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Nearly fifty years ago, Toyota Motor
Company began codifying its pro d u c t i o n
p rocesses into what became generically
called “lean manufacturing.”  The To y o t a
P roduction System, To y o t a ’s version of

lean manufacturing, is seen by many as the source of the
c o m p a n y ’s outstanding success as an automobile manufac-
t u re r.  Lean manufacturing, consequently, has been adopt-
ed by many firms, including
American car and tru c k
m a n u f a c t u re r s .

Consultant Mark Av a k i a n
of St. Orge Company, as
stated in the article, “How
Lean Manufacturing
Matches To d a y ’s Business”
in the October 1, 1999
issue of Materials Handling
E n g i n e e r i n g, believes that
lean manufacturing incor-
porates five key concepts: supplier development pro g r a m s ,
continuous improvement, flexibility, elimination of waste,
and zero defects.  Suppliers of products and services are
recognized as a key to building a lean org a n i z a t i o n .
Companies embracing the lean manufacturing concept
insist that suppliers maintain the quality of their pro d u c t s
as well as manage the inventories of materials to be deliv-
e red.  Often the relationship between the manufacture r
and its suppliers involves the manufacturer helping the
suppliers become “lean.”  Ford Motor Company, thro u g h

its Lean Resource Center, helps its first tier – and some-
times second and third tier – suppliers to implement their
own lean manufacturing systems.

The second concept, continuous improvement, is perh a p s
the most basic concept of lean manufacturing.  Kaizen, as
continuous improvement is known in Japan, begins with an
understanding of the org a n i z a t i o n ’s processes.  Employees

d i rectly involved in the
p rocesses are trained to
generate and are empow-
e red to implement ideas for
the improvement of their
p rocesses.  Continuous
i m p rovement results in
“lean” processes in which
all activities become value
a d d i n g .

Flexibility in the manufac-
turing system is import a n t

to ensure that the company makes the products customers
want.  Lean manufacturing relies on customers to “pull”
p roducts they want to purchase from the system rather
than the manufacturing company “pushing” products that
it hopes to sell.  While the concept seems simple, the
p rocess re q u i res a great deal of coordination and control in
o rder to minimize manufacturing times and to keep inven-
tories low.  “Mass customization,” where the customer is
able to select from a number of options and configurations,
re q u i res careful scheduling and sequencing of material
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deliveries and manufacturing.  For example, sophis-
ticated management systems are re q u i red to ensure
that the blue Chrysler Sebring the customer ord e re d
has the right sound system, seat options, engine,
wheels, tires, etc., and is still delivered in the short-
est possible time.

Eliminating waste in any business would seem to be
fundamental.  However, many processes produce and
even hide waste.  Lean manufacturing focuses on the
elimination of waste in a number of ways.  The fact
is, some processes produce waste in the form of
p roducts that must be scrapped or reworked.  The
“pull” system of manufacturing helps reduce the
inventories that often obscure this fact.  If you can’t
tell when and where the defects were produced, you
p robably cannot correct the underlying pro b l e m .
Lean manufacturing also relies on workers to help
eliminate the waste of non-value added activities in
the process and the waste associated with poor
“housekeeping” at workstations.

“ Z e ro defects” in a product is, in re a l i t y, un-attain-
able.  However, in lean manufacturing systems zero
defects is the goal to be strived for.  The concept
includes everything from engineers designing a pro d-
uct that can be simply manufactured to pro d u c t i o n

workers using statistical process control to detect and
c o rrect problems in the manufacturing pro c e s s .

The principles of lean manufacturing seem simple
enough.  Like many concepts, however, lean manu-
facturing is a simple idea that is very difficult to
e ffectively implement.  As the title of Steven Spear
and Kent Bowen’s September/October 1999 H a rv a rd
Business Review a rticle “Decoding the DNA of the
Toyota Production System” implies, there is much
m o re to the success of lean manufacturing than the
“adoption” of manufacturing principles.  The success
of the manufacturing system depends on the consis-
tent use of the scientific method – the Plan-Do-
Check-Act (PDCA) cycle articulated by Wa l t e r
S h e w a rt and advocated by Edwards Deming. 

