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FS Precision Tech Co., LLC

• FS Precision Tech manufactures precision investment castings for 
Aerospace, Defense, Automotive, and General Industry applications.

• Specialists in the manufacture of titanium investment castings.

• An independent subsidiary of Fusheng Precision Company (Taipei) 
since 2004. 

• Globally recognized quality certifications and customer process 
approvals, known for:

Responsive Service & Collaboration
Accredited Quality

Process Control
Global Reach

Quick Facts

 Facility:  60,000 ft2 (5574 m2)

 Los Angeles, CA;  minutes from Port of Long Beach

 ~120 employees

 Aerospace & Defense Quality Accreditation

 Lockheed Martin, BAE Systems Approvals

 ITAR Registered 

 Recognized Industry Innovators
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Investment Casting Markets

Turbomachinery

• Titanium Turbocharger Components for Automotive and 
Aerospace industries

Aerospace & Defense

• Structural aircraft & missile components, Weapons systems & 
Military Firearms

Commercial & General Industry

• Energy, Subsea, Industrial instruments & tools, Firearms
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FS Operating System 

In 2013 FSPT was looking to improve its 
predictability and profitability.

The solution?
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FS Operating System 

The solution: 5 Steps
1. Goal Deployment Process – Strategic Tool

2. Functional Groups Integration – Define Roles/Responsibilities

3. Visual Factory Development - Daily Management Tool

4. Communication Flowdown Process – Accountability Tool

5. Training/Certification Process – Create CI Leaders

Achieve a Continuous Improvement Culture utilizing Lean/Six Sigma 
Methodology & Tools 
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FS Operating System

1. Goal Deployment 
• X-Matrix Development (Linkage)

 FUSHENG Co. LRP

 Business Development/IPP

 FS Precision Tech

 Functional Groups

1.Treat everyone with dignity, 

respect, and 

professionalism.

2.Empower our employees to 

be creative solutions 

providers.

3.Make decisions which 

create value for all 

stakeholders.

4.Only make commitments 

that you will keep.

5.Provide extraordinary 

service by anticipating and 

responding to customer 

needs.

Guiding 

Principles

Deliver Quantifiable 

Customer Value Through 

Creative Casting 

Solutions And Supplier 

Service.

Mission
Our Vision is to be 

recognized by our target 

customers as the leader in 

quality service and support 

for technically advanced 

titanium castings.

Vision

Lean/Six Sigma Goal Deployment
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FS Operating System

2. Functional Groups Integration
• Define Strategy/Roles & Responsibility

 Sr. Leadership

 Engineering

 Operations

 Quality

 Customer Service

 Human Resources

 Accounting/Finance

 Information Technology

 Continuous Improvement

 Sales & Marketing

FS 
Operating 

System

Sr. Leadership

Engineering

Operations

Customer 
Service

Human 
Resources

Accounting

I.T.

Continuous 
Improvement

Sales & 
Marketing

Lean/Six Sigma Integration
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FS Operating System

3. Visual Management Factory (SQDC)
– Tier #1 (Cell Level)

– Tier #2 (Process Level)

– Tier #3 (Functional Level)

– Tier #4 (Facility Level)

Lean/Six Sigma Visual Management

Facility Level 

Functional Level 

Process Level 

Cell Level 
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FS Operating System

4. Building Accountability & Communication Flowdown
– Data Driven 

– Shop Floor            Sr. Leadership

• Visual Management / Standard Work
– At All Tier Levels

– Incorporating GEMBA Walks

• Operations – Mon, Wed, Fri (Ops.)

• Operations/Process – Tue (Ops., Eng., Management)

• Support Groups – Thurs (Eng., Quality, Maintenance, H.R., CS, Finance, NPI, Management) 

Cells

Process Leaders

Support Groups

Sr. 
Leadership

Cells Process
Support 
Groups

Leadership

Lean/Six Sigma Communication 
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FS Operating System

5. Training/Certification Process Development
– Leadership Training

– Direct Labor & Support Groups Training

– Development Of Lean / Six Sigma Leaders

 Lean - Waste Elimination (Focused on TPS)

 Six Sigma  - Reduction Of Process Variation (Utilizing DMAIC Process)

Candidate
Selection

Project
Selection

Training
Implement 

Project 
Solution

Review 
Project & 
Financial 

Validation

Certification 
Decision

Variation Reduction

Waste Elimination

AbnormalNormal v.s.

