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Aul2 ox € SPC 9 A=
-Overview of Operations Strategy for Service
Layout and Statistical Process Control-

"B
Choi Sung Woon

Abstract

This paper proposes service layout strategy considering service characteristics by
the use of benchmarking production system such as layout by P-Q chart,
improvement tool, automated system, Toyota production system and lean production
system. This paper represents operation methodology of statistical process control
using control chart for service performance outcomes.
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Aula e Az A dEY F7 AAY AR $UDriven) 22 Ao FUEHL
Atk AE|E AFE ulAGELY o)&8% 7|22 BAWE(Customer Satisfaction)& F+
&7 98 nAe) QX FA3 7| FH e JF(SERVQUALSERVPERV)Y X F 3] stut.
olglgd LAY 9% A+ul, FHoE RFM(Recent, Frequency, Monetary)o] ¢
8 274 FAE(Customer Royalty)E #H3I3 7199 ol &7 AFBAE Yol B
e Mula Z29E AQ(SFC:Service Profit Chain)d 7% #uts] Magsxn gl
EZ QQANERZ FolY olEE VExE F 1A WEHE FAATZ] 8 714 F
4, T499 HEFEE FIAI7] A R eARETE JYHT Yk o] AT
HAZuANEE ZAHCSI : Customer Satisfaction Index)E& 3 FE4A ZAHDSI :
Dealer Satisfaction Index) ¢ FHd9 wEE ZAHESI : Employee Satisfaction
Index)99] AAEAHoZ FHY TSo g F Z2ANAE B8l AN HES
FT8lE Eopolt} [5.8]
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Schmenner[19]+= 1986\ A 328/ 8e} =E 3 Ydre ZZ A2 vjEgAd o
2 MulA F38& AMulA FF(Service Factory), A ¥l 4F(Service Shop), W& Ay
2(Mass Service), ¥ A H] &(Professional Service)2 EF3td Mulx JF9 o5
EAY.[10] 2004 Schmenner[19] W& 9] o] &(The Theory of Swifts, Even Flow)
S A AHulz E2F MAE nAF A5FEdd dis nAse] ¥WEY F:
(Degree of Variation)®} Au]2 AH2l& & A4d vu ST Fdy 22F g89Y
(Relative Throughput Time)oll 2]3] A 2& AMu]|2 JF ] 48 Q0.

o]g} Zro] Mu|A AFE nAUZ E FTHY UEE A8 ARES dyez HgH,
PEHete AFE Hol ojFojx stoy HAZ FAI WHIL e AR AL
A IT3, AF3}, RE3 D=l e Moz AJd 2 de] wjxo A AF
= Addez go] o]FoxA QA &l wEtA B AFgAME AF PAA 2"
P-Q(Product-Quantity) &4 o]  ojgt AMujujx], JHHAETF, AAF3} AAA2"H,
TPS(Toyota Production System), LPS(Lean Production System)%[14]2 wlxju}) &}
o Mulx EAd 2E Mu)2 v} X)(Service Layout) A & A e,

AH] & F A (Service Quality)dll #dE AFE LAUZE FAE Y3 FANE &
Aol o EA AR BN XNFE oy ol AF FARF YoM AFEA
£ "A(Detection)dtE 233 HAH(Inspection)&Fol B Ec ¥ 1AL gie
2 UEE ZAE AAE A AEY AA g A 24 E FeE AA e
A5 ZAAlel s AZQ 2 (a,B)o WE EHAAY FHMLF/ TAT & AU
wetA 7179 AbA o9 (Prevention) @59 Alvls FF #YE FY3H7] YA
 AFE E4 Azdo A A4+ SPC(Statistical Process Control)9] T+E& 83}
t Ao nigFsit, B dAFoMe AFFEBYAA AHEs = B2 =(Control Chart)
E Mula A3 dolEe EAE nedly gy oz A& F Y AHASPC &
FHEFE AA T ‘

