Hill Air Force Base, UT

OO-ALC/MANL Transformational Program

Attachment 2 - Technical Requirements
1 Scope

Ogden Air Logistics Center (OO-ALC), Directorate of Maintenance (MA), is initiating a transformational program designed to dramatically improve the entire production operations located in Buildings 505, 507 and 510 (B505, B507 and B510).  This document provides the technical requirements for OO-ALC/MANL lean/cellular design and implementation.  This program is not considered Mission Essential as defined in DoDI 3020.37.  

1.1 System Overview 

Existing OO-ALC depot maintenance production methodology is process-oriented and cannot meet current and forecasted demand requirements.  The OO-ALC supporting facility infrastructure, equipment, processes and personnel are operating with less than optimal flow, facility constraints, and outdated equipment.  The current methods of production are batch-and-queue in nature, task-oriented, and functionally isolated.  Current production systems are designed and centered around types of processes performed in each area, resulting in excessive travel time and distance of components through the facility.  Most of the industrial processing equipment is aging and at the point of needing refurbishment or replacement—1970s/80s vintage.  It is prone to excessive downtime due to long lead supply items, out-of-business vendors, and obsolete parts. 

1.2 Program Goals

The goal is to meet or exceed current and forecast production requirements.  Transformation is accomplished through improvements in process flow, flow time, increased availability of critical skills, upgrade or purchase of new equipment, and facility repairs, thereby eliminating existing production constraints.  MA’s goal is to develop and implement a lean/cellular concept for production operations in B505, B507 and B510 to improve eight areas of depot maintenance operations:   

· Workload/Production

· Financial Operations 

· Infrastructure

· Organizational Structure

· Workforce Management

· Material Support

· Information Technology

· Balanced Metrics

1.3 Facilities

This program will transform the existing production environment from a process-oriented to a product-oriented flow using the best cellular design methodology available—repatriating all processes required to support the core production operations.  The current layout of B505, B507 and B510 are shown in Figure 1, with a proposed redesigned factory shown in Figure 2.
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Figure 1: Current Process-Based Facility
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Figure 2. Proposed Product-Based Facility

1.4 Program Objectives

The program objectives for this transformation effort are to design, develop, construct, install, implement and deliver a dramatically improved maintenance repair and overhaul (MRO) process and facilities.  The program will address a lean/cellular transformation of MRO for aircraft landing gear, commodities, and software related to the support of landing gear and commodities. The design and implementation has the specific aim of addressing the rebuilding and refurbishing of the landing gear, wheels and brakes for C-5, B-1, B-2, KC‑135, B-52, C-130, F-16, F-15, F-4, T-38, A-10, as well as future workloads to be defined. Commodities will be addressed as they impact landing gear refurbishment production operations or as stand-alone business units as they are disrupted in the transformation process.  Support software will be addressed only as necessary to meet program objectives and only if the solution integrates with current legacy systems.  This program is necessary to meet the OO-ALC/MA’s objective of affordable increased throughput.
During design and implementation, the Air Force and the offeror will be a fully integrated team involved in all aspects of this effort.  The OO-ALC/MANL transformational team will serve as the overarching decision-making body, maintaining clear government visibility into the program schedule, performance, and risks through a series of Preliminary and Critical Design Reviews (PDRs/CDRs).  The OO-ALC transformational team will be composed of people from various levels within the organization including mechanics, technicians, engineers, environmental management representatives, planners, schedulers, and lower-, mid- and upper-level managers.  This transformation must be accomplished while maintaining Air Force production requirements which may involve working odd shifts, weekends and/or holidays.

Conditions and constraints to consider:

· Plans built upon a one-shift production operation

· Plans and implementation not adversely impacting production—production output must be maintained throughout the transformation project

· U.S. Government, DoD and USAF policies (e.g., 50/50 rule for organic vs. contractor maintenance)

· Procedures (e.g., funds categories and usage restrictions)

· Current and planned future status of legacy and developing information systems (e.g., implementation of Depot Maintenance Accounting Production System [DMAPS], the USAF Spares Campaign, Defense Logistics Agency’s [DLA’s] Business Systems Modernization [BSM], etc.)

