills. But on the other hand, the 
relation is also business-like. The height of the salary is becoming more 
important, so if an employee (or better: a manager) can get a better salary at 
an other organisation he will not immediately refuse. But still working for the 
firm, the employees are loyal. It is for example normal that an employee works 
extra if necessary, without pressure from management or charging overtime. 

2) I did not check if there were obligations within the expanded family. I also did 
not check how large such a family would be. So I do not know if there is a full 
impact on the employee but I recognized that money is very important for the 
Indonesian employees. Most employees do not earn much and they are very 
happy when the can make overtime to earn extra. On management level and 
just below, there is a demand for financial incentives, but I do not know if this 
demand is true for all the employees on that level. Certainly on the operational 
level there are still many employees who would not be pleased with this flexible 
payment-policy 

3) I never have been involved in real business-relations, therefore I can not give 
comments on this. When interviewing employees at the Plant is used to be 
normal to discuss first daily subjects like wife and children, the Netherlands and 
Indonesia after which the real interview would take place. The distinction 
between work and leisure is less than in the Netherlands. Employees organize 
frequently small trips or they exercise together. The Plant spends relatively 
much money on social activities for the employees. This is strongly appreciated 
by nearly all the employees and not considered to be a substitute for salary. 

4) The need for harmony is considerable. Discussion is no problem if all 
participants know each other well and the discussion is friendly. It is also very 
important that the status of all the participants is equal and the discussion is not 
public. Below is illustrated how it can go wrong. 

I did agree with the Material manager about the sizes and locations of the racks 
in a store. Together with the Engineering Department manager he had troubles 
with some measures. I wanted to correct him, which was wrong. My attitude 
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forced him to stick to the measures he told first, and before I recognized the 
situation, this resulted in a discussion in public. This was very offending for 
which I apologized. 

A Dutch manager from the South-East Asia office of Philips Electronics came 
to the Plant to discuss the logistic system at Philips Ralin. This discussion was 
participated by all managers of the Plant. The Dutch manager wanted to find 
out if there where inconsistencies in the logistic system by confronting the Plant 
manager with his own statements. During this discussion the Plant manager 
had re-arrange his thoughts constantly to be able to answer. In the Netherlands 
this discussion could be considered to be clarifying, but the Indonesian 
managers were furious about the very offensive behaviour of their guest. No 
Indonesian manager said anything during that meeting. 

5) Opinions are collective towards the outside world. But if people know and trust 
you, they will tell their private opinion. Of course it takes time, so also new ideas 
will take more time to develop than it would in the Netherlands. 

Collectivism is still an important character of Indonesian society. The many campungs 
(neighbourhoods) are organised to maintain the infra-structural facilities. People who 
avoid this campungs because they are have a more individual attitude, are easily 
considered to be ego-centric. In the Indonesian context Individualism and egoism are 
difficult to distinguish. 

Power Distance 

1) All managers feel responsible for their employees, but I do not know if they feel 
more responsible than their Dutch colleagues do. The employees respect their 
manager more than what is usual in the Netherlands I suppose. The more the 
employees are educated, the more critical they are. 

2) Differences in status are showed off, no doubt. For me it is strange that in a 
culture were it is not usual to distinguish oneself from the group by extra
vagrant behaviour. Especially because the status is mainly showed off with 
material means like cars, houses and western cloths. 

3) With regard to the respect for elderly people I can only give comments for the 
Plant environment not the private. At the Plant this respect is not unconditional. 
For example, if a manager is not capable of fulfilling his function properly, the 
respect from the employees is easy lost. In particular the way he communicates 
with they employees is essential, so the way he fulfils his paternalistic task. 
When he fails, the behaviour of the employees remains polite, but the effecti
veness of his orders decreases rapidly. 

Instability Avoidance 
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1) Time is flexible in Indonesia. Indonesian people talk about the 'rubber clock'. 
On a higher level in the organisation the meaning of time becomes more 
important, properly because it is busier. Western people are expected to be in 
time, so if they are not, it could be interpreted wrong. It is also important not to 
let a person of higher rank wait for you. 

2) At Philips Ralin I did not recognize a ritual behaviour which would indicate a 
strong belief in management theories. Although the way the introduced systems 
were approached by some Warehouse employees and the manager was not 
very flexible, I can not draw a conclusion. The inflexible approach may have 
may have many different reasons. My first explanation could be inadequate for 
example. The employees must also get used to the system before they can fully 
understand. 

3) Long term decisions are normally made on a high level and not on department 
level. The Plant manager is Dutch and the material manager is maybe not 
representative for an Indonesian manager. According to the Plant manager, the 
strong position of Philips is partly the result of a better maintenance of the 
assets than is normal in the other Indonesian lamp-factories. The material 
manager used to value short term savings higher than long term expenses. The 
employees at the Warehouse did have only a little ability to value systems on 
their advantages on the long term, but in general they have had only primary 
school. 

4) I do not have comparative material from the netherlands or other Western 
countries, but the managers (without exception) prefer to control all the 
department-activities from their desks. Therefore the importance of checking of 
the activities on the shopfloor is neglected. Consequently some activities seems 
to be well organized on paper, but in really do not meet any standard. Also 
employees are very surprised when a person of higher status is involving with 
very practical activities. But when they get used to it, they appreciate it very 
much. Making the managers used to this kind of activities takes much more 
time. 

Masculine Behaviour 

You never see assertive behaviour except from foreigners. It is difficult to give 
an example of something that is not there. But all difficulties and personnel 
friction are never ventilated by publicly showing power. Raising one's voice 
during discussions is rare. 
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C1 Berenschot Basic Analysis 

To find the bottlenecks and possibilities for improvement, Berenschot gives a checklist 
with fields of interest in the company. 

1 Product Market; 
performance of the main products; 
importance of items for company and market; 
pattern of demand and prediction of demand; 
handling of orders; 

2 Production Process; 
production stages with 

*handling activities; 
*stock points; 
*lead times per stage; 

flexibility; 
availability of machines; 
figures about 

*minimum series; 
*set up times; 
*lead times; 
*process times; 
*capacity and costs; 

3 Production Control; 
control concept; 

*production on stock - order; 
*items that are subject to planning; 

planning systems; 
*liaisons; 
*horizon; 
*frequency; 

information-processing time; 

4 Product Assortment; 
number of items per production stage; 
commonality; 
modularity; 
families of products; 

5 Product Development; 
reliability /continuity of development-planning; 
modification management; 

6 Purchasing of Material; 
raw materials and semi finished product assortment; 
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performance of suppliers; 
handling of orders; 

7 Logistic Cots; 
handling; 
stocking; 
control; 
interest; 

8 Quality; 
raw materials and semi finished products; 
production process; 
finished products; 

9 Organisation; 
responsibilities; 
structure; 
(all in relation to the flow of goods). 

The check list that is used at Philips-Ralin is not very different from the original that is 
shown above. The information for part 1 of the checklist is derived from figures made 
available by the Sales Department of Philips Indonesia. Decisions related to the 
'importance of items for company and market' are made by the Sales Department and 
are, automatically, part of the strategy. Decisions of minor importance do not affect the 
conceptual model of the logistic system. All information that is required can be derived 
from the other subjects. 

Above, the subject 'strategy' is already mentioned. According to Berenschot a 
company-strategy gives direction to the logistic system. Therefore the objectives 
require much attention when a logistic system is analyzed. According to that 
statement, the strategy has also to be part of the checklist. 

In the final checklist, a distinction is made between the ability to change over to 
different products and the ability to minimize or maximize production efforts. Capacity 
and flexibility are influencing each other. The final checklist makes the distinction but 
cross-overs are not neglected in the analysis. 

Product development takes place outside Indonesia. Philips-Ralin only makes 
modifications on products. 

The result is the following checklist, as it is used at Philips-Ralin: 

O Strategic Goals of Philips-Ralin; 

1 Product/Market; 
performance and sales of products 
pattern of demand and prediction of demand; 
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handling of orders; 

all in general terms 

2 Production Process; 
production stages with 

*handling activities; 
*stock points; 
*lead times per stage; 

flexibility; 
*minimum series; 
*set up times; 
*lead times; 
*process times; 
*costs; 

capacities; 
*fixed 
*flexible 
*costs 

3 Production Control; 
control concept; 

*production on stock - order; 
*items that are subject to planning; 

planning systems; 
*liaisons; 
*horizon; 
*frequency; 

information-processing time; 

4 Product Assortment; 
number of items per production stage; 
commonality; 
modularity; 
families of products; 

5 Product Development; 
modification management; 

6 Purchasing of Material; 
raw materials and semi finished product assortment; 
performance of suppliers; 
handling of orders; 

7 Logistic Costs; 
handling; 
stocking; 
control; 
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interest; 

9 Organisation; 
responsibilities; 
structure; 
(all in relation to the flow of goods). 

Resource: see Ten Cate in the reference list in the report. 