27 A AulA wix] F38E AEE(Product)¥ X1, 7% ¥ (Functional)l ], A(Cell)
W%, ZEFH(Modular)¥}=], HA(Lean)¥jx), LA (Fixed)¥h], SST(Self Service
Technology) 5 2.2 EH3la E9AHFE AA g, 33 Mulx A3 dblolg ey &
g nEd AR, ALy BHEE SIHFES AAY 4FNAM ZES 2=

2. Ayl 2 ¥ X
2.1 FEd ujx

A WiAE P-QEAMY o3d AFEY WA (Product Layout)el 33t 2EFF
HEAA d2, AY(Flow Shop)itelgl Elojxtt X =0 o3 Auolo] ojF F

4 dezd A4e F¢ 1dF Awste 437 o, Bol wEol AA BAE
gAze old e w4 Ak
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FEHMAAGAE AMH2E 1149 YASA AAsts HAE AtolE EU(Cycle
Time : X Ato]Z€l¢9) 2 Pitch Time : A9 $£8F 183+ Takt Time)oldt A
&y ol HAsler] Y8 N2 EZ 2 M A (Bottleneck)E A AT g8 WH2 &
(Line Balance Efficiency)34-& HX2 $tth. 3 TOC(Theory of Constraints)©]&
Al AP HAd LHAELHE Fu Yorm LSS(Lean Six Sigma)diA =
VSM(Value Stream Mapping)S £33 ®HEE Y A3 HFS F32 U

AEY A A AEEHE NXHEFE FPC(Flow Process Chart)®t OPC(Operation
Process Chart)7} 1t} FPCE MCE(Manufacturing Cycle Effectiveness)3 =& 7|4
7] A% WHOE Mul& Z2 AL 556 ueE AYAFAL , AP, ol F
SHAIZE, A7 AAIZE, BRAZANES Z2A2 7|5 0,0, =,D, VELE B
Algte] BIRZFZER] AEQD ER1AAL, o] F & U, ERRAZALETE AANE
Aeolth. MCEE th&3 o] Aedrt

= A YT
AL FA L+ ol F LA+ BRAPAAD + 71 A A+ BRAFA D

MCE7} 7ldAdde 180 zZoyv FPCol o3 75 1o 7H7t94x1 A ddt. OPC
E AIALFALH FAHAATDE FA o2 ECRS(Elimination, Combination,
Rearrangement, Simplification)ol] & Au|A Tz g2 HAE FF3o

e A B AFAFHANLAY FFE TL(Transfer Line), FTL(Flexible
Transfer Line)® HFE AuluiXZ2+= COMSOALS®] oH ol 49 E=9
4 WX &g A FEe ’\]"‘"’“"i AAl & wi A Al X e =

)\}Ir% HHX]-*] cg& °1]§ /gah;h‘go] o]o:q /QEJEI—O uu}eﬂ] u}—‘=7] ,r]?sﬂ(
Alo] 2 €] A3 Hh9 4 %"ﬂ mg FUAd 2@ dulE e AEA

N2 Z2A2E HFse PHoR dF 3N ¥, 7], I+ T& 9 gt
ol F(AMFE AL, PushF2)FET Y& AP AASA Alo]lE gd& A3
st gloy, ole ul FAA EAZE Hy FAAZA ZEA &y B Fof
2l AW HAFE I o] (EE AY) Algde %S A R ZE&AHE FU F
Ak E gHAde] A F nAEURSLZ ojojr),

A st F £ Push Al2"dA FE& 230 A4S 3= Pull A2HE
g AEE wix2e HdFo] FAHY dAHo] FH F Utk ol 254-oA B E
SEF AM A2F(TPS)# v & A Al2(LPS)S wXvlA g & s X7} ot
o] & & gt}