· Conformance with all applicable building codes, and Occupational Safety and Health Administration (OSHA), AF Occupational Safety and Health (AFOSH), and other environmental standards

The offeror shall coordinate with the OO-ALC/MANL Transformation Team in implementing:

· Equipment relocation/refurbishment/purchase/storage
· Demolition of infrastructure, offices and equipment, as necessary

· Necessary facility repair to support the new lean/cellular environment

· Risk management strategy with provisions for quarterly assessments and flexibility for implementing required remedial actions

The transformation is intended to meet or exceed the target settings as defined in Table 1: 

Table 1: Transformation Target

	Function
	Metric
	Industry Standard
	OO-ALC Target

	Production
	TAT* – Large gear
	35 to 45 days
	25 days

	
	TAT* – Medium gear
	25 to 30 days 
	20 days

	
	TAT* – Small gear
	25 to 30 days
	15 days

	
	TAT* – Wheels
	2 to 5 days
	3 days

	
	TAT* – Brakes 
	7 to 21 days
	3 days

	
	Overtime (%)
	0.0% to 7.0%
	0.0% to 5.0%

	
	Productivity (%)
	72%
	72%

	Material
	1st Pass fill rate (%)
	N/A
	90%

	
	Inventory Turns
	6 turns
	8 turns

	
	Days to Fill Back-orders
	< 5 days
	4 days


*Turn-Around Time

Within six months of the Strategic Business Unit (SBU) activation, a mitigation plan will be developed to identify actions required to achieve targets identified in Table 1.
(DI‑MGMT-80501)
2 General Program Requirements

2.1 Integration Personnel

The offeror is required to employ and maintain a technically trained and experienced workforce. This includes describing and maintaining an employee training program that documents the technical capability and experience of its workforce.  

2.2 Program Management Reviews (PMRs)

PMRs (held at approximately three, six, nine and twelve months) shall include a presentation and documentation of performance, schedule, cost, and risk analysis.  One or two of these reviews may be conducted annually at the executive level (EPMR).  Content should include, at a minimum: (DI-MGMT-80555)
· Layout of streamlined product lines and implementation steps for transition while continuing current mission support with minimal mission impact

· Business case analysis that defines the costs and benefits, including impacts on cost, cycle-time, and quality/capability (AFI 65-508 Cost Analysis Guidance and Procedures)
· Current vs. future technical, cycle time, quality and cost baselines

· Metrics and exit criteria for the follow-on effort

· Risk management strategies that address technical, costs, and schedule risks 

· Detailed implementation steps with key milestones

· Cost estimates to execute the follow-on efforts

· Updated Integrated Master Plan & Integrated Master Schedule (IMP & IMS) (DI-MISC-81183A)
2.3 Technical Interchange Meetings (TIMs)

Hold weekly meetings with the MAN Transformation Steering Team to review current issues.  At a minimum, this briefing is to relate activities to schedule, status of project to schedule, technical issues and mitigations.  Technical requirements for implementation will be identified through the design phase and briefed on a daily or weekly basis.
2.4 Program Data Requirements
Identify technical and management data requirements to satisfy program objectives.  DD Form 1423 will be established and delivery requirements stated in the IMS.

2.5 Risk Management

Develop and manage a risk management program that identifies and mitigates program risks. The risk management plan should ensure production and operational requirements are met during the relocation process. 

2.6 Life Cycle Cost (LCC) 

Develop an estimated equipment LCC.  Identify LCC drivers based on the following assumptions: defined equipment service life, equipment consumable replacement, equipment spares replacement, and yearly cost for storage and training on equipment selected for transformation.  Maximize use of commercial components and processes to minimize system life cycle cost.  (AFI 65-508 Cost Analysis Guidance and Procedures)
2.7 Quality Assurance 

Establish a Quality Control Plan that will include check, test and verification of all equipment identified in the design prior to cell implementation.  Quality objectives are to monitor and measure performance, and ensure cell performance thresholds have been met. (DI-QCIC-81379)
2.8 Integration

Act as the prime integrator with existing and ongoing lean/cellular efforts to ensure seamless integration with overall facility MRO transformation.  This may include integrating organic/Joint government efforts with other contractors.  Associate Contractor Agreements (ACAs) will be accomplished to facilitate integration.

3 General Implementation Requirements

General implementation requirements must meet the performance objective, scope, and proposed periods of performance as defined in Sections 3, 4 and 6 of the Statement of Objectives (SOO).

3.1 Training Requirements

Lean/Cellular Team and Senior Leadership training objectives are to provide teams and senior leadership education on Lean/Cellular methods, principles, practices, processes and procedures to successfully implement MRO transformation objectives.  The offeror will design, develop, and implement a lean/cellular training program for cell leaders, SBU chiefs and senior leadership to implement and sustain the SBU.  The offeror will develop and provide a Lean/Cellular Team and Senior Leadership training plan and supporting texts, training materials and classroom instruction to ensure teams are adequately trained. 

