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MTO (Make to Order) is a manufacturing process in which manufacturing starts only after a customer’s order is received.
Manufacturing after receiving customer’s orders means to start a pull-type supply chain operation because manufacturing is per-
formed when demand is confirmed, i.e. being pulled by demand (The opposite business model is to manufacture products for
stock MTS (Make to Stock), which is push-type production). There are also BTO (Build to Order) and ATO (Assemble To
Order) in which assembly starts according to demand. Lean manufacturing by MTO is very efficient system. Nevertheless, the
process industry, generally, which has a high fixed cost burden due to large-scale investment is suitable for mass production
of small pieces or ‘mass customization’ defined recently. The process industry produces large quantities at one time because
of the lack of manufacturing flexibility due to long time for model change or job change, and high loss during line-down (shutdown).
As a result, it has a lot of inventory and costs are increased. In order to reduce the cost due to the characteristics of the process
industry, which has a high fixed cost per hour, it operates a stock production system in which it is made and sold regardless
of the order of the customer. Therefore, in a business environment where the external environment changes greatly, the inventory
is not sold and it becomes obsolete. As a result, the company’s costs increase, profits fall, and it make more difficult to survive
in the competition.

Based on the customer’s order, we have built a new method for order system to meet the characteristics of the process
industry by producing it as a high-profitable model. The design elements are designed by deriving the functions to satisfy the
Y by collecting the internal and external VOC (voice of customer), and the design elements are verified through the conversion
function. And the Y is satisfied through the pilot test verified and supplemented. By operating this make to order system, we
have reduced bad inventories, lowered costs, and improved lead time in terms of delivery competitiveness. Make to order system
in the process industry is effective for the display glass industry, for example, B and C groups which are non-flagship models,
have confirmed that the line is down when there is no order, and A group which is flagship model, have confirmed stock production
when there is no order.
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<Table 3> Goal Setting Key Index
Y Importance MSA — Base-line| LSL | USL | Goal
How to measure Unit
Sales planning accuracy rate 4,335 (1-X|Sales plan-Result| Z'Sales plan)x100 % 68% | 60% 80%
Product planning fulfillment 4264 [Production plan-Result|/Production plan(Quantity standard)|| % 79.4% | 65% 85%
Standard information enter rate 3,901 Actual input number/Required input number % 95% 80% [100% | 95%
Order base inventory access rate 3,746 Order by(X Over inventory quantity/ X Orders) % 20% | 25% 15%
Delivery Order fulfillment rate 3,656 Hit day/Total shipping plan days % 60% 80% 80%
Order fulfillment rate 3,536 RTF/Total Orders % 80% 70% 90%
Sales-production planning L/T 2,944 Order enter point~Plan setting point days 6 - - 4
User satisfaction measurement 2,784 Survey points point 70 65 - 80
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