A WA dEH 2 dxd=9 Hayd ¥ A (Technical Hamburger)X)
2d3 243 Holgd ¥4 vt FuH 439 S4E vz So] 3t [4,10]
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715d WX P-QEA Y o3k 2%, 71AEwiX)(Functional Layout)ell si33ts} o&
F 234, 9%, FE(ob Shop)Aitelzt Eejojzinh. Au7|edE HEVIAE 3% X
Bo} 3 AF 290 we} AAE o|eutsle H|EE HAidee AFE FFEA "k

71% 88 21 SLP(Systematic Layout Planning)ol] 2}8] Tz M7 A=A B219
o] % (Material Flow)& <% ¥ (From To Chart, Travel, Mileage Chart)2 &4 32l
A AELOUXSY F8xd ue} @A % E(Relationship Diagram)E ¢t=o] =}
LAY, vE3 ZHE(Closeness)& g Ayl WX & HA&sts o] vigF st

71%8  wixd  #FeE  AEI Al2dezE NC(Numerical Control),
CNC(Computer Numerical Control), DNC(Direct Numerical Control)$} 7€ 2 ujul
A2 CRAFTSEO] lon AMulx Z2 A2 HEA AdY ZAFA7F NCZ2 a3
< 71U (Key In)3tx] &3 dlo]g wo]~(DB)oll <3} F3= DNC Al2gE& Wl Xn}
A& Mu|2E ITEslof 3o}, ‘

715d WX 4F dEE YT FTHY S4S AvE AT Gt 8 F
o0 Futo] F2 Au|(dq:32)8 FHIIEA v xg 249 FF(Part Family)e]
HAIZHE a§3ete Ay A8 38 FHAd¥ A d(Machine Cel) 22 &3
(Quasi : =& Semi Flow)3 22 4= E 2349 A(Cel)uX & &3t Ao] v}
7] & o},

Z4AAn QA A $[24,13] Aujx BF ZYFES] 7FA]A(Line of Visibility) ol A
g 5o JIA FA 7] AWM E FAEH] 2 F(Part Family)3} 7FA) A gt
A A v Z F(Machine Cel)E A v Xt of 3o}, '

oo AN X

23 A i

A w2 (Cell Layout)= P-QEAdl & GT(Group Technology)ulX|ol] 3= 1
ZEZF FFAMNA FdY. GTe #F9 ¥4, X559 FAHI(Similarity) 5&
C&C(Code and Classification)Al 2= 8lol] 9]3la] REF(Part Family)S FAd3dc}. £
PFA(Production Flow Analysis)¥ 7l3EAEEY FAMEES 7122 38
(Clustering)3ted 7] A" (Machine Cel)€ A gt FFFo] 71AAd Jdoz 7HF
g A¢ MEEuAZEYG 2FEH A 3 BAZ QS a8 RETE VAL
of FEEAog X A #He WY dHE B 4+ Utk

gy F 58402 wXF AS st REF e 7Adoe] dFETE o
R 2149 AEE wix7} =9 v Gl FEo] Hi WEHo] Bo] A8FHE &
E Aulg o] EEL Eol7] B3 F EEA VIAA wiX Yol FL =347 Ak

A wjx)ed AGHE= AEF Ala"doZE= FMS(Flexible Manufacturing System),
FMC(Flexible Manufacturing Cell), MC(Machining Cel)%°] o™ %3 m A2}

o

rok



q]'o

p
<
)

A 753 A 2 84 A 6 5 20069 129 113

& HAa2dE FTAB(Tool Changeup)ye)l F83 WXl diio] @l

THARHARAH RE A7 AAE AHUYAA 252 AT 5 Yo o]
= 2149 AEdE wiXo gy MRIZS 271734 Avle] o] §&5E =o]7] 3
ZHAAZARAE o) guA(Part Family)® oz & RAMe o]&uz(Part
Family)e] HeAdE 1nad Xl I/ AHdE A ZE 149 HAgAH tEof
BE 35 Fu| 9 o] &ES U & & Qo ‘

oo M[12] A= FAH(Machine Cell), DA E @& (Machine Cel)2 £ ¥ 4
el ¥3 SEF HAY o€ES Fol7] 98 2HEI FL FHEHFTLY b
o AXANL A% A (Part Family)o]l @& oA} HolAde 6129 47 &4
gle AEE wixR FAlY FA8 4 gl