Cell implementation training objectives provide cell operators and technicians the technical training required to operate, sustain, and implement newly constructed cells. The offeror will develop and provide a cell implementation training plan, supporting texts, training materials, and classroom instruction to ensure cell teams are adequately trained.  A preliminary training plan and impact assessment shall be provided that describes and lists the estimated training schedule, job description and number of individuals to be included in the training.  This will allow the management staff adequate time to fill the production rosters during the design and implementation phases of the SBU, and to ensure that training objectives are met without impact to production schedules or expectations. (DI-ILSS-81070; MIL-PRF-296128)

3.2 Total Preventative Maintenance (TPM) Program Requirements 

The implementation objective is to minimize equipment downtime via a cost-effective preventative maintenance program that meets SBU and cell performance objectives specified in the Statement of Objectives. The offeror shall develop and implement a Total Preventative Maintenance (TPM) program for each SBU and cell.  The TPM program will be integrated and formatted with existing MRO maintenance program systems.  The offeror will analyze, design, develop, construct, purchase and provide all engineering documentation and maintenance procedures, technical manuals, maintenance plans, special tools and fixtures, test equipment, spares, maintenance kits, and contractor warranty options for government approval and use.  The offeror shall provide all necessary texts, training materials and classroom instruction to ensure that teams are adequately trained to meet the TPM program requirements. (DI-TMSS-80527A; DI-ILSS-81070)

3.3 Equipment Requirements

The implementation objective is to construct cells with the optimal mix of new/refurbished equipment to meet cell design requirements and performance objectives specified in the SOO.  The offeror shall analyze, design, develop, specify, procure, refurbish, install, integrate and certify cell equipment.  The offeror will conduct an equipment evaluation study (TRD Para. 4.5) to identify current baseline status of equipment condition.  The offeror will develop and maintain an SBU master equipment management plan that describes detailed schedule/task, cost, risk and performance information required to meet implementation objectives.  The offeror will develop all necessary documentation required for equipment implementation and will coordinate with government stakeholders involved in each phase of SBU implementation.  Certification of equipment includes a demonstration of equipment operation as well as an official sign-off by both contractor and government personnel.  (DI-MGMT-80933)

3.4 Lean Cell Design and Development Requirements

The implementation objective is to design and develop cell requirements and performance objectives specified in the SOO for cells within each SBU.  The offeror will utilize proven best commercial lean/cellular practices.  The offeror will analyze, assess, design, develop, specify, model, and prototype lean/cellular cells with government representatives in either a joint transformational team or Integrated Product Team (IPT).  The offeror will develop, produce and provide all engineering documentation required to implement cell construction, including (at a minimum): equipment specifications, installation control drawings, facility construction drawings, electrical, plumbing, hydraulic, system drawings, visual control drawings, cell specifications, operating procedures, specialized tools and fixture drawings, and test procedures. (DI-SESS-81003B; DI-NDTI-80603; DI-TMSS-80527A; DI-MISC-80392)
3.4.1 Production cells

The following production cell estimates are based on the MANL Master Transformational Plan (MTP).  During the final SBU design phases, these estimates may change based on the IPT’s final analysis and recommendations:

· Wheels & Brakes SBU production cell estimate – 4 cells

· Fighters SBU production cell estimate – 5 cells

· Cargo/Bombers SBU production cell estimate – 6 cells

· Heavy Lifters SBU production cell estimate – 5 cells

· Manufacturing SBU production cell estimate – 3 cells

3.4.2 Support/Supply Cells

In addition to the production cells, the MTP assessment calls for support/supply cells for each SBU.

3.4.3 Phased Approach Plan

A phased approach plan shall be provided to the MANL transformational leadership team showing the implementation steps, estimated timeline and tasks required for completion. (DI-MISC-80508A) 

3.5 Cell Construction Requirement

The implementation objective is to construct cells to meet performance objectives specified in the Statement of Objectives. The offeror will procure, prepare, modify, arrange, construct, install, integrate, test, evaluate, and certify cells. Certification includes a demonstration of cell operations as well as an official sign-off by both contractor and government personnel.  The offeror will construct and implement the approved cell designs while minimizing impact to current operations.

