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A Guideline for Implementing Lean Six Sigma
for Management Innovation

Moon-Bak Choi
Nemo Sigma Group, Seongnam, Gyeonggi-Do 463-828

Six sigma is focused on quality improvement through variation reduction, while lean is on process flow
improvement and lead time reduction by waste elimination. However, lean cannot bring a process under
statistical control and six sigma alone cannot dramatically improve process speed. Lean six sigma was developed
to achieve faster rate of improvement in customer satisfaction, cost, quality, process speed, and invested capital.
In this paper we present the importance of using value stream mapping and suggest a guideline on how to
integrate lean and six sigma by is proposed.
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Table 4. Difference between manufacturing and transactional

sectors with respect to six sigma

Manufacturing Transactional
CTQ Quality of Quality of service, lead time,
product fulfillment, cost reduction
Y:F(X)** Clear Unclear
Xs" Hardware Human/Software
Object Product People, system
Data Measurement is .
e Measurement 18 not easy
Collection easy
Statistical and | Change of process &
Improvement . . .
optimal method | creative thinking

("Aspects on why six sigma is difficult to apply to the transac-
tional sectors.)
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Figure 16. Improvement Activities by VSM
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Figure 19, Tool set for lean six sigma
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