¢ AEUFE AFMREE SH0A 2 gAY TR AE dwE
AT FHHnE THMERS F+ 4 iR 2FHE & 5 U

AEAEA Au2AAQA, FEHL FA4F A9 YA, 223, 92FMHL& F
9 Mula gF A & FolA RolrA HEste Zeol A w7t by GTHiX]
EANE nER Eite A 4FE Xt 2 F Uk

24 253} WA
2 E3 v x}(Modular Layout)e #A3%e REZ g g4& v=+ 8 (Lego)
AL Zo] HATe BFoZ U FTHY AEFS TE7] AT Ao

3]

E2EF AAiA EEModule)s] F883 g g FEFH AMA(Axiomatic
Design)d] &3] @ 72 AFHEA 2R H Ao

F3&A 9 A AFULS F 2R(EH ) FAY F= EHA REH #XY
t 29 71E REdE $AdEYd 98 84 zgE AA dgd FFY SAE
B=E 889 HAH(Recipe)’t T84 EE AA 9 Zo] & w397t 7€,

25 13Y A

173l x(Fixed Layout)= H1q7], 2HF o]F8 & e AFE A ¥2 4
H gk Abgdo] o]F3te] AAtety] AT Aotk LAY HjA e Aula HEdEe AA
FAAM FHE AA HAY TN F Mul2E £ HAE e B¢ A7

HZ ZATZAM ¥ FAL FAFL olFd] IS FTe AF 2o
AZor 9B FES nANA A= AuAS B3 FoAzd AS(AHE) AL

o.] ]

A9 AFe] BE VEPF 3L 5SS SN ¥Y F Ao
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2.6 9 wjx

d wlX](Lean Layout)ol A Lean< ‘A9’ ml&'o|gtes £o2 Bul(Waste)AAE
EXZ v B9 ELE HYAAXM(TPS)F vl 7|dEsd 2= 49
EFE XA s d AAA2H(LPS)e 2 AMEE L Qi

TPS+T JIT(Just In Time), FA 32 QCO(Quick Changeover), SMED(Single Minute
Exchange of Die), WE&H 49 dREH FAs, A48 2AE AT o]ig
Aol o wA FH ZFAALF HAs, #7121, ZFAAESE, A58A %R (Fool-Proof,
Mistake-Proof, Poka-Yoke)5 ol 2% FAH(ZD), A 2FH Ao <3 AAH A
BZF AGAHAAM(Work Instruction)ell 9| @, ¥HE o3 A g3 (Multitasking), Uzt
gelg o] 83 FEAMA AUAZ okl 2A3H(AFI), Pull Kanban HE3 EFA
Ab, A E’AH(Heijunka Box)ol€, 7FAl &, Awr A FA 55(3), obdzd 2 A=x,
3E(EZS, B8, E4Y)53Y 2559 89 =78 =5 =Y S g
= WY $9H1 U '

a8y TPSE AMA g3ty dujzbs Sk FE717Hx] e 48 BY'le] 3ot 3t
 AAARME =52 EY 23S =2 F don ZFAe = o3 FYHAA
Pull o] WA= ZEAH HEV} o]FojAof &},

vl 53 glupAde] A WFAAY aESAA W2, #Hu2 AELHEY
A FEAIL, Friojxe) oluAE HUFT nAREYA F[2311]1 JIT 4
e A% HAFH =5 233 Pull 49 A vlx Fejojrt

a3 £8E AR A@sAY AP I9RHF(Levelling) AFS A Fo) X
S3EAY ZAFAN BF B nholge] AAF & Joerpz TPSY Ad HF
BEsk AFoz HAEstE o] upE A s