Based on the approved cell design, the following tasks shall be completed to ensure the proper implementation of each cell:

· Continue identification of production risks and development of mitigation plans to ensure that production and operational requirements are met during the relocation effort

· Purchase, facilitate refurbishment and install new and or refurbished equipment per plan

· Check, test and validate all equipment prior to turn-over to MANL production teams

· Facilitate the physical removal of all obsolete equipment to a specified location for disposal within the requirements as specified by the OO-ALC transformation team

3.6 Lean Cell Evaluation and Sustainment Requirements

It is the expectation of the OO-ALC/MANL Transformation team that there will be a lean cell evaluation and sustainment for a period of six months after each lean cell implementation to ensure the transformational objectives are met. This sustainment effort does not require the contractor to provide a full-time permanent position but does require that the contractor provide resources as needed to work though practical and critical lean cell implementation methodologies if there is a momentary application breakdown. (DI-MGMT-80501)

4 General Engineering Studies Requirements

Where required, as part of the cell design and prior to implementation, the following studies and evaluations are required.

4.1 Workspace Environmental Study 

A workspace environmental study shall be completed to determine environmental requirements and the addition of, or upgrade of, current Heating, Ventilation, and Air Conditioning (HVAC) to maintain a consistent climate for tight tolerance machine operations. Information shall be provided to the OO-ALC/MANL Transformation team for inclusion into each phase of the implementation plans. (DI-MISC-80508A)

4.2 Power Requirements Study

A power requirements study shall be completed to determine proper and acceptable power requirements for each SBU and the information shall be provided to the OO-ALC/MANL Transformation team for inclusion into the SBU implementation plans.  This study needs to take into account the cell designs within each SBU with the 20 percent workload growth factor to be included in the recommendations. (DI-MISC-80508A)

4.3 Lateral Lines and Internal Drain Piping Integrity Study 

A study that will determine the integrity of the lateral lines and internal drain piping shall be performed within B505, B507 and B510. The information shall be provided to the OO‑ALC/MANL Transformation team for inclusion into the SBU implementation plan. The study needs to evaluate the current integrity and the expected integrity of the current system for the next 30 years. The study is to include any design change recommendations, cost estimates and analysis, timelines and risk assessment and mitigation plans. (DI-MISC-80508A)

4.4 Environmental (Hazardous Material) Study

An environmental study shall be performed on B505, B507 and B510 that would evaluate the presence of hazardous contaminants (e.g., asbestos, lead paint, and contaminated soil and source materials). The information is to be provided to the OO-ALC/MANL Transformation team for inclusion into the implementation plan.  The study is to include any design change recommendations, cost estimates and analysis, timelines and risk assessment and mitigation plans.  Findings of these studies must be coordinated with Base Civil Engineering to determine abatement actions.  Environmental Management will also be kept abreast of findings and abatement actions. (DI-MGMT-80898; DI-MGMT-80061A)

4.5 Equipment Evaluation Study 

For each SBU, an equipment evaluation study will be performed that will evaluate the current equipment and provide a list of equipment that will be moved, refurbished, replaced, stored for future use, or removed from service. (DI-MISC-80508A;DI-MGMT-80061A)

4.6 Coordinate Obtaining Title V Operating Permit

Ensure that any required permits or modifications thereof are obtained prior to equipment installation.  OO-ALC/MA is required to conduct operations in accordance with a Title V Operating Permit (operating permit for significant and/or major stationary sources) that was issued by the Utah Department of Environmental Quality on October 25, 2002.  The permit requires specific emission limits, operational procedures, program management, measuring/ monitoring, and periodic reporting for numerous OO-ALC/MANL operations. Most of the small emission sources may be relocated within a building without substantial regulatory coordination (only a notification letter is required).  If new equipment is required to replace old (e.g., paint booths), official documentation and coordination will be required before operations commence.  If the new operation is considered a major emissions source, a construction permit and a modification to the operating permit will also be required.  Permit amendment typically takes nine months.  Perform and provide a complete study of the estimated emissions from the plating and paint booths as defined in the cell design requirements. (DI-MGMT-80061A)

4.7 High Velocity Oxygen Fuel (HVOF) operations Customer Assessment Study

A customer assessment study shall be completed to ensure the High Velocity Oxygen Fuel (HVOF)/Flame Spray operation within any SBU design accommodates the OO-ALC/MANL Transformation Team’s expectations.  The HVOF/Flame Spray operations that currently reside within B511 are a resource for use by various organizations on the center as whole and the customer impact must be understood prior to placement or relocation.
(DI-MISC-80508A)
5 General Facilities Repair Requirements

As the sections of each respective building are vacated, those sections shall be completely repaired per the overall requirements as defined by the joint efforts of the OO-ALC/MANL Transformation team.  This facilities repair effort is to take into account all regulatory requirements, environmental concerns, both specified by regulation as well as those working conditions defined by the transformation team, lighting, safety, and ergonomics that will be defined as part of the respective MRO lean cell designs to be included into each SBU.