C2 Symlad Approach 

The Symlad approach is a methodology that can be used as a guideline for logistic 
projects. The approach is mainly directed to efforts to improve the logistic control 
system. Its objectives (improvements in lead times and performance and decrease of 
stocks) are roughly the same as the objectives mentioned in the Berenschot Analysis. 
Although the Symlad Approach covers the complete course of a project it is only used 
to describe the basic structure and the concept of the logistic control model. Material 
handling and warehouse management are no subjects of discussion. The analysis 
phase of the Symlad Approach resembles the Berenschot a lot. But the Berenschot 
analysis is more compact, which makes it easier to work with, faster and more clear. 
In the checklist of Symlad, much attention is paid to characteristics which can hardly 
be influenced. These are product and market characteristics. These area's are very 
important to the logistic system, but it may be better to stick to the essential key
characteristics and spend relatively more efforts on those area's which can be 
influenced during the execution of the project. Also the grouping of the characteristics 
of the Symlad checklist is more confusing. In the Symlad checklist, the inputs for the 
physical flow of goods and the inputs for the logistic control model are put together. 
At last can be said, that the Symlad check list contents more qualitative characteristics 
which are very difficult or not measurable. 

Resource: see van Ballegooie in reference list in the report. 

C3 Approach of the Warehouse Project 

The approach involves the next steps 

1 identification of clients of the Warehouse and their importance for the 
Warehouse; 

2 interview the clients; 
subjects: which services are received; 

evaluation of the services; 
requirements and wishes; 

3 make groups of demands which are related to each other; formulate for every 
group an objective; 
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4 describe all activities in every group which are required to meet the demands; 

5 make performance indicators; 

6 make procedures if necessary; 

7 make files to keep all information that is gathered for the procedures or the 
performance indicators. 
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TABLE D-1: Logistic Costs at Philips Ralin Surabaya 
(in millions of rupiahs) 

Material Handling Planning & control 

real costs 544 562 

budgeted costs 416 (15%) 334 (15%) 

resource: activity results jan-dec 1990; jan-may 1991 

capital costs 

2558 

1750 (70%) 

NOTE 1: Calculation of the overrunning of the budget: (2558/1750) * 100% = 146% 

NOTE 2: Interest is calculated by 0.3 times (approximately the interest per year) the height of the 
budgeted stock or real stock. 

The difference between budgeted and real costs for the Store are mainly caused by 
absolute stock. 
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TABLE D-2: The Stock levels in Different Phases of the Logistic System 
(end of the month balances in millions of rupiahs) 

Kind of GIT RM WIP SFP RM WIP EXP PLANT SALES IND 
stockpoint SFP SFP FP FP FP TOT TOT 

real dec'90 2114 625 9 1910 1924 115 70 6767 3900 10667 

real may'91 1247 391 16 2406 4122 172 174 8528 1600 10128 

budget '91 2347 296 12 1824 1167 118 70 5834 4125 9959 

resource: budget 1991; ACTIVITY RESULTS JAN-DEC 1990; activity results jan-may 1991 

ABBREVIATIONS 

GIT 
RM SFP 
SFP 
WIP 

goods in transfer 
raw materials for SFP's 
semi finished products 
work in process 

EXP FP finished products for export 
SBY TOT total stock at Surabaya 
SALES Sales Department 
TOT IND Total stock at Philips Ralin 
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FIGURE D-1: Organisational Structure of Philip Ralin Surabaya 

PLANT 1'1ANAGER 

I SECRETARY I 
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LIGHT FACTORY GLASS&CAP FACTORY 

I PEllSOllllEL DEPT. I 
ACCOUNTING DEPT. 

I llA! HllllDL DEPT. I 
I PPC DEPT. I 
I Pl.Alt! ENG DEPT. I 

EXPORT DEPT. 

D-3 



logistic Improvement Project 

The objective of the Logistic Improvement Project is to develop and implement an 
effective information system for the flow of goods at Philips Ralin Surabaya. To be able 
to introduce the information system, other project must be started up. One of the 
attached projects is the Warehouse Improvement Project. The Warehouse Im
provement Project as well as other projects are monitored by the project-team of the 
Logistic Improvement Project. In this team the key-members are, with others, the Plant 
manager, the managers of PPG and Material Handling and the logistic consultant from 
Philips-Eindhoven in the Netherlands. 

Central issues in the Project are: 

1 How to organise the flow of information; 
2 Which agreements must be made with the Sales department of Philips Ralin, 

other clients, the Marketing department and suppliers; 
3 Which part of the control system of the flow of goods should be automated; 

The result must be a decrease in the interest costs paid on stocks. 

To be able to decrease the stock level the PC-software-program PICCOLO is 
purchased and will be implemented. The program is a kind of automated stockcard 
administration on which spread sheets and data-base facilities can be attached. In this 
way every phase of the logistic system can be controlled with assistance of a PC
network. At Philips only a part of the software-package will be implemented. 

Although the Warehouse Improvement Project activities mostly can be executed 
independent from the Logistic Improvement Project, some links are inevitable and 
necessary. These links are: 

1 First implementation-activities start in october; 
2 Procedures are kept at a central place. Making procedures for existing activities 

is an activity of the Logistic Improvement Project; 
3 The decision where and when to install computer-stations in the Warehouse is 

subject of discussion between members of the two Project teams. The Plant 
Manager and the logistic consultant make the final decision. 

D-4 



~ 
I 

ANNEXE 



TRADE-OFFS CAPS AND GLASS 

1. Caps: The trade-off is made to calculate if producing SFP caps with a pulling 
system is more profitable than making them on stock, like the situation at this moment. 
At the moment the Plant is producing more caps than it consumes. The reason is the 
expected shortage of caps in 1993. Keeping stock is considered to be cheaper than 
buying caps in 1993. Three Trade-offs are shown. Together these give the process 
that is followed to reach the decision to change the production-schedule. 

In every trade-off, two alternatives are discussed. One alternative that follows the 
current policy (producing on full speed to build up stock for future shortages), and one 
alternative that follows a policy of producing on requirements (pulling system). 
Important is the length of the period from now till the first caps have to be bought. If 
the period is short, it may be profitable to produce on stock. The variables who 
determine the length of the period are the production volume and the sales. The cash 
flow calculation gives the final negative or positive results in millions of rupiahs. 
Variables which determine the cash flow are interest, required return on investments, 
price of caps, costs for maintenance of the stock and variable and fixed costs. 

The first trade-off is a proposal to the Plant Manager. 
The second trade-off is a recalculation of the Administration Department with other 
variables. 
The third trade-off is a second recalculation of the Administration Department after 
discussing the validness of the used variables. 

2. Glass: The trade-off for glass is made by Paul Peeters (project leader of the LIP, 
see annex D), and shows the advantage of using a pulling system. This calculation is 
not followed by calculations of the Administration Department, but was taken for 
consideration by the Plant manager. For the Warehouse, the calculation and the 
interest of the Plant Manager are the reasons to propose a pulling-system for SFP
glass and caps. 

In figure 1 the results are displayed. The result is an average stock which is 
considerably less. Also the fluctuation of the stock level is less; the stock is more 
stable so the risk of being out of stock is less. The results in figure 1 are derived from 
the other two figures. 
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CP1: ... CULJ'T I 01'' OJ\! CASH FL.OlAI BASIS 

The current and the alternative plan are compared in the calculation 
be;ow. The alternative is taken as the investment study. All positive 
cash flows that appear in one year are per saldo amounts. For example: 
the cash flow from production is the positive cash flow that appears 
from not producing. So it is the saving of materials and variable 
machine costs compared with the current situation of producing on 
stock. Also for the interest: displayed is the difference between the 
interest to pay for stock in the current plan and the interest to pay 
for stock in the alternative plan. 

assumptions: - interest: 20 X a year 
-·costs for storage, washing and. damage : 7.5 X a year on 

the value of stock 
- stock costs 27.5 % (based on variable costs> 

discount factor: 20 X a year 
- variable costs of caps 29.8 Rupiah, FSP 38 Rupiah (fixed 

costs + direct wages/normal production) = 8.2 Rps 
price of import cap~ 84,20 Rps · 

- all prices 1991 
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cap.val.. 691.45 972 .. 07 1200.45 924.73 564.23 290.07 

The al~e~native pla~ has a positive cash flow of 300 mio Rupiahs. 

COl\lCL.U~3 T c:Jl'··.I :: 

1." 

REMARl<S~ 

Investment in stocks Cp~oduce to maximum capacity) is 

•::· .; . . :::, m<::t;< :i. mu.rn :: (''~\/::\~::. u·';· o:;toc !-:: ·f 01r c Etp ~; E··-·27" ( ·f " :i .. , t CJ b E? 

reached in two steps, end 1991 and end 1992> 
Sell overcapacity or slow down production. 

Besides a 
result in 
( J.99~.-1994 

positive cashflow, the alternative plan will 
lower factory stock in the balance sheet 
avg minus 1 bio Rph). This will give a 
increase in RONA. 

.. 
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ANAL YSiS OF CAP FACTORY 
Continue production in full capacity and another alternative reduce production quantity 
In 1991 to meet the ideal stock position are compared, which one will give the most , 
favourable impact. 