A c c o rding to Spear and Bowen, several rules govern
the implementation of the lean manufacturing sys-
tem.  First, employees are disciplined enough to per-
f o rm their work in a consistent prescribed manner so
methods can be scientifically evaluated.  Second,
communication systems between workers are stan-
d a rdized and direct with no ambiguities.  Finally,
p roduction lines are simple and clearly specified with
no alterations allowed except in an “authorized” re -
design. 
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Getting Lean (continued from page 1)

(Right) MTM students and
staff visit the Ford Mustang
Plant in Dearborn, MI.

(Bottom right)
DaimlerChrysler staff gave
a great overview of their e-
business strategies. 

(Bottom left)
MTM students and Lean
Manufacturing Center staff
presentations.
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Road Trip to Motor City
Hadrian D’Souza and Leonel Preza Bonilla

We had our bags packed and we were filled with
excitement as the 1st MTM Best Practices Road
Trip kicked off from Grainger Hall January 24,
2001. The charter bus took our group of 22 students
and faculty from Madison to Chicago’s O’Hare air-
p o rt. Upon arrival in Detroit, after checking into the
hotel, everyone headed to bed for an early start on
T h u r s d a y.

After a quick breakfast, we headed for the Ford
Mustang Assembly Plant in Dearborn. Following an
initial video about the facility and its history we took
a detailed tour through the assembly line. Our next
stop was Ford ’s first tier seat supplier, Johnson
C o n t rols Inc., in Plymouth, Michigan. After touring
the plant, we were given a presentation of the re l a-
tionship and interaction between JCI and Ford ,
illustrating the workings of their supply chain.

The next day started at 5:30 a.m. We began with
b reakfast, then went to the DaimlerChrysler 

Sterling Heights Assembly Plant. After several brief
p resentations of their various information systems
we were given a tour of the facility. Our hosts then
spoke to us about their current e-business initiatives
and supplier relationships. 

Our next stop was to the Ford
Lean Resource Center to have
lunch and learn about their focus
on quality and lean manufacturing.
Later that afternoon we visited
F o rd ’s Benchmarking Center, giv-
ing us the opportunity to see how
they study and learn from their
c o m p e t i t o r s .

Our trip concluded with a delayed
flight back to Chicago and this
g roup of weary travelers arrived in
Madison after 1 a.m. We were tire d
but happy to have increased our knowledge of the
automotive industry. We also had a new-found
a p p reciation for the manufacturing process and a
d i ff e rent perspective on the intricacies of supplier
relationships and lean manufacturing principles. 

“Ford and DaimlerChrysler

are more similar than

different. How they adapt 

to supply chain systems

will determine the

winner.”

— MTM student 

“It was awesome to see

the largest industrial

complex in the world

— the complexity of it!”

—MTM student
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Jerry Oleston is the
Manufacturing Engineering
Manager at the General Motors
Truck Assembly Plant in
Janesville, WI.  He has overall
responsibility for planning, engi -

neering, and maintenance of all manufacturing equip -
ment and facilities at Janesville.  The Janesville
Assembly Plant, one of the largest in North America,
assembles Tahoe, Yukon, Suburban, Yukon XL, and
Medium Duty GM/IZUZU trucks.

Has General Motors adopted lean manufactur-
ing principles into its operations?
We have not only adopted lean manufacturing
principles, but have incorporated them into a very
comprehensive GM-Global Manufacturing
System (GMS).  With an organization that spans
several continents, numerous countries, and many
diverse cultures, it was imperative that we have a
common language and approach to lean manufac-
turing.  The priority is to be as common as possi-
ble with lean, flexible operations.  A great deal of
the knowledge and procedures in the policy came
from our joint venture with Toyota at NUMMI in
California.  We have had many years of experience
working with Toyota at NUMMI, but it wasn’t
until last year that GM’s GMS was established.  It
incorporates all the critical concepts, such as:
Standardized work, fixed position stop, team con-
cept, material flow systems, TPM, standardized
inspection process, Total Lead Time, and through
put analysis.  Each assembly plant is at various
stages of its implementation of GMS, yet each has
a plan and schedule for full implementation.

To the casual observer, it fundamentally is the
same assembly-line approach that Henry Ford
used to revolutionize mass production.  Car and
truck bodies are welded together, painted, and
trimmed out on a moving conveyor.  However,
today’s processes are much more sophisticated and
are driven by electronic information that is carried
by things such as wireless transponders attached to

the carriers.  Data fed to various assembly stations
determine the parts needed for each vehicle.  Bar
code readers identify whether they are the right
parts and in what order they must be assembled.
The company with the most flexibility wins in the
long term.  When it comes to changing model
lines, we now can do in days what it used to take
months.