YE TPSE Alge] FAE oF1 Yo ALA/ FFE nAzNE
22 ¥ AF53E VARG R deddats BEAHQ wAFdS
e 7]1AE AR, olgge] dES TPSAME ogiE o7 d& &= s
(Multifunction)o] °o}d @&, BHEH TA Y-S FAAAA 3] AL 48 ¢
3te v A 99 (Multitasking) o] o}

Aula FAA B TPSAA AHEHE deAEDe] R3S FE Adstd A4
AT} A3 Fag AFE AN A7 Ho2 e ok 53 nAHe H
AMOT)ANA Fag &S st AL s g T3 AT B A4EUROZ o
oz £ Uth =59 FAAHe nAURFY FAAHY Hd EBHE F e A¥geE 1
A 7 AR gre] wixg o)z BE AT &3 drledFE AdEe Ao] vpEF s

Aul2 G227 A8 g F3 AN2E £33 FA$ VAFREE AdRA A T
I g ANulx dFE FYsA st HAFe] FA4 de dgeE Be 4FE
BA e WREEFH| Y R o APste dXuA T £ e T2 Y uiAg g
ojt}, H|E A7t ®Wo] Ak EFHE FE F T2 ofAl7t oA W o) 714 3
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A Bol 248 3 24243 Al2a¥o] Push7t old Pull & Ala€dog JIT
E B3 F APEMEY YREELEA EAV B8 AS nddAe HAe ot
SHAFANAE Y& 2FH & F %

2.7 SST

SST(Self Service Technology) HZ 41 ¥ IT nlto 7|&9 wadz uA4s A
2 X229 FEFAYMA(Coproducer) & FolAlA el AFzd 9% wEE
FAATNE AEL 7]€0jth{9.20] VOIP, Web Call $& o|83% Call Center, On
Line #4, 54 A8, AMTII=EHA 59 A& o3 nA4}qrt fFHe A2
Mobile, Ubiquitous, IPTV %< IGoif & o] &3 SST A7t 823 Agsn o).

SSTE ¥ W& vjtje] AAHo] Fa3ty Ase TV &3 o] g 4
A4 7§ VOIP, IPTVE & o]83t= o] £o1 Mobiled 4 AU %3 &
< 28R F¢ Faogol g o] 83 Ho] u@F 3

3. A ¥ £&SPC
3.1 A%¥ SPC #I %

Ati@e] 8Fox mZzAxd ZAFGE #3eE HAMInspection) EEF3 @
SPC[18]= Z 229 A7|HQ FAH9 FH(Process Capability)S X A7]7] ¢ 3H
#2 = (Control Chart)E A}-&3tot.

N Batch) B¢ e FAULNN £ 8 (Vield)- A EL Lo Amal 4
Hde 2 AF9(Standard Material Usage)d H57F 5o 453, %, PPM(Part Per
Million)5¢] 992 @A ZELo) NS 3= A5x, A% AFo)A
¢%=ﬁ%z w9l WH AN 487 2oh

dg 5o $80] 99%TF F A WHANY A A ©Dst BolaA AP
g dolest U0 2EAAY A A9 @97t ASHA A5 dolEHs Ao