Data 
Alternative A continue production in full speed 
Alternative 8 reduce production to meet ideal stock · 
End Stock of c·ap E 27 in August 1991 = 20,000,000 pcs 

Interest 20. o/o a year -t t..16~" = ~ u-\-o-.. -t- ~~""'-.. . 
Cost of storage, and obsollete : ?·5 o/o a year of stock '.falue 
Variable cost of caps: Rp. 25.5 · c ~ p s- 1 -
Fixed Cost of caps: Rp. 12.5 ' 

Price ofimport cap : Rp. 84.2 

Alternative A 
Year Beglning Production Import 

stock 
1991 20 20 
1992 20 55 
1993 15 60 4 
-1994 8 64 28 

Consumption 

. 20 
60 

71 

81 

- ----Aiter;;tive B 

Year Begining Production Import Consumption 
stock 

1991 20 .s 20 
1S92 6 56 6 60 
1993 7 60 12 71 
1994 8 ., - 64 28 81 

CASH FLOW iN CASE PRODUCTION IN FULL SPEED (ALTERNATIVE A) 
Year 91 92 93 94 

Production 
~~~} 

(357.00) 0.00 0.00 0.00 

Stock cost (16.36) (17.14) / (28.05) 

Import 605.20 673.60 0.00 

Total (373.36) 428.06 645.55 0.00 

d i~cou n ted factor 1.00 0.80 0.64 0.51 

!Annual cash flow (373.36) 342.45 413.15 0.00 

Accumulative cash flow (373.36) (30.91) 382.24 382.24 

f"'O~.,._ • - ---:-

5\_.~ <.t.P\.? (v~~) 
V-y»or \-

~ 
r (iv-11. +•< \ 

cJA..sc. • ~c. \-0 v- r + Y<Sll' J 
~ • c.et>~ ~w - -

A:c.A . ~ "'- ~UJ . 

End 
Stock 

20 
16 

8 

9 

End 
Stock 

6 
7 
8 
9 



-----·-· 

CASH FLOvV IN CASE PRODUCTION SPEED REDUCE TO MEET IDEAL STOCK (ALT. B> 
Year 91 92 93 94 

Production 357.00 0.00 0.00 0.00 
Stock cost 16.36 77.14 28.05 
Import (505.20) (673.60) 0.00 

I Total 373.36 (428.06) (645.55) 0.00 

discounted f<lctor 1.00 0.80 0.64 0.51 

373.36 (342.45) (413.15) 0.00 
Accumulative cash flow 373.36 30.91 (382.24) (382.24) 

COST AGAINST REVENUE 1992 

REVENUE: " 

Import can be avoided 605.20 

COST: 
Interest Cost : 

) . 

373.36 x 20 % = (74.67) 
Stock cc:.t (77.14) 

353.39 
Discounted factor 0.8 
Gain 354.19 

CONCLUSION 
I 

1. Going to produce in full capacity starting 1991. indicate positive accumulative cash flow, 
in year 1993. It means continue production will be more favourable in the long run, although 
in the first year cash flow will be negative. 

2. Based on cost against revenue in 1 ~92 show positive gain which look like relevan with conclusion 1. 
I 

The assumption: . 
- G~ing concern principles (company not close in year 1993) 
- Store position in end of year 1991 are seen high (over stock) 

ACCOUNTING DEPT. 



ANALYSIS OF CAP FACTORY 

Continue production in fuil capacity and another alternative reduce production quantity 

in 1991 to meet the ideal stock position are compared, which one will give the most 

favourable impact. 

Data 
Alternative A continue production in full speed 
Alternative B reduce production to meet ideal stock 

End Stock of oap E 27 in August 1991 = 20,000,000 pcs 

Interest 20 % a year 
Cost of storage, and obsollete: 2.5 % a year of stock value 

Variable cost of caps: Rp. 25.5 

Fixed Cost of caps: Rp. 12.5 
Price Qf Import cap : Rp. 71 and Rp. 50 (ex Philiplne) 

Alternative A 
Year Begining Production 

stock 

1991 20 20 

1992 20 55 
1993 15 60 

1994 11 54 

Alternative B 
Year Begining Production 

stock 

1991 20 6 

1992 6 . 55 

1993 7 60 

1994 8 54 

ALTERNATIVE A <Using Import price Rp. 71) 
Year 91 92 

Production (357.00) 0.00 
Stock cost (13.39) (80.33) 
Import 0.00 

Total (370.39) (80.33) 

discounted factor 1.00 0.80 
-

Annual cash flow (370.39) (64.26) 
Accumulative cash flow (370.39) (434.65) 

ALTERNATIVE A lUsina lmoort orice Ro.50) 
Year 91 92 

Production (357.00) 0.00 

Stock cost (13.39) (80.33) 

Import 0.00 

!Total (370.39) (80.33) 
1-J:---·-- ... --' "--""-- ......... o.ao Ul:S(;UUrllt::U li:i(;LUr l.UU 

(370.39) (64.26) 
Accumulative cash flow (370.39) (434.65) 

Import Consumption 

20 

54 
0 64 

17 73 

Import Consumption 

20 

0 54 

5 64 

20 73 

93 94 
0.00 0.00 

(31.55) (8.61) 
355.00 213.00 

323.45 204.39 

0.64 0.51 

207.01 104.24 
(227.64) (123.40) 

93 94 j 
0.00 0.00 i 

(31.55) (8.61)1 

250.00 150.00 I 
218.45 i I 

141.39 ! 

o.s4 I 
_, 

0.51 j 
139.81 i 12.11 I 

(294.85) (222.74) j 

End 

Stock 

20 

21 

11 

9 

End 
Stock 

6 

7 

8 

9 



CONCLUSION 

Going to produce in full capacity starting 1991 indicate negative accumulative cash flow. 
in year 1993. It means reduce production to meet ideal stock will be more favourable. 
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·f,~1. 
Actual and ~lternative production of shells 

Period augu~t 1990 till July 1991 

actual µr·oc.T d! tenH:\tl ve 

s.,'.!\l pl'"Od :stock pn.:>d :stock 

aug 2r. (:i 
,. ·-· ... 7 :~. 4 ,., 

"·. 6 2. 4 

sep -=!" .,. 
~; 

,.., 
7 3 

,.., 
4 ._,rt I -'·. .£. • 

okt 3.j 8 -~ ~3 
rt ~· •;< B 2.4 ..• •n . i-. ·-· ,.:-. 

nov "'!" •7 2.9 I 1 7 < 7 
,., 4 

·-• n I .. . ...... 4• 

dE?C 
..,. ._, .. 4 5 .. ~:: 3. c::" 

,.} 3- 4 ,., .... . 4 
jan 2. ~5 3.B 5 2 .. 3 2. 4 
feb ~ -:~ 

..,. 2 4 . 9 4. 3 3. 4 ·-·. ·- --:·. 
m.:w 4. 9 t" 

~1 5 5. 4 3 .. 9 
,3p1 .. 

..,. ._,. 7 l.j .• 1 r:· 
d • ·~· 4. < ..... 4.5 

may 3. 7 :5. 8 5. c:: 
..> 4. 

..,. 
...... 5. 1 

jdn "":! 7 -:.. t=· 5 .. 4 o. 7 
,..., 

1 · .. !r. . ..:,. •• ,_1 .£. • 

jul 3 3.B 6. 1 < ·-·. 3 2. 4 

avnr ·~ .··• ·1.1q ::~. l-1 I .<l - ,.,c; :'!;_LI.,., l? - Qs:l 

H !'?Ill i.'I \'" k ~=· ;. 
Irs JunE· .::u1d ,July, ~~'.. mi o UuJ t:i'.-:> \•Je1-e pLll'Thi::\~;ed 

- -- ------ - -- . - -- ----------- -·-·------·: ·-·-··-··-·--··· 



f i gL1re 
Actual sales, production, purchases and stocks of shells per type 

Period august 1990 till July 1991 

{.) 60 T 60 E 5(> E 60 ALL LOCAL SHELLS ' I I ----- ------ -----: ----- ----- ----- :----- ----- ------; ----- ----- -----; ----- ----- -----~ 
! SC:\l I pi··od : stock : S-Etl :pr·od : -::.tock :sal I prod :':stock I sal :prod : s:.tock I sal :prod : StCiCk I ' I I I 

'°''-IQ ~ 253(l :2145 :27(l8 76 76 (l 0 139 707 0 0 22 12606 :236<) .13437 
sep I 3470 :2678 I 1916 216 266 50 (I 0 707 22 77 77 :3708 I 3021 12750 ' I 

I okt :3218 :2642 I 1340 539 892 403 c) 0 707 2£~ 0 
.,,...,. 

:3781 ~ 3534. ~ 25(>3 I ...;._;. 
nov :2844 :2215 l 711 910 7(11 ! 94 <) (I 7<)7 0 0 C"-:0 I 3754 :2916 I 1665 

I 
,_i • .;.. I I dee :2498 :4377 :2590 770 914 338 174 0 5:53 (l 0 <:"..,. :3442 :5291 I 3514 ...J·..:· I 

j 21.n l 1754 ·--·9 :4155 445 497 390 128 0 4<)5 0 t) 53 :2327 :3816 : 5(H)3 
I , . .:: •. .:;.J. 

feb :2844· : 256:~· l3874 324 612 678 122 0 283 0 0 c:-- :3290 :3175 :4888 -i..::1 
mar I 4413 :4111 :3572 242 886 I 1322 238 (I 45 0 ( ... 53 :4893 :4997 l4992 ' I .. 
apr :3298 I 1548 I 1822 125 806 l2003 243 I 1711 I 151.3 0 . (l C""?" :3666 l4065 :5391 

I • I I ...J·-"' may :3031 I 3470 :2261 514 374 I 1863 145 0 l 1368 0 (• I C"..,. l3690 :3844 :5545 
I 

I 

' . -· .. ._,~ . 
jLm :3484 l3482 !2259 (l 15 I 1878 I 2(i8 0 I 1160 0 0 

.,,...,. l"?'f...Ory !349"7 :535() • • I ...;._:. t ·..:•u .~.;:... Jul I 2627 :3684 :3316 115 0 I 1763 137 0 I 1C>23 1 15 101 __ 39 :2994 :3785 I 61Lf·1 I 
I 

--·- I I ! i 

a".1er I 3C)!)(I l 3019 '..-,c::-n~ 1~1':"'' 

:5C>3." I 906. l 1 16:r ' 154.; '.763 .. I 

i::." ./). l 1LL8 ·I C" 1 ;12 : 348 1:S I - , ·-1 I .c.'J.264 ' ; ..:......J:·-· • . _"t..Jb::. I I I ·..!.!. ; .::.:Cl ... I 

R2rr:c\t- k ·= ~ 
In Jun•::-· a.n(·j JL~l 'l; ~ 
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-figure 3. 
'·\· ~ ' -

Alternative production of shells, kanban method 

Period august 1990 ~ill July 1991 

p, 60 T 60 E 5<) E 60 ALL LOCAL SHELLSl 
;----- ----- -----:----- ----- -----:----- ----- ----- :· ---- ----- ----:----- ----- -----: 
: s2.1 :prod :stock\sal lprod : ~-tac~~: sal :prod : stock: sa.1 \prod :stocklsal l p1~od :stock: 

I I. 
I I 
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i 
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a.pr :3298 :3635 !3631 125 125 519 243 54(1 475 (I (l 50' 13666 14300 !4675 
may l3031 !3800 :4400 514 J. 500 505 145 0 330 0 o. 5(1 !3690 14300 :5285 I 

jlln !3484 I 700 :1616 0 (l ' .505 '. 208 0 122 0 0 50 13692 • 700 :2293 I • I • -
jul \2627 \2446 : 1435 115 0 I 390 137 540 525 115 115 I 50 !2994 :3101 :2400 I I 

. , • ' ' I •· I .. ·' 
aver-!3000 !2993 l2168 :356. ·:342. :504. 1116. 135 f ~,..,C" l13.4 : 13'.4 I 50 ~3486 !3484 ~ 3(l~r8 ·: I 
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ANNEX F 



This annex contains all the procedures and guidelines that are designed to improve 
the effect and efficiency of the Warehouse. Some of the procedures and guidelines are 
accompanied by a form (sometimes already filed in) or minutes of meetings. 
Guidelines are instruments to assist the Material manager and drafts are made to 