VA

NECESSARY

REDUCE

NVA

Lean/Six Sigma Training & Certification
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FS Operating System

6. Development of a Continuous Improvement Culture
– Culture Focused On

 Customer Satisfaction

 Problem Solving

 Continuous Improvement

Lean/Six Sigma Continuous Improvement Culture
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FS Operating System

Lean/Six Sigma Implementation
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FS Operating System

1. Develop The Vision For The Future
– Current State VSM vs. Future State VSM

– Alignment to FS Goal Deployment (GDP)

• Current manufacturing/process flow  
representative of the facility value 
stream, displaying:

• Inventory
• Cycle Time
• Queue Time  
• Lead Time 

Results

CURRENT STATE VALUE STREAM MAP

FUTURE STATE VALUE STREAM MAP

• Future manufacturing/process flow 
representative of the facility value 
stream improvements in:

• Inventory
• Cycle Time
• Queue Time
• Lead time

Results

BD/
IPP

Fusheng Corp.
LRP

FSPT
Site Goals

Lean/Six Sigma Goal Deployment
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FS Operating System

2. Develop A Gap Closure Strategy
– Define The Gap Between The Vision and The Current State

– Develop & Execute A Kaizen Calendar As A Tool To Close The Gap

– Utilize PDCA Thinking & Apply Lean / Six Sigma Tools As Necessary

Use CI Calendar to Drive Focus & Commitment 
to Kaizen Events/ Lean Six Sigma Projects to 

Support Gap Closure

CURRENT STATE VSM

NEXT FUTURE STATE VSM

Tool

Tool

Tool

Lean/Six Sigma Strategy

FUTURE STATE VSM

Tool

Tool

Tool
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Basic Lean Six Sigma Training
Focus of Lean/Six Sigma

LEAN MANUFACTURING
WASTE ELIMINATION

SIX SIGMA
VARIATION REDUCTION

LEAN

GOAL : Improve Process 

Performance Through “WASTE”  

Elimination & Cycle Time 

Reduction

Focus : Bias For Action

Method : TPS, Kaizen, VSM, 5S, 

TPM, Kanban, Standardize Work

Speed, Flow

SIX SIGMA

GOAL : Improve Process 

Performance Through Process 

Control and Reduction of Process 

Variation “DEFECTS”

Focus : Bias For Analysis

Method : DMAIC, Control Chart, 

MSA, Process Capability, Process 

Control Plan

Defect Prevention

Less Defects & Less Waste Means Process Improvement!!
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FS Operating System

3. Lean / Six Sigma Process Development (Standard Work)
– Utilize The Lean Manufacturing  Roadmap

 Waste Elimination (Utilizing TPS)

– Utilize The Six Sigma Roadmap

 Reduction Of Process Variation (Utilizing DMAIC Process)

Lean/Six Sigma Roadmaps
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FS Operating System

4. Standardize Statistical Process Control (Defect Prevention) Development

– Statistical Process Control Process

 Process KIV’s (Key Input Variables) Identification/Coloration

 Process Controls Plan Implementation

Process Step 

/ Input

Potential Failure 

Mode

Potential 

Failure Effects
Root Causes Current Controls

Current 

Metrics

Actions 

Recommended
Resp.

Due 

by
Actions Taken

Date
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e

m
 #
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g
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y

s
e

q
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o
d

e

What is the 

process step 

and Input under 

investigation?

In what ways do 

the Key Inputs go 

wrong?

How do we know 

the root cause or 

problem has 

occurred?

What is the 

impact on the 

Key Output 

Variables 

(Customer 

Requirements)?

What causes the 

Key Input to go 

wrong?

What are the 

existing controls 

and procedures 

(inspection and test) 

that prevent either 

the Cause or the 

Failure Mode?

What data can 

be used to 

describe or 

better 

undersatnd the 

problem.

What are the actions 

for reducing the 

occurrence of the 

cause, or improving 

detection?

What are the 

completed actions 

taken with the 

recalculated RPN?