How does lean manufacturing principles fit in
with GM’s business objectives?
Our business priorities at GM can be summed up
simply into four items: 1)  Produce innovative
products and services. 2)  Become a leader in E-
business.  3)  Grow our market share.  4)  Achieve
excellent business results. 

There is no doubt that lean manufacturing can
greatly assist in achieving all those goals.  In fact,
lean manufacturing is a requirement to General
Motors achieving its business goals. What lean
manufacturing primarily does is eliminate “waste.”
Eliminating waste means our products can be pro-
duced less expensively and provide more of a value
to our customers.  We always must remember that
we need to have great business processes, but our
customers don’t buy “lean manufacturing” or “fast
vehicle development.”  They buy quality cars and
trucks that are a good value and that they are
enthused about.  They also buy products and ser-
vices that meet their needs like GMAC,
ONSTAR, and Direct TV.  At the end of the day
in the auto business, it all comes down to product.
You have to earn your customers one sale at a
time.

Has the proliferation of models and options
available to the consumer affected the ability
of the process to be effective in the manufac-
turing of automobiles?
Yes, it certainly is a factor in how effective you can
be in applying all the principles of lean manufac-
turing.  The amount of proliferation is a matter of
balance between what is truly an important prefer-

Focus 
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ence to the customer versus what is the most effi-
cient and economical design.  This is an area
where we have made some improvements  but still
need to get better.  We presently have 115 differ-
ent models of vehicles in General Motors, and our
business plan reduces that number to 70 in three
years.  The goal is to eliminate the overlap
between our product lines and to provide much
more differentiation among brands.  However, we
are still designing specialty vehicles aimed to cap-
ture niche markets.  Coming out this year will be
the Chevrolet Avalanche which combines the best
attributes of a sport utility with a pickup truck.
Also, the Buick Rendezvous, and OPEL speedster
will be out this year and fit that scenario.  

Probably the best example that I have seen recent-
ly in the vehicles that we build at Janesville was in
our new redesigned “2000 Model” Tahoes and
Suburbans. The new models were more appealing,
more functional, and had a great deal more differ-
entiation between Chevrolet and GMC brands.
Yet, we had approximately 20 percent fewer parts
than the previous year.    Now that is a success
story!

Another challenge that comes along with numer-
ous models and options is the increased possibility
of wrong part selection during assembly.  We have
implemented about 70 error proofing part pick
stations here at Janesville on some of our critical
operations.  They amount to a signal device which
indicates which is the proper part to install and a
light fence which must be broken in order to
assure that part has been installed.  If it is not bro-
ken within the proper cycle, the conveyor line
stops until the problem is corrected.

Any other thoughts about lean manufacturing?
One of the most important principles of lean man-
ufacturing is continuous improvement.  This is
not a “Program of the Month” that you imple-
ment, and then all of your problems are gone.  It’s
all about, “How can I be better tomorrow than I
am today?”

When Albert Einstein was teaching at Princeton,
he gave a final exam to a class of grad students.
After reading over the exam, one of the students
raised his hand and looking rather confused said,
“Professor Einstein, these are the same questions
you gave us last year.”  Einstein smiled and said,
“Yes, but the answers are different.”  What I
assume he meant, was that intellectual discovery is
not a static exercise.  It requires a constant infu-
sion of imagination to recognize that different
answers sometimes provide better solutions to the
same old questions.

