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Our facility planning expertise, experience, 

and evident customer satisfaction! 
 
 



Process Improvement 

Consulting Services 



1. Make contact with an expert. This is not just a statement promoting RASPIR. In reality, when you are 

not expert at something that you need, find someone who is. 

 

If you want to be successful in process improvement in your company, you must have an implementation 

plan that works! Failing to Plan, is Planning to Fail. 

 

This is where RASPIR comes in.   

 

Our expertise, and experience is focused on helping you develop a process improvement methodology 

that will work within your organization.  

 

We can help you develop a plan to ensure that your process using statistical analysis, including statistical 

process control (SPC), are successful.   Far too often, companies spend lots of time and money in 

training people, but have no real plan for the people to use the training when they return to the job. 

 

Using this RASPIR 4-Phase Process Improvement approach, we can help prevent this from occurring 

and help guarantee successful results on day-to-day basis. 

 

 

 



PHASE ONE: 

 

We work on-site to learn your key processes.  We do this by walking those key processes from beginning to end, from raw materials 

to shipping, and talking to those closest the process, the operators and production supervisors and managers.  During this time, we 

identify almost immediately opportunities for improvement.  This helps kick-start the return on investment for you quickly.  We also 

gather new and existing process data that we can use to use in the training seminars.  A process review analysis report is written.  

 

PHASE TWO: 

 

A presentation is given to leadership that covers the "how" of the process improvement implementation and the role to be played by 

leadership.  It is critical that leadership/management fully support the process improvement effort.  The process analysis report, as 

well as the opportunities for improvement, are presented. 

 

PHASE THREE: 

 

We train the employees who will be responsible for implementing the methodology within their areas.  This training is tailored to meet 

the needs of your organization and contains both the people skills and statistical techniques required to make process improvement a 

reality.  These employees are the real effective facilitators.  The final detailed implementation plan is one product of this training. 

 

PHASE FOUR: 

 

We hold follow-up meetings with the facilitators as required to ensure effective and efficient implementation of process improvement. 

 

END RESULT: 

 

There will now be  key process variables (metrics) that have been identified for each area (department or process) in the company. 

People will track these KPV’s  using these SPC techniques. When a KPV goes out of control, the person closest to the process knows 

how to respond and how to bring the process back into control. This person keeps the process in control. 

Once the process is in control then process capability can be calculated. If the process capability is not satisfactory, the process must 

be improved.  

One way to improve the process is through assigning a project team with an SPC Facilitator. 



At left is an example of a 

process, identified by the 

customer. They recognized the 

Forms of Waste. The process 

map was well known. Now they 

needed as solution. They called 

the experts in, to help with their 

industrial engineering problem, 

and their clear lack of lean 

manufacturing implementation. 

 

It is common that the customer 

knows where there is waste 

within the product flow, but even 

more common, is the lack of 

vision as to how to eliminate the 

waste, and still keep the process 

flow, productive and cost 

effective. 

Below left, is what the current 

CEO of RASPIR proposed for 

the solution and the elimination 

of the 8 forms of waste. It was 

actually installed, in the phase 1 

installation. A few years later 

another identical loop to the 

right, was added. Why? 

Because production rate, was 

doubled! With the phase one 

system alone. The second one, 

was able to reduce staff, since 

the doubling turned into tripling 

the original from above. 

 

Single part flow, Lean process 

flow! That is RASPIR-like! 



Here is one of our standard data reports 

page, for an Industrial engineering problem, 

that had serious consequences for the 

customers production rate, labor 

calculations, and efficiency benchmark 

comparisons. 

 

This required coordinated meetings with 

customer departments across their 

corporation, and authorizations and 

compliance to health and safety. Data 

gathering had to be accompanied by union 

and corporate management. 

 

We have that experience, and we know 

how to work together and make problems 

go away. 

At RASPIR, we gather this data, analyze 

it, and present it in very clear and simple 

forms. There were many departments and 

products running through this system in 

particular. 