13 SPAR 2a

Gerber Cutter Blade Depth Not set 

Correctly

Cuts Material Wrong

7

Operator Set 

Incorrectly/Did not set At 

all 9

Operator Visual Check 

material not separation

TBD

7
441

12 SPAR 2a

Gerber Cutter Material Not Aligned 

correctly

Cuts Material Wrong

7

Oparator did not alignen 

correctly/wrong outline

9

Marker outline on Gerber 

Table

Operator Visualy 

Places Material in 

Gerber Table Outline 4
252

14 SPAR 2a
Gerber Cutter Blade Gets Dull uneven Cuts on Material 

7 9
Operator Visual Check 

material not separation

TBD

4 252

16 SPAR 2a
Gerber Cutter Flag defected in material interuption of 

manufacturing 4 9
Operator Visual Check for 

Supplier Red Flag

Supplier Possible 

MRR 4 144

19 SPAR 2a
Gerber Cutter Dry spots in Material 

(resin starvation)

Voids in spar

9 4
Operator Visual Check Possible MRR

4 144

20 SPAR 2a Gerber Cutter Fod in Material Voids in spar 9 4 Operator Visual Check Possible MRR 4 144
17 SPAR 2a Gerber Cutter Fuzz ball in material Voids in spar 7 4 Operator Visual Check TBD 4 112

3 SPAR 2a

Gerber Cutter Delayed Material 

Qualification( Material 

Bulletin)

interuption of 

manufacturing(possible 

MRR)
4

Lab Overload

4
Material Bulletin DAS Lab SOP for 

material 4 64

18 SPAR 2a
Gerber Cutter Backing separation in 

material

interuption of 

manufacturing 4 4
Operator Visual Check Possible MRR

4 64

4 SPAR 2a

Gerber Cutter Gerber not Calibrated Cuts Material Wrong

7
Operator did not calibrate 

daily 1
Daily Calibration done by the 

operator 

Gerber Cutter 

Calibration Check 

Sheet
7 49

1 SPAR 2a
Gerber Cutter Expired Material Out time Material MRR (out of 

spec) 9 1
PC-11 Out-time cards, 

refrigeration, 

DAS SOP for material
4 36

2 SPAR 2a

Gerber Cutter Moisture in Material Voids in spar

9 1
Visual Inspection By Operator Planning 

Requiroments DAS 

SOP
4 36

5 SPAR 2a Gerber Cutter Missaligned gerber Table Cuts Material Wrong 7 1 None TBD 4 28

15 SPAR 2a
Gerber Cutter Table Deteriorating FOD

7
Cutting consistantly in one 

spot 1
Operator Visual Check 

Gerber Table

TBD

4 28

21 SPAR 2a
Gerber Cutter Cutting Blade gets tacky uneven Cuts on Material 

7 1
Operator Visual Check 

material not separation

TBD

4 28

9 SPAR 2a
Gerber Cutter Gerber cutter Program Not 

working

interuption of 

manufacturing 4 4
None TBD

1 16

11 SPAR 2a
Gerber Cutter Network Down interuption of 

manufacturing 4 4
Operator Visual Check TBD

1 16

8 SPAR 2a Gerber Cutter Low Vacuum Cuts Material Wrong 7 1 Operator Visual Check TBD 1 7

6 SPAR 2a
Gerber Cutter Gerber cutter not working interuption of 

manufacturing 4 1
None TBD

1 4

7 SPAR 2a
Gerber Cutter Vacuum Not working interuption of 

manufacturing 4 1
Operator Visual Check TBD

1 4

10 SPAR 2a
Gerber Cutter Programs Deleted interuption of 

manufacturing 4 1
Operator Visual Check TBD

1 4
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Wax

Wax Process Flow

Wax Control Plan
Process Step 

/ Input

Potential Failure 

Mode

Potential 

Failure Effects
Root Causes Current Controls

Current 

Metrics

Actions 

Recommended
Resp.

Due 

by
Actions Taken

Date

Imple

mente

d

It
e

m
 #

C
a

te
g
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r
y

s
e

q
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o
d

e

What is the 

process step 

and Input under 

investigation?

In what ways do 

the Key Inputs go 

wrong?

How do we know 

the root cause or 

problem has 

occurred?

What is the 

impact on the 

Key Output 

Variables 

(Customer 

Requirements)?

What causes the 

Key Input to go 

wrong?

What are the 

existing controls 

and procedures 

(inspection and test) 

that prevent either 

the Cause or the 

Failure Mode?

What data can 

be used to 

describe or 

better 

undersatnd the 

problem.

What are the actions 

for reducing the 

occurrence of the 

cause, or improving 

detection?

What are the 

completed actions 

taken with the 

recalculated RPN?