Some of our answers go beyond our cars and
trucks.  Today we are also driving innovation into
our automotive products and services like e-GM,
Covisint, and ONSTAR.  In fact, ONSTAR is a
great example.  It does all of the services that we
are familiar with today like; satellite communica-
tions, auto call for help when the air bag is
deployed, GPS technology, and remote unlocking
of the doors if the keys are locked inside.  But the
really great things are the new ideas that keep
popping up.  Things like voice controlled-no
handset cellular phone service and satellite digital
radio tailored to your individual desires.  Three
years ago, ONSTAR was first installed in a vehicle
and this year it will reach the million subscriber
mark.  I can tell you when we started ONSTAR,
we weren’t thinking much about personal calling
or satellite digital radio.  “The questions are the
same, but the answers are different.”
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In 1983 I received a B.S. in Accounting from Penn
State. After graduation I worked for several years
in managerial accounting, first with a small private
electrical contractor and then with a tool-and-die
shop, which was a small part of a huge corpora-
tion.  My experience in the tool-and-die shop,
where I worked closely with the industrial engi-
neers and the production workers and supervisors,
really heightened my interest in the manufactur-
ing side of the business.  When I returned to
school at the University of Pittsburgh to work
toward an MBA degree, I decided from the start
that I would focus my studies around learning
more about manufacturing and operations.  After
receiving my MBA, I went directly into the PhD
program in operations management in the
Krannert Graduate School of Management at
Purdue University.  I taught from 1993-1998 at
Georgia Southern University, and joined the
School of Business here at UW for fall semester
1998.

Courses taught
For most of my time here at UW, I have been
teaching the undergraduate core course in opera-
tions management.  It is a special challenge to
teach this course well, for a couple of reasons.
First, it is taught in a large lecture format. This
makes it difficult to achieve a reasonable level of
student participation, and it takes some real effort
to make the course interactive.  I have tried to do
this through the use of outside readings for in-
class discussion and by doing some different non-
lecture activities in the weekly discussion sessions,
which are smaller group sessions that are run by
teaching assistants.  Second, because few of the
students are operations majors, many of them do
not have a natural interest in the course material
up front, so it’s my job to get them interested.  I
have really enjoyed the challenge of making this a
better course and, while I feel like I have made
some progress, there is still a lot of room for
improvement.   

This semester, I have had the opportunity to teach
the MBA core course in operations management.
This has been a nice change of pace from the
large lecture format, as there are only about 35
students per class.  The class size, along with the
extensive work experience and the varied back-
grounds of the MBA students, allows the course to
take on much more of a discussion, rather than a
lecture, orientation.  This has allowed me to make
much greater use of readings, homework prob-
lems, and cases.  It has been a lot of fun teaching
the students in this course.

Research Interests
One stream of research in which I have been
involved has focused on the area of equipment
replacement and capacity expansion decisions in a
manufacturing environment.  This work has most-
ly been geared toward looking at the replacement
of aging production equipment under a variety of
circumstances.  We have looked at issues such as
learning effects and the timing of capacity expan-
sion decisions under conditions of increasing
demand. 

I have also done some work on the issue of coordi-
nated decision-making in a supply chain setting.
For example, we look at the benefits of a manufac-
turer and a retailer sharing cost and demand infor-
mation in order to jointly arrive at better
order/production quantity decisions.  It is clear
that joint decision-making, if it can be accom-
plished, will lead to better system-wide perfor-
mance and increased system-wide profits.  Of
course, this raises a number of other questions,
such as: How is the information-sharing accom-
plished in a fair manner? What are the additional
costs associated with achieving a joint decision?
How will the increased system-wide profits be
shared between the two parties?

Finally, there are a couple of other areas that I am
greatly interested in, but for which I have not yet
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done any research beyond some background read-
ing.  First, I am very curious about the account-
ing/manufacturing interface.  In particular, how
are capital investment decisions made, and how
are product costs tracked?  These are both critical
areas of decision-making in the operations area,
and a lot of work has been done, but there are
still many questions unanswered.  Second, I am
interested in multi-party decision-making and
modeling techniques based on game theory and
principal-agent theory.  I believe that there are a
lot of decision problems in operations that take
on an entirely new dimension when viewed as
multi-party decisions, and that multi-party models
are much more realistic for many decisions.

What skills do you see as most needed by col-
lege graduates in order to be successful in
business?

I feel like the most basic requirement for real suc-
cess in the business world is to have good people
skills.  I am a firm believer that good managers

should be good people first.  We have all run into
managers or colleagues over the years who lacked
basic skills for dealing with the people around
them in an acceptable manner and, although some
of them may have been successful in a narrow
sense (e.g., increasing profits or reducing costs),
in the broader sense I do not really see them as
successful managers. Successful managers create
an environment in which those around them can
be happy and successful.  