 

Trust us with this Process Data Gathering! 

 

At RASPIR, we have the experience. 



One can easily get distracted on efforts to remove or reduce defects that are low on the Importance 

scale. M and N for example may be revealing intelligently derived defects, but they are less important. 

 

The scale of Importance, can either be chosen as default Defect Frequency, or if your accountant 

controller is involved, it can or should be a scale of Cost Importance. 



Firstly, one MUST view the Pareto diagram and select one of the top three 

defects, before trying to find the causes of defects. There are many defects, 

and most of them are UNIMPORTANT, either in frequency or cost. 



Please look closely at these two Process Cycle Time Analysis charts. The Total hours 

per Container IMPROVEMENT is beyond belief.  Due to our suggested Single Part, 

Lean Manufacturing solutions, we achieved remarkable theoretical results.  It would 

appear that it was a 121% improvement. In fact it was an absolute clear 100% of 

production capacity. They did not implement ALL of the proposed process changes. 

As you may or may not know, Process Change Orders are very difficult to pass 

through management, and production. 

 

RASPIR = SUCCESS! 





 

• Six Sigma.  It is beginning to be used more widely. Pioneered by Motorola, but accelerated by Jack Welch at GE. 

• DMAIC is a systematic method for achieving higher quality. Define, Measure, Analyze, Implement, Control. 

• (Andrew J. Galambos has a superior methodology. Called IDEAM. Information regarding this is proprietary.) 

• FMEA is very important. Failure Mode Effects Analysis. Just sit down once and improvements will be found. 

• ANOVA. Analysis of Variance.  You must have a process that varies. Understand how it does. Then why. 

• Correlation, especially Linear One to One correspondence is what you look for. 

• Lost of Histograms 

• SPCC  Statistical Process Control Charts. Setting Upper and Lower limits, of acceptable product. Then understanding 

when the limits are passed, whether it is a random variation, or the seed of permanent change.. 

 

• Lean Manufacturing. A manufacturing process, that has a minimum of non-value added work to the product. 

• The Taiichi Ohno Toyoda Production System was founded on this premise. 

• Eliminate Waste. Is the mantra of Lean. It defies the Laws of Physics in many cases, but yet it is still pursued. In 

reality one must temper that mantra, and use the term Minimize Waste and conversely Maximize Value. 

• KANBAN, SMED, poka-yoke (error-proofing), mura (balancing or production leveling) 

• Just-In-Time.  An operator or machine only recieves supplies for one part at one time. No queues are allowed in such 

a system as it would amount to wasteful time sitting not getting value-added work done. Of course, some queues are 

inevitable and defy the laws of physics. But this is an ideal goal, and will not often be wasted effort itself. 

 

• Operations Research.  

• CPM. Critical Path Method, is often one used in project management, and process flow mapping. Insure that your 

process flow layout is consistent with the product critical path. 

• Simulation of course.  Stochastic Methods, probability calculations are used with this simulation tool. 

• Graph Theory, Game Theory, are closely related, as one states objective functions into a multidimensional space. 

Hence a bounded area defines the possible solution. A Solution Space. (Of course, you must be able to state the 

objective function accurately is as many dimensions as possible to reduce the solutions space size. Otherwise you 

end up with too many possible solutions.) 



RASPIR has experience in Process Improvement 

in many different industries. 

• Forging Industry 

• Foundry Industry 

• Manufacturing 

• Food 

• Lighting 

• Construction 

• Recycling 

 

Anywhere a product is made, or services 

provided, Process Improvement is the key 

to long term success. 

 

At RASPIR we can help you succeed.  



www.RASPIR.com 

       
Raspir, LLC 

163 Clearwater Drive 

Brunswick, Ohio 44212 

mail:  Sales@RASPIR.com 

Phone: (440)-823-3215 

 

 

Contact us: 

http://www.raspir.com/