assist the manager in making procedures if necessary. The minutes and filled-in forms 
are put in this annex and not in the annex of the Implementation Phase because here 
they function as illustrations for the procedures or guidelines. 

The procedures, drafts and guidelines are grouped per Task. 

F-1: Management Task 
F-2: Information Supply Task 
F-3: Storage Task 
F-4: Distribution Task 

F-1 
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F-1: Management Task 

Although the tasks of the manager are difficult to put into procedures, there is made 
one called the Steering Meeting procedure, which is shown on the next page. A 
result of the Steering Meetings is following the procedure. The result is the target stock 
for SFP-glass. With this stock-target, the warehouse is protected against too much 
fluctuation of the total stocklevel, which used to be a main bottle-neck. With this 
condition it can practice a lay-out and FIFO-system for SFP's glass and caps. 

The second paper is the Quarterly Management report. Because the report is 
introduced after I left, there is no filled-in form in the annex. There is no procedure for 
this activity. The success of the report is only dependent of the willingness of both the 
Plant manager and the Material Handling manager. 
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STEERING MEETING PROCEDURE 

A GOAL 

1 Evaluation of the performance of the Warehouse; 
2 Discussion of new demands from the clients and setting new standards; 
3 Make agreements for follow ups and participation. 

B INPUT 

1 Minutes last meeting; 
2 Results from PI of the last period; 
3 Results of follow ups. 

C OUTPUT 

Minutes with: 
1 New or prolonged agreements, follow ups etc; 
2 Date next meeting. 

D WAY OF WORKING 

1 Every fixed period the Material Handing manager and the manager of the 
Warehouse have a meeting with the manager (and maybe other members) of 
every other department it is serving. 

2 The performance of the Warehouse in the last period is discussed. Therefor PI 
are evaluated as well as informal indicators. 

3 Also the results on follow-ups, the participation with the client are discussed. 

4 New agreements are made according to the prolongation of existing follow ups, 
initiation of new ones. Agreements are made with regard to the distribution of 
tasks and responsibilities. Also new standards for the Warehouse services can be 
set. 

5 At the end of the meeting a new appointment is made for the next meeting. 

6 The manager of Material Handling writes the minutes and distributes it among 
the participants of the meeting and ,when agreed on, to others. 

F-5 
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DATE 

EVALUATED PERIOD 
NEW PERIOD 

Depicted on attached forms 

Light Factory 

Glass and Cap Factory 

Export Department 
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Administration 

Planning and Production Control (incl. Purchasing) 

Others (ISA; MPDL; Quality Department) 

dept old new action or not (if action refer to table 5) 

PAGE2 
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nr. action name target result 

nr. action name target way of working 

SIGNATURE MATERIAL HANDLING MANAGER 

MR. BROTO 
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F-2: Information Supply Task 

The Information Supply Task involves a lot of procedures. It is not in the scope of my 
assistance to the project to formulate all the procedures. In fact, it is not the best way 
to issue at once a lot of procedures. The employees would be buried with them. 
Therefore the number of procedures issued is limited to the most urgent ones. 

For the administration activities only drafts are written. These drafts may help the 
Material Manager to formulate the real procedures in a later phase. Next, the Slow 
Moving Goods Check (SMGCheck) and the Periodical Physical Counting 
Procedures are shown. The SMGCheck is issued but not yet practised. This is only 
done twice a year. Therefore the Report that is following the procedure is not filled in. 
The Counting Procedure is followed by two reports, one was filled in the second week 
of the introduction.the other was filled in one month later. As explained in paragraph 
3.4.3 of the report, some differences are due to a change from PPC to the 
Administration Department. Another difference is the attached Stock Adjustment Note. 
This note was needed to be introduced to make every stock-adjustment 'official' and 
to press the departments with a stockcard-administration to correct their stock figures. 
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ADMINISTRATION DRAFTS 

ADMINISTRATING RECEIVING REPORTS: 

1 Administrator takes retourbons from box 

2 Checks if receiving report is signed by storekeeper and quality controller 

N3 If not gives back to storekeeper; 

3 Checks sequential numbers and write numbers of retourbons and referring delivery 
notes down in book. 

4 Sends retourbons to Quality Department. 

5 Receives the retourbons back 

6 Checks sequential numbers; if not alright call Quality Department.; 

7 Records data in stockcards/Piccolo; 

8 At the end of the day sends retourbons to ADM and PPC; 

ADMINISTRATING SUPPLY LISTS AND DELIVERY NOTES SFP GLASS: 

1 Administrator takes supply lists from box 

2 Records data in stockcards/Piccolo; 

3 At the end of the week sends all supply lists to ADM and PPC; 

ADMINISTRATING RETOURBON: 

1 Administrator takes bons from collection boxes; 

2 Records Retourbons in stockcards/Piccolo; 

3 Sends bon to ADM and PPC; 
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ADMINISTRATING REJECTBON: 

1 Administrator takes bons from collection boxes; 

2 Puts the bon in a separate map; 

3 Gives a sign to Quality Department 

4 Assist follow up. 

RETOURBON AND REJECTS 

1 Receive bon; look if it is retour or reject 

2 Pick up the materials; 

N3 If retour store and put retourbon in RB collection box; 

Y3 If reject put materials in obsolete store and put Reject bon RB collection box; 
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PERIODICAL PHYSICAL COUNTING PROCEDURE 

A GOAL 

Keeping the stocklevels of all items in the store within the norm as agreed with the PPC 
Department 

BINPUT 

1 Administrated stocklevels of PPC, ADM and MH 
2 Real stocklevels at the Warehouse 

C OUTPUT 

1 The Periodical Physical Counting Report 
2 Stock Adjustment Note 

B WAY OF WORKING 

1 The activity Periodical Physical Counting (PPCounting) takes place every friday. 
Every Thursday the Cycle Counter from the Administration Department looks at 
the Transaction Form for every item that has had 20 or more transactions without 
being counted. He writes the items on a PPCounting Report. 

2 He informs the store keeper of the Warehouse how many items have to be 
counted the next day and they make an appointment. 

3 At the agreed time both men count the physical stock and compare it with the 
administrated stock in the Warehouse, ADM and PPC. For A, Band C items are 
different variations acceptable (norms) between physical and administrated stock 
(noted on the PPCounting Report). 

4 All differences that exceed the norm have to be investigated the same day. 
Results of the investigation are reported to the managers of PPC, MH and. If they 
agree the sign the Report. In this report (pre-printed annex to the Form) is 
stated: 

1 Were the difference appeared; 
2 The cause of the difference; 
3 The solution or follow up. 

5 Before tuesday afternoon the Administration manager receives the signed report 
from PPC or MH and confirms it if he agrees. 

6 A Stock Adjustment Note is issued by the Administration Manager. The 
stockcards are updated according to the figures in the Stock Adjustment Note. 
The note with a copy of the report is distributed among PPC and MH. 
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7 At MH the received copy of the report is put in the file of the PPCounting 
activity. 
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ANNEX flEPORT 
(conformation) 

~~~:=:~:=:~:=~=========~====~=~========~=============================~===: 
, f..U IAl-d: .. b 1- l·"L man 1a<J\~1·- : 
I 
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-------------------1 REMAKS MH manager ~-----------------------------------------------------
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PERIODICAL SLOW MOVING GOODS CHECK PROCEDURE 

A GOAL 

Keeping only the materials in the storages which are utilized. 