13 SPAR 2a

Gerber Cutter Blade Depth Not set 

Correctly

Cuts Material Wrong

7

Operator Set 

Incorrectly/Did not set At 

all 9

Operator Visual Check 

material not separation

TBD

7
441

12 SPAR 2a

Gerber Cutter Material Not Aligned 

correctly

Cuts Material Wrong

7

Oparator did not alignen 

correctly/wrong outline

9

Marker outline on Gerber 

Table

Operator Visualy 

Places Material in 

Gerber Table Outline 4
252

14 SPAR 2a
Gerber Cutter Blade Gets Dull uneven Cuts on Material 

7 9
Operator Visual Check 

material not separation

TBD

4 252

16 SPAR 2a
Gerber Cutter Flag defected in material interuption of 

manufacturing 4 9
Operator Visual Check for 

Supplier Red Flag

Supplier Possible 

MRR 4 144

19 SPAR 2a
Gerber Cutter Dry spots in Material 

(resin starvation)

Voids in spar

9 4
Operator Visual Check Possible MRR

4 144

20 SPAR 2a Gerber Cutter Fod in Material Voids in spar 9 4 Operator Visual Check Possible MRR 4 144
17 SPAR 2a Gerber Cutter Fuzz ball in material Voids in spar 7 4 Operator Visual Check TBD 4 112

3 SPAR 2a

Gerber Cutter Delayed Material 

Qualification( Material 

Bulletin)

interuption of 

manufacturing(possible 

MRR)
4

Lab Overload

4
Material Bulletin DAS Lab SOP for 

material 4 64

18 SPAR 2a
Gerber Cutter Backing separation in 

material

interuption of 

manufacturing 4 4
Operator Visual Check Possible MRR

4 64

4 SPAR 2a

Gerber Cutter Gerber not Calibrated Cuts Material Wrong

7
Operator did not calibrate 

daily 1
Daily Calibration done by the 

operator 

Gerber Cutter 

Calibration Check 

Sheet
7 49

1 SPAR 2a
Gerber Cutter Expired Material Out time Material MRR (out of 

spec) 9 1
PC-11 Out-time cards, 

refrigeration, 

DAS SOP for material
4 36

2 SPAR 2a

Gerber Cutter Moisture in Material Voids in spar

9 1
Visual Inspection By Operator Planning 

Requiroments DAS 

SOP
4 36

5 SPAR 2a Gerber Cutter Missaligned gerber Table Cuts Material Wrong 7 1 None TBD 4 28

15 SPAR 2a
Gerber Cutter Table Deteriorating FOD

7
Cutting consistantly in one 

spot 1
Operator Visual Check 

Gerber Table

TBD

4 28

21 SPAR 2a
Gerber Cutter Cutting Blade gets tacky uneven Cuts on Material 

7 1
Operator Visual Check 

material not separation

TBD

4 28

9 SPAR 2a
Gerber Cutter Gerber cutter Program Not 

working

interuption of 

manufacturing 4 4
None TBD

1 16

11 SPAR 2a
Gerber Cutter Network Down interuption of 

manufacturing 4 4
Operator Visual Check TBD

1 16

8 SPAR 2a Gerber Cutter Low Vacuum Cuts Material Wrong 7 1 Operator Visual Check TBD 1 7

6 SPAR 2a
Gerber Cutter Gerber cutter not working interuption of 

manufacturing 4 1
None TBD

1 4

7 SPAR 2a
Gerber Cutter Vacuum Not working interuption of 

manufacturing 4 1
Operator Visual Check TBD

1 4

10 SPAR 2a
Gerber Cutter Programs Deleted interuption of 

manufacturing 4 1
Operator Visual Check TBD

1 4
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Shell

Shell Process Flow

Shell Control Plan
Process Step 

/ Input

Potential Failure 

Mode

Potential 

Failure Effects
Root Causes Current Controls
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What is the 

process step 

and Input under 

investigation?

In what ways do 

the Key Inputs go 

wrong?

How do we know 

the root cause or 

problem has 

occurred?

What is the 

impact on the 

Key Output 

Variables 

(Customer 

Requirements)?

What causes the 

Key Input to go 

wrong?

What are the 

existing controls 

and procedures 

(inspection and test) 

that prevent either 

the Cause or the 

Failure Mode?

What data can 

be used to 

describe or 

better 

undersatnd the 

problem.

What are the actions 

for reducing the 

occurrence of the 

cause, or improving 

detection?

What are the 

completed actions 

taken with the 

recalculated RPN?