5.1 Heating, Ventilation, and Air Conditioning (HVAC) Implementation

All modifications—as defined and approved by the OO-ALC/MANL Transformation team pertaining to the workspace environmental study—shall be completed as designed. This would include the addition or upgrade of current HVAC to maintain a consistent climate for tight-tolerance machining operations. (DI-MGMT-80061A)

5.2 Power Requirements Implementation 

All modifications as defined and approved by the OO-ALC/MANL Transformation team pertaining to the acceptable power requirements study shall be completed as designed. (DI-MGMT-80061A)

5.3 Lines and Drain Implementation 

All modifications—as defined and approved by the OO-ALC/MANL Transformation team pertaining to the lateral lines and internal drain piping integrity study—shall be completed as designed. (DI-MGMT-80061A)

5.4 Environmental Implementation 

Findings of environmental studies must be coordinated with Base Civil Engineering and MANL Environmental Management to determine remediation actions.  The offeror is responsible for coordinating remediation actions to ensure implementation occurs IAW scheduled activity. (DI-MGMT-80061A)

5.5 Machine Placement Floor Modifications 

All footings and/or isolation pads—as required by the lean cell design requirements and machine stability requirements—shall be completed per the Machine Placement Floor Modification designs/studies. (DI-MISC-80508A; DI-MGMT-80061A)
6 Strategic Business Unit Requirement
The term “phase”, as used in this section, refers to the five different SBUs and does not imply a specific order in which the transformation must be accomplished.
6.1 Wheels & Brakes SBU Requirement

Phase 1 calls for the design, installation, implementation and delivery of a lean-/cellular-based MRO System for the Wheels & Brakes SBU, which is expected to have four production cells and a support/ supply cell.  These cells will occupy approximately 44,000 square feet of floor space in B510.  Design and implementation of this SBU will run concurrently with that of the cleaning operations (a separate cell) and relocation of the manufacturing workload (final redesign of the Manufacturing SBU will occur at the end of the project).  During implementation of the Wheels & Brakes SBU, the priority will be to design and implement the cleaning, anodize, and NDI lines required for a stand-alone operation.  B510 would then be independent of operations in B507. 
Areas likely to be affected by implementation of the Wheels & Brakes SBU are the office mezzanine and the two-story maintenance building.  These structures may be removed to make room for production space and improve the facility’s appearance. 

6.1.1 Foundry Removal

Remove the foundry from the south end of B507.  This will include the physical removal of all equipment to a specified location for disposal within the requirements as specified by the OO‑ALC/MANL transformation team.  This will also require the removal of the wall surrounding the current foundry and capping any utilities that remain after the equipment is removed from the area.  While the Air Force will be responsible for all hazardous waste removal and remediation in conjunction with the foundry removal, the offeror is responsible for coordinating remediation actions to ensure implementation occurs IAW scheduled activity. (DI-MGMT-80061A)

6.1.2 Heat Treat Consolidation

Relocate the heat treat facility from the south end of B507 to an area currently occupied by transportation dock on the southwest side.  A transitional phase plan shall be developed and approved by the OO-ALC/MANL transformation team that would include the following required actions to meet this expectation. (DI-MGMT-80061A)

6.1.2.1 Customer Assessment Study

A customer assessment study shall be completed to ensure the heat treatment cell design accommodates the OO-ALC/MANL Transformation Team’s expectations.  The heat treatment operations that currently reside within B507 are a resource for the center as whole and the customer impact must be understood prior to placement or relocation.
(DI-MISC-80508A)

6.1.2.2 Heat Treatment Facility Design

In conjunction with the OO-ALC/MANL Transformation team, the heat treatment facility shall be redesigned.  This redesign effort is to take into account all regulatory requirements, environmental concerns—both specified by regulation as well as those defined by the transformation team—lighting, safety, and ergonomics.  This redesign is to follow best lean practices as part of the design effort. (DI-MGMT-80061A; DI-SESS-81003B)

6.1.3 Welding Operations Consolidation

Relocate and consolidate welding operations from the south end of B507 to an area to be defined by the OO-ALC/MANL transformation team, which will also develop and approve the following required actions to meet this expectation. (DI-MGMT-80061A)