BINPUT 

Information about issues from the stockcards with regard to the last half year. 

C OUTPUT 

1 Periodical Slow Moving Goods Check Report; 
2 Warehouse with only frequently utilized materials; 

D WAY OF WORKING 

1 Check every first monday of July and every first monday of January which goods 
are not supplied to the factories once in the former 6 months; 

2 Check this by searching in the stockcard-administration; 

3 Fill this materials in the form 'Slow Moving Goods' and pass it, on the same day, 
to the MH manager. 

4 The Material manager signs it, and before friday the form is received by PPC 

5 One copy of the Signed form is added to the data-file of 'Information Supply' 
function; 

6 Wait for decisions from PPC and ADM for action. MH manager sends every 
week on monday a reminder (starting from the third monday of the month); 

7 Decisions from PPC and ADM are executed by the Warehouse. Forms of the 
decisions and execution are put in the file and are signed by the storekeeper after 
completing the execution-activities. 
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PERIODICAL SLOW MOVING GOODS CHECK 
(identification of slow moving items) 

Date of execution: 

Number of goods identified as slow moving: 

ITEMS: 

NR. NAME 12NC-CODE STOCK LEVEL 

1 

2 

3 

4 

5 

6 

7 

8 

9 

10 

11 

12 

13 

14 

15 

16 

17 

18 

19 

20 

page 1 

OBSOLETE 
y/n) 



NR. NAME 

1 

2 

3 

4 

5 

6 

7 

8 

9 

10 

11 

12 

13 

14 

PERIODICAL SLOW MOVING GOODS CHECK 
(decisions and execution) 

12NC-CODE ACTIVITY 

page 2 

EXECUTION 
COMPLETED? 



SIG NA TURES: 

PERIODICAL SLOW MOVING GOODS CHECK 
(confirmation) 

CONFIRMATION OF IDENTIFICATION OF SLOW MOVING GOODS: 

MR. BROTO (MH manager) 

page 3 

CONFIRMATION OF DECISIONS MADE ON THE SLOW MOVING GOODS: 

MR. BUDIMAN 
(PPC manager) 

MR. PAULUS 
(ADM manager) 

CONFORMATION ON COMPLETION OF THE EXECUTION : 

MR. F AKIH (MH storekeeper) 

SIGNED ORIGINAL TO PPC 
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F-3 Storage Task 

The only procedure issued for the Storage Task is the Consulting Meeting 
Procedure. There is a minute following the procedure. There are two guidelines made 
to assist the Material Handling and the Warehouse managers with the introduction and 
maintenance of the lay out system. In my opinion, it is not very useful to transform 
these guidelines into procedures. They just are very useful instruments for the Material 
Handling manager for making and updating the lay-outs in the storages. 
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CONSULTING MEETING PROCEDURE 

A GOAL 

Better maintenance of the stock by: 
1 Transfer of know-how from Quality Department to Material handling 

Department; 
2 The set up of a file with standards to be able to maintain the stocked materials. 

B INPUT 

1 Requests from Material Handling Department 
2 Information from Quality Department 
3 Minutes last meeting 

C OUTPUT 

1 Minutes; 
2 Assistance from the Quality Department; 
3 Information about standards to maintain the stocked materials. 

D WAY OF WORKING 

1 According to an appointment made (and initiated by), the Material Handing 
manager and the manager of the Warehouse have a meeting with the Quality 
Department manager. Other employees of both departments may attend the 
meeting also 

2 The subject of the meetings is 'The most effective way to store and handle goods 
to maintain the original product-quality'. 

3 The Quality Department gives written and oral information. The ongomg 
improvement-activities are evaluated. 

4 New action plans are made according to the prolongation of existing follow ups, 
initiation of new ones. Agreements are made with regard to the distribution of 
tasks and responsibilities. 

5 At the end of the meeting a new appointment is made for the next meeting. 

6 The manager of Material Handling provides the Quality Dept. manager with 
written information of the progress of follow up's and gives him the worked out 
minutes within one week. 

7 Information on requirements for storage are put in the file. The norms must be 
confirmed by the Material Manager to make them valid for the Warehouse. 
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e MEMORANDUM PHILIPS 
number 

from tel 015/MH/xl/91 
Broto Suwardjo 

to dept/bid 
Bpk Fakih H.P MH 

re date 

11 - 11 - 1991 

Menyusuli hasil pembica.raan tentang Quality Maintenance dengan Q.DL tanggal 

10 Oktober 1991. 

Bersama ini harap dilakukan pemeriksaan mengena.i 

a. Keadaan be.rang terse but. 

b. Verpakingnya. 

c. Cara menumpulaJya. 

Terha.dap bara.ng-barang tereebut dibawah ini 

1. Glass Tube. 

2. Glass Bulb. 

3. Duplex. 

4. Sleeves (GLS dan TL). 

Pemer.iksaan ha.rap meng~jak QDL .dan dila.kukan di dalam minggu ini. 

Hasil pemerikeaan supa;ya ada laporannya. 

2- j{\ r4 ,J 
I ) Broto Suwardjo. 

Copy : Bpk Wasito. 



LAY OUT GUIDELINE 

A GOAL 

1 Materials can be easily located; 
2 Fast and accurate checks of quantity and quality possible; 
3 Materials can be stored according to requirements 

B INPUT 

1 Number of item families; 
2 Number of items per family; 
3 Required space per item family; 
4 Quality-norms for storage from Quality Department; 
5 Available space; 
6 Usage (number of transactions per day; daily requirements); 

C OUTPUT 

Lay out 

D WAY OF WORKING 

The Lay out exist on two levels: 

I Family level 
II Item level 

I Lay out on family level 

1 This is done periodically when space is not adequate any more (for example: too 
much space or too little) 

2 With the inputs mentioned above the required volume and space can be 
calculated. This under restrictions from quality norms. 

3 After the lay out of a store is made. Now it becomes clear (depending on the 
available space) if racks are needed or not, or new agreements with PPC or an 
other department are required. 

4 The lay out is made on family level. So it is formulated in duplex GLS; duplex 
TL/D; coils; powders etc.) 

5 This lay out is drawn on a special board that is hanging in the office of the store 
the lay out is meant for. 
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II Lay out on item level 

1 This lay out is more often subject to change. But it is not that strict. For this lay 
out there are some basic rules. With this basic rules a there is more system in the 
storage. 

1 Every batch that enters the store has a coloured card. On this card is written: 
12NC; description; unit of measure. The colour identifies the month of receiving. 

2 The batch is stored in such a way it can not be mixed up with other batches and 
so that the card is good visible 

3 Items that are familiar within the family are stored together (for example: within 
the family duplex: candle; softone; lustre etc. And within candle: 120 volt; 220 v; 
etc. Or within the family coils: TL/D; GLS) 

4 Within that structure batches of the same item are stored as near to each other 
as possible. 
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UPDATING LAY OUT SYSTEM GUIDELINE 

Receipts 

1 Find location for new bath 
A) as near as possible to the latest received bath of the same product 
B) At least within the fixed area. 

2 Attach 'batch card' on a good visible place on the batch. Note down on the batch 
card: 

A) product name; 
B) 12 NC; 
C) month of production; 
D) location; 

3 Attach also one 'batch card ' on the right place on the 'Location Board'. Extra 
information on this batch card: 

E) amount; 

4 Bring batch to the location and store it properly (bath card good visible!). 

Issues 

1 Find oldest batch of the product on the board. 

2 Remove required quantity, which sometimes is the complete batch. 

3 Adjust amount on batch card on Location Board or remove it when batch is taken 
away completely. 

Relocation 

There are two relocation possibilities 

1 Through intensive receiving and issuing, the locations of a product within the fixe 
area may be scattered. Relocation is necessarily. 

Relocation is based on: 
A) 12NC; 
B) month of production (sequential in one direction); 
C) available place; 
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2 After some time structural changes in usage of types of products, frequency etc, 
may occur. A new location structure for main groups of products may be 
necessarily. Location of main groups based on: 

A) distance from or to product centre; 
B) type of product (some products are advised not to store together in one 
room or mixed up or need other special attention); 
C) space requirements (maximum, average in m2 using floor space and in 
m3 using racks, gross and net requirements) 
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F-4 Distribution Task 

On the following page the drafts can be found for the handling of Sf P's, supposing 
the pulling system is introduced. They are made to assist the Material Manager with 
the introduction and writing of the procedures. At last the procedure for handling 
Finished Products Export is shown. This procedure is required because of the tight 
participation with the Export Department. The procedure is followed by the Ordercard 
used to administrate the fulfilment of the export orders and mentioned in the 
procedure. Also is enclosed a flow chart to give a complete overview of the complete 
traject from costumer to costumer again. 
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------------~----------------------------

RECEIVING MATERIALS AND ISSUING MATERIALS DRAFT 

Y = possibility yes 
N = possibility no 

RECEIVING MATERIALS 

1 Truck arrives; 

2 Check Purchase Order with arrived articles; 

3 Give quality controller sign; 

4 Write Receiving Report and sign; make sure goods are checked by quality 
controller; 

5 Put receiving report in receiving report-collection box for the right shift. 

ISSUING RAW MATERIALS 

1 Receive supply lists from PPC every wednesday; 

2 Check Availability raw materials; if not available, give PPC warning; 

3 Receive picking list collect material and bring to production floor; machine 
supervisor checks and signs; 

4 At the end of the day make a copy of supply list and put copy in supply list
collection box of the administrator. 
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RECEIVING SFP's GLASS AND ISSUING SFP's GLASS DRAFT 