13 SPAR 2a

Gerber Cutter Blade Depth Not set 

Correctly

Cuts Material Wrong

7

Operator Set 

Incorrectly/Did not set At 

all 9

Operator Visual Check 

material not separation

TBD

7
441

12 SPAR 2a

Gerber Cutter Material Not Aligned 

correctly

Cuts Material Wrong

7

Oparator did not alignen 

correctly/wrong outline

9

Marker outline on Gerber 

Table

Operator Visualy 

Places Material in 

Gerber Table Outline 4
252

14 SPAR 2a
Gerber Cutter Blade Gets Dull uneven Cuts on Material 

7 9
Operator Visual Check 

material not separation

TBD

4 252

16 SPAR 2a
Gerber Cutter Flag defected in material interuption of 

manufacturing 4 9
Operator Visual Check for 

Supplier Red Flag

Supplier Possible 

MRR 4 144

19 SPAR 2a
Gerber Cutter Dry spots in Material 

(resin starvation)

Voids in spar

9 4
Operator Visual Check Possible MRR

4 144

20 SPAR 2a Gerber Cutter Fod in Material Voids in spar 9 4 Operator Visual Check Possible MRR 4 144
17 SPAR 2a Gerber Cutter Fuzz ball in material Voids in spar 7 4 Operator Visual Check TBD 4 112

3 SPAR 2a

Gerber Cutter Delayed Material 

Qualification( Material 

Bulletin)

interuption of 

manufacturing(possible 

MRR)
4

Lab Overload

4
Material Bulletin DAS Lab SOP for 

material 4 64

18 SPAR 2a
Gerber Cutter Backing separation in 

material

interuption of 

manufacturing 4 4
Operator Visual Check Possible MRR

4 64

4 SPAR 2a

Gerber Cutter Gerber not Calibrated Cuts Material Wrong

7
Operator did not calibrate 

daily 1
Daily Calibration done by the 

operator 

Gerber Cutter 

Calibration Check 

Sheet
7 49

1 SPAR 2a
Gerber Cutter Expired Material Out time Material MRR (out of 

spec) 9 1
PC-11 Out-time cards, 

refrigeration, 

DAS SOP for material
4 36

2 SPAR 2a

Gerber Cutter Moisture in Material Voids in spar

9 1
Visual Inspection By Operator Planning 

Requiroments DAS 

SOP
4 36

5 SPAR 2a Gerber Cutter Missaligned gerber Table Cuts Material Wrong 7 1 None TBD 4 28

15 SPAR 2a
Gerber Cutter Table Deteriorating FOD

7
Cutting consistantly in one 

spot 1
Operator Visual Check 

Gerber Table

TBD

4 28

21 SPAR 2a
Gerber Cutter Cutting Blade gets tacky uneven Cuts on Material 

7 1
Operator Visual Check 

material not separation

TBD

4 28

9 SPAR 2a
Gerber Cutter Gerber cutter Program Not 

working

interuption of 

manufacturing 4 4
None TBD

1 16

11 SPAR 2a
Gerber Cutter Network Down interuption of 

manufacturing 4 4
Operator Visual Check TBD

1 16

8 SPAR 2a Gerber Cutter Low Vacuum Cuts Material Wrong 7 1 Operator Visual Check TBD 1 7

6 SPAR 2a
Gerber Cutter Gerber cutter not working interuption of 

manufacturing 4 1
None TBD

1 4

7 SPAR 2a
Gerber Cutter Vacuum Not working interuption of 

manufacturing 4 1
Operator Visual Check TBD

1 4

10 SPAR 2a
Gerber Cutter Programs Deleted interuption of 

manufacturing 4 1
Operator Visual Check TBD

1 4
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Foundry

Foundry Process Flow

Foundry Control Plan

Lean/Six Sigma SPC
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Kaizen Participants/Leaders # of Kaizen Events Kaizen Events by Type Kaizen Events by Area
Kaizen Events 

Improvements/Savings

Quantifiable Results

18

Lean/Six Sigma Operational Excellence 

Lean/Six Sigma 
Leader Training

Kaizen Idea  
Process

Kaizen Event
Six Sigma Projects 
Yellow/Green Belt

All 
Employees

GO-DO 
Point 

Kaizens

Waste 
Elimination 

Variation 
Reduction 

FS Operating System
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Current State

Future State Core Process 3-5 Year Plan (Operational Excellence Focus)