6.1.3.1 Customer Assessment Study

A customer assessment study shall be completed to ensure that the welding cell design accommodates the OO-ALC/MANL Transformation team’s expectations.  The welding operations currently residing within B507 are a resource for the center as a whole and the customer impact must be understood prior to placement or relocation.
(DI-MISC-80508A)

6.1.3.2 Consolidated Welding Operations Design

In conjunction with the OO-ALC/MANL Transformation team, the welding operations area shall be designed. (DI-MGMT-80061A; DI-SESS-81003B)

6.1.4 Preliminary Manufacturing Cell Design

To facilitate the final objectives of Phase 1 requirements, it will be necessary to move the current machine shop operations out of B510 into the south end of B507.  Though the final manufacturing SBU is not planned to have a complete design until the final phase of the project, it would be the expectation of the OO-ALC/MANL Transformation team to have preliminary lean cell design prior to the placement of the machines into B507.  To meet this expectation, the following objectives must be met.

6.1.4.1 Customer Assessment Study

Perform preliminary customer assessment study to ensure the realignment and future cell design for the Manufacturing SBU accommodates transformation expectations.  The machine shop operations currently residing in B510 are a resource for the center as a whole and the customer impact must be understood prior to placement, storage or obsolescence of the machines that will move into B507. (DI-MISC-80508A)

6.1.4.2 Lean Cell Development

Based on the outcome of the assessment design and current work load expectations as projected by OO-ALC/MANL, develop manufacturing cells to sustain and maintain the current workload as required and defined within the operational parameters of the manufacturing unit. (DI-MGMT-80061A; DI-SESS-81003B)

6.1.5 Wheels & Brakes Lean Cell Designs

Perform and/or review the current state value stream map for each cell and facilitate a new future state for implementation within the Wheels & Brakes SBU.  This new future state map must include the following in the cell designs: (DI-MGMT-80061A)

· Anodizing and stripping line per process requirements

· Cleaning operations per process requirements

· All ventilation/environmental emissions control systems

· All machining operations per process requirements

6.1.6 Cleaning Line Consolidation Building 507

During the MTP development, it was decided to maintain product cleaning as a centralized operation.  As part of Phase I implementation and redesign, the cleaning operation consolidation will be initiated to meet program objectives.  Non-essential equipment will be removed and the best method to use the floor space over the existing pit will be determined.  Using best lean practices, a cleaning cell shall be designed and implemented that will accommodate the needs of the redesigned SBUs.  Based on the outcome of the required engineering studies and current workload expectations, the offeror shall work with the OO-ALC/MANL Transformation team to develop a cleaning cell to enhance current as well as future workload. (DI-MGMT-80061A)

6.2 Fighters SBU Requirement

Phase 2 calls for the design, facility repair, installation, implementation and delivery of a lean-/ cellular-based MRO System for the Fighter landing gear refurbishment SBU.  The Fighters SBU will be designed second and is expected to have five production cells, which will occupy approximately 47,000 square feet of floor space at the south end of B507 and another 12,000 square feet in B505.  The weapon systems this SBU will support are the F-16, F-15, F-4, T-38 and A-10, with additional future workload as new weapons systems come on-line for repair and refurbishment.  Relocate the following operations and equipment per lean cell design requirements: (DI-MGMT-80061A; DI-SESS-81003B)

· Strut Disassembly Operations

· Evaluation and Inspection (E&I) Operations

· Machining and Grinding Operations 

· Non-Destructive Inspection (NDI) Operations 

· High Velocity Oxygen Fuel (HVOF)/Flame Spray Operations

· Ion-Vapor Deposition (IVD) Operations 

· Material Inventory Control (MIC) Operations

· Administrative Support Functions 

· Painting Operations 

· Strut Assembly Operations 

· Strut Inspection and Test Operations

· Packaging and Shipping Operations

6.3 Cargo/Bombers SBU Requirement

Phase 3 calls for the design, facility repair, installation, implementation and delivery of a lean-/cellular-based MRO System for the Cargo/Bomber landing gear refurbishment SBU, which is expected to have six production cells and will occupy approximately 70,000 square feet of floor space in B507, and another 24,000 square feet in B505.  B505 will house the Cargo/Bombers plating prep operations, and support these weapon systems: KC-135, B-52, and C-130 with additional future workload pending.  Relocate the following operations and equipment per lean cell design requirements: (DI-MGMT-80061A; DI-SESS-81003B)