Y = possibility yes 
N = possibility no 

RECEIVING SFP GLASS 

1 Receive SFP Glass; own product or not; 

Y2 When own product; check if card from Glass Factory is 
attached; 

N2 When not own product; check P.O. and make receiving report; at the end of the 
day put receiving report in receiving report collection box of the right shift of the 
administrator; 

3 Attach extra card for identifying the month of storage; 

4 Find the proper location in the lay out the board and mark that; 

5 Store the batch. 

ISSUING SFP GLASS: 

1 Every week receive Planning Glass and Light Factory; 

2 Every hour receive Issuing Orders by intercom; 

3 From planning storekeeper knows which items can be supplied directly from the 
Glass Factory and which ones have to be supplied from the store; 

Y 4 If direct, Storekeeper collect trays at Glass Factory and delivers; 

Y5 Storekeeper brings empty trays back to Glass Factory; 

N4 If from store, storekeeper takes the oldest batch and put the one or two cards in 
the collection box; 

NY5 At the end of the day the storekeeper brings all the cards that initially came from 
Glass Factory (attached on own products) back; 

NN5 All cards from not own products are counted. Storekeeper makes a Delivery Note 
and signs; 

NN6 Delivery Note is put in the supply list collection box of the administrator. 
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DRAFT HANDLING SFP's CAPS 

1 Every three hours Warehouse goes to the Cap Factory and takes a full pallet 
from the waiting line. 

2 The Warehouse brings the pallet to the Production Department and changes 
every empty box of caps with a full box. 

3 Warehouse returns to the Cap Factory and puts the empty boxes close to the 
machine and the remaining full boxes at the back of the waiting line. 
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HANDLING FINISHED PRODUCTS EXPORT PROCEDURE 

A GOAL 

1 Loading the right quantity and the right products in the right container. 

BINPUT 

1 Filled-in Ordercard from the Export department; 
2 Batches with finished products export from the Production Department. 

C OUTPUT 

1 loaded container; 

D WAY OF WORKING 

1 The responsible storekeeper receives a filled in Ordercard from the Export 
Department. He checks the Ordercard on irregularities. If he find some he calls 
the Export Department. 

2 The storekeeper assigns a Section to the order. He puts the Section-number 
on the form. 

3 When the products for the order arrive from the Production Department, the 
storekeeper checks the products with the Production Bon. 

If okey, he formally receives the products. The Production Bon is send to the 
administrator in the main storage. 

4 The storekeeper puts the products in the right section. He records the volume 
on page two or three of the Ordercard in the column of the same product. 

5 When the order-quantity of a certain product is fulfilled, the storekeeper counts 
the products physically. 

If okey than the storekeeper marks the CHECK-cell on page two or three and the 
COMPLETED-cell on page one, and fills in the completion-date of the product-type. 
Products in excess are put in the Remainder-section. Never there are more products 
of every type in a Section than depicted on the Ordercard. 

6 If the order is completely fulfilled, so all CHECK-cells on page two and three 
and all COMPLETED-cells are marked, the TOTAL ORDER COMPLETED-cell 
is filled in (date). The Material Manager receives a sign from storekeeper. 

7 The Material Manager arranges the transport to the harbour. 

8 All products are stuffed. Every type is counted again and mark is put in the cell 
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CHECK STUFFING on page one of the form. The marking indicates the pallet 
number. 

9 Every stuffed pallet gets a label attached on which is noted the products it 
contains (in words and 12NC), the Section and the pallet-number. 

1 O When the container arrives, the pallets are loaded from their Section into the 
container to be transported to the harbour. 
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ANNEX G 



In this annex the four designs made for the warehouse are presented. Three designs 
will be implemented in the Warehouse Improvement Project and are already planned. 
One (the pulling system for SFP's glass) will need extra investigation. If the 
conclusion is positive the pulling system can also be introduced. The pulling system 
as it is presented in this annex functions as a first draft. 

The other designs are the lay-out and location system for duplex packing 
materials in for main-store, the lay-out and FIFO-system for SFP's glass for the 
glass-store and the design for the storage of finished products for export near 
the Packing Department. 

Before the designs are presented, the ground plan of site of the Plant is given. The 
numbers of storages are referred to in the text. The encircled figures represent the 
space available per store in square metres. 

Remarks: 

Design for the glass-store: Leadglass is excluded because this glass is produced in 
campaigns. Both volume and period of the campaigns are not very flexible. Therefore 
the stock of leadglass is fluctuating very much. So it is better to exclude the leadglass 
from the lay-out. Extra space will be available in store 3. 

Design for the pulling system glass: The type E50 is excluded from the daily deliveries 
because it is made in larger series (long set-up time required) 
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DESIGN LAY OUT AND LOCATION SYSTEM DUPLEX PACKING MATERIAL IN 
THE MAIN-STORE 

Results 

1 Practising of the FIFO-system 
2 Maintenance is possible 

Introduction 

The design makes it possible to store all the small amounts of the 120 different types of 
duplex materials without losing control as what is the case at the moment. Of course, the 
success will still be dependent on the willingness of the employees to maintain the stock 
and of efforts of the Material manager as well as the Warehouse manager put in 
monitoring, motivation and training. 

Lay-out 

The south and east side of the main-store and the top of the construction in the middle 
of the store are assigned to the duplex materials. The east side is free, because the 
finished products for export are moved to the store near the Packing Department. 

The number of cubic meters is enough to store the duplex-materials, the problem is that 
there are not enough square meters to store the them in a proper way without mixing 
up the batches or loading too many boxes on each other. Therefore the existing racks at 
the east side get one extra shelfs in the middle (1.20 (m) exact above the lowest beam). 
The construction in the middle of the store get extra tables on the top to store the small 
items. The racks at the south side still will be reserved for the larger items. If still extra 
square meters are required, also these racks will get extra shelfs. The reason to postpone 
the decision is the short period PPC has experimented wit the MRP-system for the 
control of the stock levels. When PPC has completed this take-off phase and the MRP
system for duplex materials is consequently used, the demand for square meters storage
place for duplex materials will decrease. 

The FIFO-system 

Every batch gets a coloured card representing the months of the year (there are six 
colours). On these cards the required information about the batch is written down (see 
Location system procedure). The oldest batch can be recognised easily. An extra 
instrument to control the FIFO system is the edge of the location-card the can be ripped 
off when copies of a certain batch are utilized. In this way it is possible to find the oldest 
batch of an certain type although the batches are not stored next to each other. 

This is working in the following way: The edge of an card is ripped of when it is the 
oldest batch of a certain type. So when a card of a certain batch is not ripped off it 
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means that there still is another older batch. 

Location System 

The duplex-materials are stored on family, not on destination (local market versus export 
market). The reason is that the export market is expanding and the assortment on the 
local market too, some type of duplex-materials will get more than one destination. This 
leads to a location-system that is not consequent and therefore confusing. One level 
below the family-level the materials are stored on voltage. The voltage is also a mark for 
a country and therefore it is recognizable for the employees who are used to work with 
destinations. 

Further levels can be distinguished. This is not done, so the storekeeper has some 
freedom to arrange the materials the way he wants. 

G-8 





\N\.lEX- ~C?l" ~o Q,v--). 

'?~ ~00 ( C-vY-) 

s~Ace ~~ ~a '?\.~ l \)<?I (_L~). 

\.eN Gtfl ~u.u... L.a-lG-ll-\ 'Cif 'Tt\:E: c_~J'\YZU.t..'"\\A~ 
. 

\1-' 4 c 11-) 

\co Cc.'-· 

r 
J ~ 

lOO c..c. ...... ) 
-__,. 

~ 

~o ccu-) 

l7 
...... ~ 

...._ ,_ 



DESIGN LAY OUT AND LOCATION SYSTEM OF SFP'S GLASS IN THE GLASS
STORE 

Results 

1 Practising the FIFO-system 
2 Storage till 6 months possible without weathering 

Introduction 

The Lay-out in storage 2 is designed to store semi finished products glass. The store is 
large enough to contain one month stock of semi finished products glass, excluded 
lead glass. 

This month stock can be seen as a maximum stock to be practised in the near future. 

Because there are still large stocks of glass, realisation of the lay-out will not be feasible 
at once. A additional space is required for storing semi finished products glass. A part 
of store 3 will be reserved for this objective. 

Lay-out and capacity 

The store is divided up into 2 contingents of 7 stacks deep and 54 or 48 stacks wide. In 
total they contain 714 stacks. The contingents are divided through paths (25/30 
centimetres broad) for air circulation and the path over the long side of the store ( 4 
meters broad) for the handling activities of the forklift. The contingents are drawn on 
the floor with paint. (See the drawing.) 

Because there is a maximal and minimal stock level for every type of glass, certain rows 
can de assigned to one type. When PPC changes the standards for the stock levels, the 
assignments have to be re-considered. This is the responsibility of the Material Manager. 

It is also possible to utilize a lay-out with two paths (at the cost of storage-space). This 
alternative may profitable only when the Plant utilizes more then 26 different types of 
lamps. At the moment the number is 14. With this number of different types of lamps, 
capacity will meet requirements for one moth stock. 