One other area that I feel pretty strongly about is
analytical skills.  I have seen too many students
and managers over the years who, because they
are uncertain about their analytical abilities or
because they just do not like number-crunching,
refuse to commit to developing this area of their
skills set and are willing to rely on others to do
the analysis for them.  It seems to me that every-
one needs at least a minimal level of skill and con-
fidence in this area, and managers who rely too
heavily on others to provide the numbers for
decision-making are taking a real risk.

Board Member Update

We would like to take this time to thank two members of the Board who concluded their terms
last fall. First, we extend our thanks to Jeff DeMonaco of Motorola as his job responsibilities take
him out of the field of manufacturing and technology management. Jeff had served on the Board
from 1998.  Also, we say good-by and thank you to Bill Sterman of Eaton Corp. and Newton
Technologies, who had served on the Board since 1996. We wish both of them well in their new
endeavors.

We would also like to welcome two new members, Jay Peterson and Joe Bulat.  Jay Peterson is
Senior Manager from Deloitte & Touche of Minneapolis. On board from Arbor Hills, MI, is Joe
Bulat, Manager – Material Control Systems at DaimlerChrysler.  We know their experience and
expertise will be of great benefit to the students and to the MTM program.
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Brian Larson: RAYOVAC  

Last summer I worked  as a project
manager for Rayovac Corporation,
at their manufacturing plant in
Fennimore, Wisconsin.  Rayovac
produces batteries and flashlights,
and utilizes the low price strategy
in the marketplace.  The

Fennimore plant manufactures all of Rayovac’s alka-
line batteries, and operates 24 hours per day, seven
days per week.

My project entailed the implementation of new bat-
tery testing equipment, including a microscope with
imaging equipment and software, a saw and two
grinders for cutting and polishing, and a real-time
X-ray machine.  A former MTM student, Vikram
Gore, started the project last summer, ordering the
equipment to aid in improving quality control at the
plant.  

I arrived at Rayovac to find all of the equipment still
packaged, and the two rooms that had been set aside
for the new laboratory were unfurnished.  My job
was to unpack, layout and install all of the equipment
in consultation with engineering. Once installation
was completed, I had to learn how to use each piece
of equipment, set up standard operating procedures,
and train the engineers and quality employees.  I
automated the process, wrote instructions on using
each new apparatus, and provided training for the
employees, including extensive training for two indi-
viduals in the engineering and quality departments,
whom I taught to write programs and train others.

I enjoyed working at Rayovac and the experience
taught me about project management, an important
role in a manufacturing facility.  I learned about
coordinating efforts not within my direct control,
and dealing with unanticipated problems (also
beyond my realm of control).  This project incorpo-
rated layout planning, equipment installation and
implementation, and training, which compromised a
good, well-rounded experience for me

Jingfang Guan: 

AUTOMOTIVE 
DIRECTIONS

During this past summer, I was
given a unique opportunity to
work in Automotive Directions, a
business consulting and marketing

research firm in Madison specializing in customer
relationship management (CRM) for automotive
retailers. The company provides CRM software, pri-
mary and secondary market studies, statistical sales
reports, and targeted consumer mailing lists to deal-
erships located throughout the United States.

I started my internship by first working in the
Customer Support Team. My primary responsibili-
ties included contacting clients to acquire necessary
business and software information, customizing soft-
ware for new clients, and doing maintenance and
troubleshooting for existing clients on a daily basis.
With the help of other software engineers, I quickly
grasped technical skills and enhanced my communi-
cation skills. By analyzing software customization
procedures and customer feedback, I found out that
efficiently managing product customization guided
by project management methodologies could help
reduce operation costs and customization period, and
it would help alleviate cash flow problem at the end.
This suggestion later became a deliberate project
plan after further discussion in management team.
By the end of August, average customization time for
a client with two or three stores has reduced from six
months to  two. One thing I am always fond of about
small business is that you can get problems solved
very quickly. Creative idea and suggestions can be
passed around in a day and will be implemented if
management sees feasibility there. 

I was given the opportunity to get involved in the
analysis, design and development of web based E-
commerce applications, which are considered to be
the future business direction of the company. The E-
commerce project is designed to help our clients
share real time information with their customers.
Vehicle customers can shop online, view special ser-
vice information, and check the status of their car
service in the body shop or service center.  As a part
of the team, I help establish methodologies, design
application structure, and develop application mod-
ule. 