· Strut Disassembly Operations

· Evaluation and Inspection (E&I) Operations

· Machining and Grinding Operations 

· Non-Destructive Inspection (NDI) Operations 
· High Velocity Oxygen Fuel (HVOF)/Flame Spray Operations

· Ion-Vapor Deposition (IVD) Operations 

· Material Inventory Control (MIC) Operations

· Administrative Support Functions 

· Painting Operations 

· Strut Assembly Operations 

· Strut Inspection and Test Operations

· Packaging and Shipping Operations

6.4 Heavy Lifters SBU Requirement

Phase 4 calls for the design, facility repair, installation, implementation and delivery of a lean-/cellular-based MRO System for the Heavy Lifter landing gear refurbishment SBU, which is expected to have six production cells and will occupy approximately 53,000 square feet at the north end of B507 plus 12,000 square feet in B505.  Once this SBU is implemented, most of the heavy, large equipment will be moved to its final location.  Areas of swing space in B505 will allow the Heavy Lifters plating prep areas to be reorganized and implemented in that building.  The weapon systems that this SBU will support are the B-1, B-2, C-17 and C-5, with additional future workload pending.  Relocate the following operations and equipment per lean cell design requirements: (DI-MGMT-80061A; DI-SESS-81003B)

· Strut Disassembly Operations

· Evaluation and Inspection (E&I) Operations

· Machining and Grinding Operations 

· Non-Destructive Inspection (NDI) Operations 
· High Velocity Oxygen Fuel (HVOF)/Flame Spray Operations

· Ion-Vapor Deposition (IVD) Operations 

· Material Inventory Control (MIC) Operations

· Administrative Support Functions 

· Painting Operations 

· Strut Assembly Operations 

· Strut Inspection and Test Operations

· Packaging and Shipping Operations

6.5 Plating and Manufacturing SBU Requirement 

Phase 5 calls for the design, facility repair, installation, implementation and delivery of a lean-/cellular-based MRO System for the Plating and Manufacturing SBU, which will require the plating prep area to be completed once the remaining grinding equipment is moved from B505 into its permanent location within the Heavy Lifter SBU in B507. 

During cell redesign, the manufacturing workload will be analyzed to develop mitigation strategies to minimize impacting current operations.  The equipment brought to B507 from its original location in B510 will be evaluated and an overall redesign plan will be developed.  This will be the last area within MANL to be fully implemented. (DI-MGMT-80061A; DI-SESS-81003B)

6.5.1 Plating Operations Customer Assessment Study

A customer assessment study shall be completed to ensure the plating operations and cell design accommodate the OO-ALC/MANL Transformation team’s expectations.  The plating operations currently residing in B505 are a resource for the center as a whole and the customer impact must be understood prior to placement, refurbishment or relocation.  (DI-MISC-80508A)

6.5.2 Manufacturing Customer Assessment Study

A customer assessment study shall be completed to ensure the manufacturing cell design accommodates the OO-ALC/MANL Transformation team’s expectations.  The manufacturing operations currently residing in B510 are a resource for the center as a whole and the customer impact must be understood prior to placement or relocation. (DI-MISC-80508A)

6.5.3 ISO 9001:2000 Quality Implementation

Based on estimates of future workloads and the quality requirements of our customers, the contractor  shall be required to implement ISO 9001:2000 in the Manufacturing SBU.  All necessary texts, training materials and classroom instruction shall be provided to ensure that teams are adequately trained to meet the ISO 9002 Quality transformational objectives. (DI-ILSS-81070; MIL‑PRF-296128)

6.5.4 Manufacturing SBU Implementation Requirements

Relocate the following operations and equipment per lean cell design requirements:
(DI-MGMT-80061A)

· Machining and Grinding Operations

· Material Inventory Control (MIC) Operations

· Administrative Support Functions

· Fabrication Assembly Operations 

· Relocate Quality Evaluation and Inspection Operations

· Packaging and Shipping Operations

7 Service Delivery Summary (SDS)

The SDS provides the performance thresholds and surveillance methods OO-ALC/MA must achieve to meet program goals and objectives.  The performance thresholds are divided into different areas of complexity.