19

E
F
F
O
R
T

TIME

Flow & Linkage
• Process Control
• Process Linkage 

Standard Work
• Process Reliability  
• Process Efficiency 

LEAN SIX SIGMA Operational Excellence

Sales/Customer Service NPI/Engineering Quality
Production 

Planning
Human Resources Supply Chain Operations Finance

LEAN SIX SIGMA Operational Excellence

FS Operating System

3-5 Year Plan

Future State 
Core Process 3-5 

Year Plan
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FS Operating System

1. 6S Program Development
– Core Team selection

– Facility Zone Definitions

– Zone Owners Identification & Accountability Definition

– Assessor / Auditor Identification

– Roles & Responsibility / Procedure Development

– Development of Rewards & Recognitions

6S is the starting point for ALL improvement activities!

Safety

Sort
Clear our rarely 
used items by 

red tagging

Straighten
Organize and 
label, a place 
for everything

Shine
Clean It Up!
Every Day

Standardize
Create rules to 
sustain the first 

3 S’s

Sustain
Use regular 

management 
audits to stay 

disciplined

“Continuous Improvement Leads On To… 
Operational Excellence”

English Literal Translation

Safety                                   Step 1:    Be Safe

Sort Step 2:   Clearing Up

Straighten Step 3:   Organizing

Shine Step 4:   Cleaned

Standardize Step 5:   Standardizing

Sustain Step 6:   Training & Discipline
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FSPT Lean/Six Sigma Journey 
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FS Operating System 

In 2013 FSPT was looking to improve its 
predictability and profitability.

The solution?
ATTACK DRIVERS

FSPT Lean/Six Sigma Journey

W/O VARIANCE

• Top Variable Cost
• Driven by Re-work
• Excess Manpower
• Long LT – OTD Affected

SCRAP

• Top Variable Cost
• Make-Up Runs
• Usually with OT
• Long LT – OTD Affected

PROCESS CONTROL

• Manufacturing & Business
• Unpredictability
• Financial Misses
• Confidence Affected
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Scrap

FS Operating System 

• 4 Year Scrap % of Sales: Scrap has been improved X% since 2014. 
• Scrap improvement attributed to application of Six Sigma tools in Engineering & Manufacturing for continuous 

improvement with quantitative results:
• Detailed control planning for critical processes 
• Run chart data, capability analysis, and failure analysis techniques

• Increase in scrap starting July is a result of special cause variation.

FSPT Lean/Six Sigma Journey
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Work Order Variance

FS Operating System 

• 3 Year Work Order % of Sales:  Variance reduction has improved from a high of 8% of sales in 2015 to near 
breakeven levels in 2017. 

• Continuous improvement techniques have generated favorable variances including:
• Implementation of Standard Work & Flow and Linkage
• Cellular Manufacturing
• Lean/Six Sigma DMAIC Projects

• More work is needed to mitigate variation based on product mix, such as product relaunches.

FSPT Lean/Six Sigma Journey
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Manufacturing Process Control

FS Operating System 

Facility FPY:  A shift to continuous improvement culture has shaped behavior towards process control and capability driving 
FPY to highest levels in company history. Much work remains to become capable.
Hot Inspection FPY:  FPY as critical inspection points assists FSPT in identifying special cause variation that will alert staff of 
to create action to identify root causes. Much work remains with training personnel on use of lean principles.
Process Control Plans: Identifies Key Process Inputs, how to control them, how to react to “Out of Control” situations, and 
how to prevent them from re-occurring. 

FSPT Lean/Six Sigma Journey
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Business Process Control (SIOP)

FS Operating System 

SIOP Process: Monthly critical business process for FSPT, allowing us to predict, react & control cost due to sales 
fluctuation, manpower, equipment and Inventory requirements.  This process is key prior to the actual manufacturing and 
new product development process.

Sales Inventory Operations Planning

• Next 3 Month Sales
• Year Budget vs. Forecast

• Next 3 Month Deliveries
• Year Budget vs. Forecast 

Deliveries/LT

• Next 3/6 Month Capacity
 Manpower
 Equipment

• Year Trend
 Manpower
 Equipment

• Next 3 Month Releases
• Level Loading
• NPI’s

FSPT Lean/Six Sigma Journey
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Please be advised that this presentation contains confidential 
information and may be legally privileged and confidential. It is 
intended to be distributed only to individuals participating in the 2018 
ICI Southwest Regional Meeting. Any unauthorized use, disclosure or 
distribution of this presentation in whole or in part is strictly 
prohibited.
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