FIFO System 

For practising the FIFO-system the same system is used as for the other items of the 
Warehouse. To all batches a card is attached. This time no information is put on the 
card because the information is already on a tag attached to the batches by the Glass 
Factory. If the system is working well, the tags from the Glass factory can be coloured, 
so the extra activity of the storekeeper may disappear again. 
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The batches are put in their assigned row's. Every row has to be filled completely before 
batches are put in the next row. 

When batches of a certain type of shell or tube have to be removed from the store to 
be utilized by the Light Factory, the storekeeper starts to empty the row in which the 
oldest batches are put (recognizable with the help of the coloured cards). In this way the 
storekeeper makes a circular movement of putting and emptying a section of row's 
assigned to a type of glass. 

Location System 

In the contingents are rectangle's drawn of 2,1 (m) wide from the path till the wall. Every 
rectangle can contain two row of stacks. Depended on decisions made by PPC with 
regard to maximal stocks, groups of rows (sections) are assigned to a type of glass. The 
sections are marked by portable boards marking the sections and indicating the glass
types. 

Constructional adaptions 

In the walls on the north and south side holes are required. 0.5 meter from the ground. 
The holes are 1.0 meter long and 0.5 meter high. The holes are situated in the middle 
of every two pillars. The holes have in depth a angle of 45 degrees. 

In the store a box is placed that contains a hydro- and thermometer. 

Administrative Support 

With the design, the FIFO system can be practised satisfactory . A control system on the 
level of execution is favourable if the additional workload is acceptable. In the case of 
the Glass storage this is the fact. 

Current Situation 

The store keeper writes every received pallet down in a small book. He adds the date 
of arrival. The date is in sequential order. He keeps another book for deliveries. He also 
notes down the supplied pallet. 

New Situation 

No changes for receipts but some for supplies. From now he looks into the book with 
receiving's, to know what is the oldest batch in store. He locate the batch put a cross in 
the book behind the batch number, and supplies the batch. The second book is not 
necessarily any more. 
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Overhauls 

Every period overhauls on the machines and furnaces are planned. To be able to meet 
requirements during that period, in the period before extra production is necessarily. 

An overhaul takes about 6 weeks. Requirements for this period are approximately 7 
million shells and 1.7 million tubes. 

In stacks this will be approximately 470 for shells and 190 for tubes. For this an extra 
space is required of 880 m3 (145 m3 per week) for an overhaul in shell and 360 m3 (60 
m3 per week) for an overhaul in tubes. 

Because the capacity for shells is restricted, from the year 1993 shells will be bought 
during a overhaul. For tubes it is not yet known. 

calculation for the capacity 

Total amount of places to put one stack (tower of pallets) is 714. The nett number of 
places to put a stack is 5. 

The last targets for stocks were 1 month requirements from the Light Factory for tubes 
and shells. Starting from an average stack capacity for bulbs of 15000 and for tubes of 
9000 and yearly requirements from the Light Factory of 54 million bulbs and 15 million 
tubes, the space requirement is 440 stacks. Remains an extra capacity for fluctuations of 
102.5 stacks (19% of total number of required stacks) 

Note that the 1 month requirement applies for every glass type. In practice some bulbs 
or tubes will have a higher stock level (glass made in campaigns or that have to be 
imported with a minimum order quantity). Therefore the extra capacity will be needed. 

calculation nett capacity store: 

Per type of glass there is empty space (for handling and possibility for stocking), here estimated on 1,75 row. 

714 (54 rows*14 stacks-6 rows*7 stacks) - 12.25 (7 stacks*l.75 rows) * 14= 542.5 places (stacks) 

calculation space-requirements: 

stacks required for bulbs: 54*10"'6/12 months/15,000 = 300 

stacks required for tubes: 15*10"'6/12 months/9000 = 140 

total required: 440 
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DESIGN PULLING SYSTEM GLASS 

Results: 

1 Direct deliveries from Glass Factory 
2 No administration work 
3 Production regular types without planning from PPC 

Introduction: 

There are two flows of goods of Glass. One direct from Glass Factory to Light Factory 
and one indirect via the store 

The system: 

For ESO planning together with PPC 

For A60, E60 and T60 and all TL/D's the following procedure is followed; 

Planning: 

1 Every week for shells and every month for TL/D, the Glass Factory gets a 
planning for the next week (bulbs) and month (tubes) with daily requirements 
from the Light Factory. 

2 Based on this, the Glass Factory makes an own daily planning for the next 
week/month. 

3 The two plans are send to the store. 

Daily Execution: 

1 Every hour the Light Factory let the store know by intercom how many they need 
from which shell. 

2 The store knows which shell can be delivered from stock and which from the 
Glass Factory. When the shells have to be delivered from store, the storekeeper 
delivers per pallet (7200 pieces) unless it is to much. 

3 Empty trays and empty pallets are brought back to the factory or store. 
4 The Glass Factory produces on a daily schedule. All bulbs produced for the daily 

requirements of the Light Factory are put into trays. All the other shells are put 
in boxes and brought to the store. 

Production Control: 

A maximum and a minimum amount of shells and tubes of every type is allowed. Every 
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period PPC gives the figures. 

1 The Glass Factory attaches a card to every bath it brings to the store. 
2 The store takes off the card from every batch it brings to the Light Factory. 
3 At the end of the day the store brings the cards to the Glass Factory. Every card 

represent a production order for the Glass Factory to the Store. 

Stock administration: 

For all self made SFP's Glass except ESO and Leadglass no administration is needed. All 
these items are WIP. The stock is no subject to planning and the stock is balanced. 

Every period new decisions can be made for safety stocks on all these items (in other 
words how many cards). For all other items like ESO and imported shells, stock levels 
are administrated. 

The storekeeper makes receiving reports for all incoming shells and tubes, and attaches 
a card on every batch. 

When a batch has to be delivered the storekeeper removes the card and put it in a 
collection box (for every type one). At the end of the day he makes a delivery note. 
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DESIGN PULLING SYSTEM CAPS 

Results 

1 Reduction of paperwork; 
2 Reduction of handling activities in number; 

in distance; 
3 More accurate information on stock; 
4 Drastic reduction of stock level for caps; 
5 Better service (especially in terms of time). 

Preliminary Remarks 

1 In the current situation the cap Factory is able to cope with maximum 
requirements for cap E-27 from the Production Dept. within one week. 

2 The Cap Factory works NOT on full capacity. There is a 3 shifts, 3 groups system. 
The max. possible overtime is 30 - 34 hours a week. 

With a 3 shifts, 4 groups system the max. capacity is 65,000,000 a year. 

3 The time required to stop and to start the machines in the Cap Factory is for 
both apr. 5 minutes (the oven excluded). 

4 The Cap Factory makes use of strong boxes that don't need , like the carbon 
boxes now, treatment after use. 

The handling systems are based on the Kanban system (but no cards are used). 

The goal is to regulate the production of caps so the stock of caps is minimal, but very 
constant. This reduces the stock costs and space requirements. 

Calculations for producing on requirements are already made by the ADM Department. 
But on figures with a stock level of 6 million and a max. capacity of 60 million caps. 

The Cap Factory can make caps on stock but than: 

- the stock is not minimal any more; 
- the reduction in administration work is only half as much; 
- the reduction of floor space requirements is zero. 

Production Control (for normal production) 

The Cap Factory makes caps when there are boxes available to fill. 

G-18 



The empty boxes are brought to the Cap Factory by the Warehouse. 

Production Control (for Overhauls) 

There are three kinds of stops for maintenance: 

1 every week 4-8 hours 
2 every 1,5 year 2 weeks 
3 every 3 years 1 month 

The first stop is during the part of the weekend there are no requirements from the 
Light Factory. For the second and the third stop PPC gives Warehouse the order to 
bring pallets with carbon boxes to the Cap Factory every day. As long as there are empty 
carbon boxes the Cap Factory fills them. The extra pallets are put in the store to build 
up a stock for the approaching stop. This order can be given, 1,5 till 6 months before 
(dependent on the type of overhaul, the normal production, and PPC policy). 

Handling System 

The Warehouse keeps the WIP-level caps, located at every machine, on 3 full boxes. 
Every WIP is at least enough to keep a machine running for 3 hours. 

The Warehouse makes rounds every 3 hours and to change empty boxes into full ones 

The handling unit for the Warehouse is a pallet with 24 boxes. Every box contains 2500 
caps. The handling unit for every GLS-machine is a box of caps. 

Wip and Boxes 

There is always required: 

- 24 boxes (every machine 4) in the Production Department 
- one pallet to be filled in the Cap Factory; 
- one pallet waiting to be taken away; 
- one pallet extra to be able to cope with maximum requirements from Light Factory and 
break downs. 

Total required number of boxes is: 96 

Using this amount of boxes the employees in the Cap Factory have to be stand by all the 
time. For every shift the employees of the Cap Factory are not stand-by, is required an 
extra full pallet (in the waiting line). Taking in to account a capacity use of apr. 75 % 
this year one shift extra WIP will suit 

This makes: 
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The empty boxes are brought to the Cap Factory by the Warehouse. 

Production Control (for Overhauls) 

There are three kinds of stops for maintenance: 

1 every week 4-8 hours 
2 every 1,5 year 2 weeks 
3 every 3 years 1 month 

The first stop is during the part of the weekend there are no requirements from the 
Light Factory. For the second and the third stop PPC gives Warehouse the order to 
bring pallets with carbon boxes to the Cap Factory every day. As long as there are empty 
carbon boxes the Cap Factory fills them. The extra pallets are put in the store to build 
up a stock for the approaching stop. This order can be given, 1,5 till 6 months before 
(dependent on the type of overhaul, the normal production, and PPC policy). 