Internship Summaries
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This internship brought great experience, joy and
memories to my life. Not only did I learn a lot of
inside information and gained deep knowledge about
business and car retailer industry, I also learned how
to efficiently solve conflicts and create new idea in a
diversified working environment. By working with
such a small company, I learned how to carefully
examine all aspects of a business, evaluate them, and
then improve them. By far, the most satisfying and
awesome experience was seeing such clear positive
results from incorporating my own ideas into the
business. 

Nathan Blair: 
SANDIA NATIONAL 
LABORATORY

I worked as a summer intern at
Sandia National Laboratory in
Albuquerque New Mexico.  Sandia

National Laboratory employs roughly 6000 people
and there are roughly 24 researchers in our division
with many more support staff. This internship built
on the work I had done before returning for a busi-
ness degree last semester. I was working in the
Concentrating Solar Power division primarily with
Scott Jones

This internship developed due to a need at Sandia
for engineering system simulation expertise.  In par-
ticular, they were interested in conducting research

with a computer program entitled TRNSYS
(TraNsient SYstem Simulation) that was developed
at the University of Wisconsin-Madison Solar
Energy Lab.  I was the coordinator for the TRNSYS
project for three years and have extensive experience
with many aspects of the use of this tool. However, I
had little or no experience with large-scale power
systems, which were the focus of this project. 

The tasks conducted during this internship (and sev-
eral which were begun during a program assistance-
ship in the UW Solar Lab last semester) primarily
involved adding and improving features in the
TRNSYS package so that concentrating solar power
projects could be accurately simulated by the soft-
ware.  Extensive previous research was done to gen-
erate a library of “components” related to concen-
trating solar power systems.  I updated and
improved the models to be used with the latest ver-
sion of TRNSYS (version 15) and the front-end to
TRNSYS, IISiBat.  Due to the fact that the latest
version has only been available for three months,
this updating task involved many communications
with the IISIBat and TRNSYS developers with
whom I have a good working relationship.
Additional tasks included adding additional complex-
ity to existing models so that the simulation results
more accurately matched the measured data taken at
existing solar power plants in the Mohave Desert in
California. Finally, we began work on a modeling
project to determine the effects of adding energy
storage to the existing and planned power plants. 

New MTM  Students - Fall 2000
Ernest Nicolas
Ernest has his BS degree in
Manufacturing Systems
Engineering from Kettering
University in Flint, Michigan.
Prior to joining the MTM
program, Ernest worked in
manufacturing systems with

General Motors. He is also completing an addi-
tional degree in Manufacturing Systems
Engineering at UW-Madison, College of
Engineering.

Marni Sauer
Marni is currently working at
Promega in Madison and has
been a special student at the
UW-Madison prior to
enrolling in the MTM pro-
gram.  Her undergraduate
degree is from Purdue

University where she majored in Neurobiology
and Physiology.
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Brook Nienhaus joined
TRW in Detroit, Michigan in
its Management Associate
Program and will be moving
into a Materials
Scheduler/Planner position.

Michael Johnstone, 1999

Program Manager
Office of Project Management
Rayovac Corporation
Madison, Wisconsin

I work for Rayovac
Corporation, the
fastest growing bat-

tery manufacturer in the United States. I work in the
Office of Project Management, a unit responsible for
helping to develop, and subsequently lead the imple-
mentation of, the company’s key strategic initiatives.
These initiatives include product development, man-
ufacturing innovation, cost reduction, quality
improvement, and technological excellence, among
others. The Office of Project Management is a new
and expanding unit within Rayovac Corporation cre-
ated to improve the results of the organization
through the application of a systematic, disciplined
project management methodology directly linked to
the strategic planning process.  It was born of the
realization that a disciplined, systematic approach to
project management is a key source of competitive
advantage.

My activities involve strategic initiatives related to
alkaline battery production and sales. One of my
current responsibilities includes oversight of the
implementation of a new alkaline battery production
line. This task requires coordination of the manufac-
ture, installation, quality control testing, and produc-
tion “ramp-up” of the new production line. One of
my other responsibilities is to conduct strategic

analyses on potential product improvements to exist-
ing battery designs and product lines. For example, I
recently conducted an analysis on a performance
improvement for one of the company’s existing prod-
ucts, including technological, cost, and market impli-
cations of the improvement.  In executing these
responsibilities I lead project teams made up of indi-
viduals from all disciplines of the organization to
ensure that the proper resources are available at the
right time to deliver the intended results efficiently.
Finally, I am involved in further expanding the
Office of Project Management, including developing
appropriate methodologies, expanding those
methodologies throughout the company, and project
manager recruitment.