Az EABYAN nA HYAZ, AoJFEY, ZAND 5L FYTALY W)
22 FEY AS AYY SPCHIAEE H48x 21 A4y SPCRIEE 2R J¢
e 7497 B

z—RBYEE LY AS FTE(Subgrouping)d] AEY WS T WEL 9F
A FASGUN ZAAEL AAGE o] FAAE el AMsior @ Y Hulx
FApol TTES FE AxGd DR B9 7% TEEA R A7)
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At & Eo] FTFE A7l ng 52 HAYL A S FYF AYAE 3 F
dANH o2 58 FQ% NY(ETESF NEY FHUEE AYse AL %% of ol
a2y M2 & 539 AYJAE FFE 27) n=h= HANE B¢
He] el $A¥E G ol sl viHA Hol #ES 7% A :
B Ee 7149 Z2Azd H3E ZUHIPY] dEd §Ee JELE Qg
A5 dduid ARzt FAAPE o HA o2 ANdSE AS Z2Axe AXE
Aol ZHHF B3 HARBIYEE F2 ALY AFEHY B4 2ZEH9
P E o] & A TFAA)HHAEE AHE8lE Aol Aot FFE B}
T3AY 97t s AS FFEY IAVE 12 = I-MRUndividual-Moving
Range)# el =& 24 dr}, '

32 A48 SPC #IxE

T34, 234, A0 8FHE Avlx A =24 7—‘1°ﬂ *‘Jrﬁi% Al e
AP diolgHE A% JEAY 8L A5, 14 % == 399 AFE A
+2 FILE 3o A4y SPC #HAZE F 4T + I

AFE Al ZH(Defects) £ 3 F(Nonconformities)#, & Z(Defective) £+ &
2 §&(Nonconforming Unit)e] f¥ol w2} 242t ¢, u #2| =9} np, p BUEE L3}

$A AFL MY AF 2% (Specification)E BoluEs Aolxz EZFL #Hldly)
A FYUEWUnit)2 A= Aot

g Eo AMul& AP 14 188 FUEZR S AS 174 199 SFude
EFNSF & FEAYESFI I59 199 nyFeEd ggel 34, AFjA, & ALt
2o T AAFF & —‘?-lei}-ri T449 $ Utk

A3 A Sepste A9 BAASEY BF E= RAYE B np, p B
S Agan AFAR GBAN LS ] AE BT 4R EC 1A BIEY

¢, u BT E ALEF

EF = BAFEE dogE A 9aMe RUEE #idd g, 93
W gdRd, Z2AAE2 st A3t "

dFFo) A A dF 5o F9 AYstes nAe £ A B$ol np
EE cHIEE AHES R dASA @8 A p BT uFYEE AHEITH

A& Eo AFH Z2aPREANAM 1899 G d[1]E 2d £+ ¥3¥ ¢
Z 7138 A$ AFH Z2a9 REvt A% 108109 ZYZ2ades HEY
AN A-E A cBIEE HEsln TeaY REY AVd w 2309 £
2 AEYA 2HS Ad 3T 2H S B =E FHE

o] 4% AFH ZTEaY TEL FYEE AW EF A H9 oY AFH =
2% B2E9 AV 4dAY AS np BYUEE, YA & B¢ EFE p B
g AHg 3L
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FE AFEE FUHY 7% 2tE SPC B9}, Alo}¥4(Control Variable)Z £
(Target Value)E EA3 o2 ZA(Adjustment) & <= 0+& EPC(Engineering Process Control)
[7, 16] & B3], FEshe Ao, AAUESS EXT Yo Z2A2 JFFEE FAF
o2 AT & A HE Z2A2 TY FYE vAF, ANY Ao =R 4 rh

4. 4 &

2 dFolAe AF AL A2 dujuix], AF3 A AAE, " AL A2 T
S WA wRste] Mu|x 4 gte T7HA MulA ujRlel] i S FAFE AU

AEFE WAE WAvpAF FEE A, FASHAT vlEEHA 71eE iR, GT9
PFAE °] &% Aulx], 4 FAY JEL2 UFT o2 ES F&Ede ZEY A, 2
Aol AQE YoM MulAE e 2AY wijx), EQE A4 AEDE AXupE d
X, A §4A vidolz uAE FAAl7)= SSTE AHlL wiz] Ae AltstiH.

Z71A A AFR e &5l o3 Z2AX THE FIATIE SPC B EE AHuls 4
del 54& 1Eoq ARY BIE, A BYEE FEIA IIHE AN A
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