Handling System 

The Warehouse keeps the WIP-level caps, located at every machine, on 3 full boxes. 
Every WIP is at least enough to keep a machine running for 3 hours. 

The Warehouse makes rounds every 3 hours and to change empty boxes into full ones 

The handling unit for the Warehouse is a pallet with 24 boxes. Every box contains 2500 
caps. The handling unit for every GLS-machine is a box of caps. 

Wip and Boxes 

There is always required: 

- 24 boxes (every machine 4) in the Production Department 
- one pallet to be filled in the Cap Factory; 
- one pallet waiting to be taken away; 
- one pallet extra to be able to cope with maximum requirements from Light Factory and 
break downs. 

Total required number of boxes is: 96 

Using this amount of boxes the employees in the Cap Factory have to be stand by all the 
time. For every shift the employees of the Cap Factory are not stand-by, is required an 
extra full pallet (in the waiting line). Taking in to account a capacity use of apr. 75 % 
this year one shift extra WIP will suit 

This makes: 
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Total number of boxes required: 120 

Safety Stock 

Safety Stock may be desired to overcome unexpected events that disturb production 
continuity. Note that the three pallets WIP in waiting line already are able to absorb 
approximately three shifts. It is also interesting to know tat the Cap Factory manager can 
not remember one single major disturbance in all his years working at the Cap Factory. 
But still there is a change a major disturbance will occur. 

The Safety Stock consists of the currently used carbon boxes each containing 2400 pieces 
of caps. A suggestion is to take an initial Safety Stock of one week ( 1 million caps or 14 
pallets). This caps will be used in the overhaul period (besides extra stock) to avoid that 
the same caps will stocked for years. 

It is stressed here that reduction of the Safety Stock is a main goal of the project. 

Administration 

There is hardly any administration needed. There is no stock, only work in process. This 
level is not recorded in the stockcards. The Safety Stock is recorded but remains stable 
(no transactions). At the time stock must be accumulated for overhauls, the Warehouse 
is recording every cap they have extra in store. When the stock is reducing they record 
that reduction. 

The Cap Factory still administrates the real production per day. This figures have to be 
reported to administration on weekly or monthly basis (to agree with ADM). 

The result is a significant decrease in administration work. 

NOTE: A box measures (in cm): 50 * 38 * 32. Based on the statement that 15 kilograms is a maximum 
weight to carry. 
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DESIGN STORAGE FOR THE PHYSICAL DISTRIBUTION ORGANISATION FOR 
EXPORT 

Results 

1 Shorter distances; 
2 More obvious storage system; 
3 Order progress control; 

Preliminary Remarks 

1 Handling of documents is described by a procedure made by Export Department; 
In this design subject is the handling of physical goods; 

2 The stock of finished products is recorded by the responsible storekeeper; 
3 Material Handling Arranges transport to the country of destination; 

Production Planning 

Finished Products Export (FPE) are made on order. In Theory there is no stock except 
FPE's in transit. In reality the production is always a little more than the exact amount 
on the order. The FPE produced in excess are stored till required for the next order. 

At the moment the production is one container a week. The estimated production for 
1992 is two containers a week. The FPE are, if possible made within one week. 

Storage\Handling System 

The products are stored in the storage near the Production Department. The storage is 
divided into separated sections. Every section is big enough to store 10 pallets (one 
container) and the prepare the FPE's for transport. When Export Department releases 
an order for production, a section is assigned to that order. All FPE's for that particular 
order are stored in that assigned section. 

On an Ordercard the progress of the order is recorded. Every order (is every assigned 
section) has an ordercard. Every moment it is possible for every one to see the progress 
of the orders. 

FPE's made in excess are stored in a special part of the store which is named the 
remainder. 

For the communication with PPC and the Administration Department, the 
productionbons are send to the administrator in the main-store. 

When an order is fulfilled the Material manager arranges transport. 
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Required Store Capacity 

The estimation and the target for 1992, for the Export Department is two containers a 
week. Arranging transport takes half a week. That means that a capacity is needed of 
four sections. Because fluctuation is inevitable an extra section in included. The total 
required number of sections is five. The Remainder-section occupies the rest of the store. 
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EXPORT ORDER CHECKLIST 

I 1 REF. TELEX (FAX) NUMBER & DATE 

I 
I 2 P. 0. NUMBER 

i 3 ITYPE OF LAMPS 

i I 
\ 4 iDESTINATION 
I ! 
! f 
I 5 I QUANTITIES 
I ·1 

16 ISPECIFICATION 

I I ·· 
. 7 i PLACE ORDER DATE 
I I 
I 8 \DELIVERY WANTED 
I I 

I 9 !DELIVERY CONFIRM 

\10 IMATEFUAL READY 

) 11 IPRODUCT!O~J·SCHEDULE 
I i 
\121MACHINE UNIT NUMBER 

I L ..... ································ .... 
113 IMAINTENANCE SCHEDULE 

114 I FAILURE PRODUCTION DUE TO 

I 15 IACTUAL DELIVERY 
I I 
i i 
i16 ilNVOICE NUMBER 
i I 
i I 
/17 !CONTAINER NUMBER 

I. ! .. 
, \18 !SHIP NAME I 1 ······ ..... .. 

119 IA w BIB'- NUMBER 

I 
I 
!SEE ATTACH 
I 
i 
I 
I 
I 
I 

..• ,SEE ATTACH 

I 

I 
I 

... ············· : ........... ! 
i 

I 
I .. ··········-···- .. ··············· 1··· 

I 
I 
I 

·····I 
I 

I 
I 
I 
I 
I 

I 
I 

! I I 
!20 I FREIGHT DETAILS (DOCUMENTS) HAVE BE§N SENT ON 

\21 \FAILURE DE.U\JERY DUE TO 
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I I 
i i 
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ANNEX H 



In this annex the planning-schedules of the implementation-phase are given. For the 
month october no schedule is used. 
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SEQUENCE OF ACTIVITIES PER PROJECT (_ ._,O\iefl~~ J 

A. Central Administration Office 

1. Inform the store people I make schedule; ..•••...••••. 
2. install central administrator; ...•.••.•..••.•.••.••.. 
3. Purchase stockcard box; •.••..••••...••.•••...••.••.•• 
4. build little seperation; .•..••....•....•••••..••••.•• 

5. install office; ... ······.·······················•· ·i· · 
B. Glass Store 

1. Inform store people I make schedule; ..........•..•... 
(- 2. Buy FIFO-cards; .....•.......•.•.............•........ 

3. Give trainind;~ ......•......................•...•.•.• 
4. Arrange Glass; ..............................•........ 

C. Lay out Dupiex 

1. Inform store people I make schedule; .. · .............. . 
2. Make arrangement for wooden construction and shelfs;. 
3. Train store people; .... , ........... , ............•..•. 
4. Buy FIFO-cards; ..... , .... · ........................•... 
5. Remove all duple}: from wooden constrLlction; ......... . 
6. Build the cont~uction and shelfs; ................... . 
1· Arrange Duple:·:; ..................................... . 

D. E:.:aort Store 

1. Inform ·store people I maf.:e shedule; ................. . 
2. Purchase rac~(S I seperation walls; ................... . 
3. Ag!'"'ee ~'Iii th e::port on order cat-ds; ..................•. 
4. Train store people: ..................................... . 
5. Install the E::port store; ...................... · ..... . 
6. Arrange e:-:pot·t products; ............................ . 
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SCHEDULE WAREHOUSE IMPROVEMENT PROJECT (STEP 3 AND STEP 4) 

)MONTHS I NOV : ! DECEMBER (STEP 3) 
;-iWE_E_K_N_U_M_B_E_R_S _______________ -----i ~ I 9148 I 9149 ' 9150 ! 9151 !9152 

>---~J_A_N_U~A_R_Y~(S_T~E_P_4~)~---! I FEBR I 
9201 ! 9202 19203 19204 /9205 ! 9206 ! 

IA. LAY OUT FOR THE MAIN STORE 

' 9 Discuss with plant manager 
10 Evaluation from clients & new requirements 
11 Results of improvement actions of last period & Pl's 
12 Improvement actions for the new period 
13 Discussion /confirmation by both parties ' I 

!Fl 
I---~ r---t-----f~~"-r--,,..,,~ct---~ i----+---+---+:--+--------1 Fl 

~~~~~LJ 
ID. PULLING SYSTEM FOR SFP CAPS 

'.._1 ;~-~---"--!;-~~-~;-~~-::=---:. ~-'-:·-~·-:-:.-:P-C-an_d c_a_p F_ac-to_ry------1 ~ I I I I I I r;i~;!rii!S:Clli±i±l,;:;12+, '~ lf!!S' ; I 
IE. THREE SHIFTS SERVICE 

I 1 a Arrange capacity with Pers. Dept and Plant Manager 
,,,,,, 

·••·•·•·•·.·•······•'•'·· · . .:···:::,, 
19 Discussions and final agreements with Prod Dept's ··<· •·)\. ."""'··· .. 
20 Inform the Warehouse employees ······· .:.. \, 

... ,,. ,.,,,,,,, . .,,,, ......... 
21 Start and execute three shifts service 
22 Evaluation 