The University of Wisconsin-Madison
Manufacturing and Technology Management
(MTM) Program contributed significantly to my
ability to add value to Rayovac Corporation in my
role as Program Manager. Most importantly, the
MTM Program enabled me to leverage my technical
undergraduate degree in Physics and my practical
management experience in the United States Navy
by studying state-of-the-art engineering and man-
agement theories/practice. In addition, the MTM
Program encouraged networking between students
and key business leaders. My current role with
Rayovac Corporation grew out of an after-gradua-
tion consulting opportunity that was the result of
MTM Program networking that sought to capitalize
on areas of student/business-leader mutual interest
and expertise. I am confident that the skills that I
learned during my tenure in the MTM Program will
continue to provide value to Rayovac Corporation as
my responsibilities grow within the company, and
will serve me well into the future as I strive to
advance my career.

MTM Alumni - Where Are They Now?

MTM Graduates December 2000
Wenhui Du joined Philips
Broadcast in Syracuse, NY in
the position of Supply Chain
Management Development
Trainee.
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Tom Arenberg
Partner
Accenture

Judith L. Benham
Technical Director
3M Packaging Systems Laboratory

Gene Berg
Executive Vice President
Chief Operating Officer
Bergstrom Inc.

Ken Biller
Executive Vice President of Operations
Rayovac Corporation

Greg Brown
President
Suntec Industries, Inc.

Joe Bulat
Manager – Material Control Systems
DaimlerChrysler

Robert Bullis
Vice President of Operations
Badger Meter Inc.

Merle Clewett
Group President
Ingersoll International Inc.

Tom Evans
Vice President of Manufacturing
Promega

Carl E. Gulbrandsen
Director of Patents & Licensing
Wisconsin Alumni Research Foundation

Jorge Hidalgo
General Manager of Pilgrim Road, Power Train Operations
Harley-Davidson, Inc.

Philip Jones
Hanson Professor of Manufacturing Productivity
Henry B. Tippie College of Business 
University of Iowa

John LaBella
Director, Supply Chain Methods and Applications
Kraft Foods

Ron Mengel
Vice President of Engineering
Johnson & Johnson/McNeil Consumer Products

Brian Mitchard
Director of Operations
Medical Systems Division
Datex-Ohmeda (ADDBU)

Jerry Oleston
Director of Engineering
General Motors

Jay Petersen
Senior Manager
Deloitte & Touche LLP

Kathy Scherbarth
Plant Manager
Strattec Security Corporation

Don Shultz
Director of Corporate Manufacturing
Marshall Erdman & Associates

Jim Timmins
President
Breakthrough Management Co. LLC

Greg Van Grinsven
Manager, Region I, Mfg. Services,
Worldwide Agriculture Equipment Division
Deere & Co.

Industrial Advisory Board
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Mark Finster
Associate Professor of Business
Operations and Information Management
UW-Madison
School of Business
4250 Grainger Hall
Madison, Wisconsin 53706
608/262-1998
mfinster@bus.wisc.edu

Anne Miner
Ford Motor Company Distinguished
Chair in Management and Human
Resources
UW-Madison
School of Business
5274 Grainger Hall
Madison, Wisconsin 53706
608/263-4143
aminer@bus.wisc.edu

Rajan Suri
Professor of Industrial Engineering
UW-Madison
College of Engineering
253 Mechanical Engineering Building
Madison, Wisconsin 53706
608/262-0921
suri@engr.wisc.edu

Raj Veeramani
Associate Professor of Industrial
Engineering
UW-Madison
College of Engineering
266D Mechanical Engineering Building
Madison, Wisconsin 53706
608/262-0861
raj@ie.engr.wisc.edu 

Urban Wemmerlöv
Professor of Business
Kress Family Wisconsin Distinguished
Professor
Director, Erdman Center
Operations and Information Management
UW-Madison
School of Business
4284 Grainger Hall
Madison, Wisconsin 53706
608/262-0305
uwemmerlov@bus.wisc.edu
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