Table2: General Performance Objectives

	Performance Objectives
	TRD Para
	Performance Threshold

	Maintain Employee Training Program
	TRD 2.1
	100% of the employees

	Host, prepare information for, and facilitate 

transformation PMRs
	TRD 2.2
	100% of the time on agreed dates

	Develop IMP & IMS
	TRD 2.2
	100% of the time without major 

rewrites

	Update IMP & IMS
	TRD 2.2
	No more than 3 days after agreed 

on delivery date

	Host and facilitate Technical Interchange Meetings
	TRD 2.3
	100% of the time on agreed dates

	Deliver Program Data Requirements
	TRD 2.4
	100% of the time on agreed dates 

IAW IMP & IMS

	Develop Risk Management Program and Track 

Risk Mitigation through each phase
	TRD 2.5
	100% of the time on agreed dates 

IAW IMP & IMS

	Develop an estimated equipment Life Cycle Cost 

Program
	TRD 2.6
	100% of the time on agreed dates 

IAW IMP & IMS

	Develop a Quality Control Plan that will 

check, test and verify equipment for performance 

characteristics
	TRD 2.7
	100% of the time on agreed dates

 IAW IMP & IMS

	Integrate ongoing cell designs through Associate 

Contractor Agreements (ACAs)
	TRD 2.8
	100% of the time IAW MTP

	Provide Team and Leadership Training: Provide 

Cell implementation training
	TRD 3.1, 3.1.1, 3.1.2
	100% of the time IAW training 

plan. No more than 10% negative

 critique per class

	Develop a Total Preventative Maintenance (TPM) 

Program
	TRD 3.2
	100% of the time IAW TPM plan

	Develop equipment replacement and/or 

refurbishment plan
	TRD 3.3
	100% of the time to meet 

implementation schedules

	Develop, implement, evaluate and sustain 

lean cells
	TRD 3.3, 3.3.1, 3.3.2, 3.3.3, 3.4, 3.4.1, 3.4.2, 3.4.3, 3.4.4, 3.5, 3.6
	SBU Ownership of processes IAW MTP and meet 100% transformational objectives

	Deliver General Engineering Studies
	TRD 4.1, 4.2, 4.3, 4.4, 4.5
	100% on time IAW IMP and IMS

	Coordinate Obtaining Title V operating permit
	TRD 4.6
	100% on time as required for 

processes IAW IMP and IMS

	Provide Facility Repairs
	TRD 5, 5.1, 5.2, 5.3, 5.4, 5.5
	100% on time IAW IMP & IMS,

 as required to meet 

transformational objectives


Table 3: Phase 1 Performance Objectives

	Performance Objectives
	TRD Para
	Performance Threshold

	Develop a foundry removal and

 installation plan
	TRD 6.1.1
	IAW MTP, 100% on time IAW IMP 

& IMS

	Study, design and implement consolidated 

Heat Treat operation
	TRD 6.1.2, 6.1.2.1, 6.1.2.2
	IAW MTP, 100% on time IAW IMP

 & IMS

	Study, design and implement consolidated 

Welding operation
	TRD 6.1.3, 6.1.3.1, 6.1.3.2
	IAW MTP, 100% on time IAW IMP 

& IMS

	Study, design and implement Preliminary 

Manufacturing Cell
	TRD 6.1.4, .6.1.4.1, 6.1.4.2
	IAW MTP, 100% on time IAW IMP 

& IMS

	Study, design and implement the Wheel and

Brake SBU
	TRD 6.1.5
	IAW MTP, 100% on time IAW IMP 

& IMS

	Repair facility, install equipment, and design

and implement the Cleaning Cell
	TRD 6.1.6 
	IAW MTP, 100% on time IAW IMP 

& IMS


Table 4: Phases 2, 3 and 4 Performance Objectives

	Performance Objectives
	TRD Para
	Performance Threshold

	Accomplish OO-ALC targets as 

depicted in Table 1
	TRD 1.2, 1.4
	Accomplish minimum of 60% improvement

between current performance and targets

(standard deviation of no more than 10% 

of average) within six months of SBU 

activation.  Mitigation plan as required.

	Reduce footprint of current operations
	TRD 6.2, 6.3,  6.4 
	Minimum 20%

	Repair facility, install equipment, and 

design and implement the Fighter, Cargo 

Bomber, and Heavy Lifter SBUs
	TRD 6.2,  6.3,  6.4
	IAW MTP, 100% on time IAW IMP 

& IMS


Table 5: Phase 5 Performance Objectives

	Performance Objectives
	TRD Para
	Performance Threshold

	Study, design and implement the Plating 

SBU
	TRD 6.5, 6.5.1, 6.5.2, 6.5.4 
	IAW MTP, 100% on time IAW IMP 

& IMS

	Implement ISO 9001:2000
	TRD 6.5.3
	100% on time IAW ISO implementation 

plan
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