
Kungliga Tekniska 
Högskolan  

 
Industriell teknik 
och management 

 
Industriell 
produktion 

 
SE-100 44 

STOCKHOLM 

 

 

  

Increasing efficiency of sport’s event 

companies by implementing lean 

management & lean thinking across the 

processes defined by the SCOR model: 

OC Sport, a case of Sport Event Business Company.  

 

 

Author: Arthur Hubert 

Academic/Company: Company 

Company name: OC Sport 

Tutor name: Jerzy Mikler 

Thesis ID number: 2014:XXX 

Stockholm, September 2014 



 
 

 
HUBERT Arthur    

 

  

      



 
 

 
HUBERT Arthur    

Abstract 
 

Lean is known as a philosophy, which aims at reducing waste across a whole production line. 

This concept was originally introduced by Toyota in its automotive production lines. Over 

time, this idea has grown and has been implemented in all kinds of industrial companies and 

businesses. Its main objective is to optimise the production line in reducing and eliminating 

all kinds of wastes 

The SCOR model - Supply Chain Operation Reference model – has been created by the 

Supply Chain Council. First developed by two consulting firms in Boston, this model 

addressed the need for formalizing and standardizing the supply chain. The SCOR model was 

developed by the Supply Chain Council, to describe “the business activities associated with 

all phases of satisfying a customer’s demand”.  

Throughout my experience in the sports event business at OC Sport, my aim was to adapt 

the manufacturing knowledge I studied at KTH to this specific area. I had the opportunity to 

study how the different tools, methods and models linked to SCOR model and to the Lean 

could be suitable for OC Sport and the event I was working on: the Extreme Sailing SeriesTM. I 

choose this perspective because I wanted to analyse how a more ‘modern’ industry such as 

Sports Event can learn from the Manufacturing and Production industry about how to 

manage their company. The focus will be on the processes. Aim is to increase their efficiency 

through improvements, like the implementation of lean management. 

As a first step, this paper will give a general overview of the SCOR Model and of the concept 

of the Lean (lean management, lean thinking). After that, the paper will describe and adapt 

the process of an ESS event by the help of the SCOR model. It aims at being able to 

standardize the processes, and defined them in a structural way. The last part will try to 

explain how the lean management and the lean thinking tools implemented can bring 

improvements to the delivery process of the Extreme Sailing SeriesTM. 
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1. Introduction: 

1.1 Presentation of the company and economic context 
OC Sport Ltd is a UK-based holding company which owns the following six trading 

companies: OC Sport UK Ltd, OC Sport Suisse Sarl, OC Sport France SAS 1 ESS SA and its UK 

branch (OC Sport UK Branch), OC Sport Asia Pte Ltd and OC VOR Ltd.  

OC Sport is a global sports marketing and event company specializing in professional sailing 

and outdoor events. The range of outdoor events that OC Sport is focusing on is wide, 

ranging from running, cycling and winter sports, to more extreme sports including adventure 

racing and trail running. The company can be found in every outdoor area: oceans, lakes, 

mountains, deserts and city centers. Operating from bases in Switzerland, France, the UK 

and Singapore, OC Sport is an award-winning and leading event management company and 

rights holder, it manages competitive teams and athletes and provides consultancy to global 

brands, host venues and other event organizers. 

 

1.2 The different project 

1.2.1 Cycling: Haute Route 

Haute Route is the world’s highest and toughest cyclosportives competition. Created by OC 

Sport four years ago, Haute route Alps, Haute route Pyrenees and Haute route dolomites 

offer amateur riders two of the highest and toughest cyclosportives in the world.  

1.2.2 Running: Geneva Marathon for UNICEF, French Riviera Marathon 

The Geneva Marathon, established in 2005, was awarded the “best sport event of 2011”.  

This event last for 3 days, with a lot of extra races as half marathon, women’s race… 

1.2.3 Sailing Training: Artemis Offshore Academy 

The Artemis Offshore Academy is a UK training program of excellence for British 

shorthanded sailors, providing a structure to bring talented sailors to the fore.  

1.2.4 Project managing: Dongfeng Race team 

OC sport has been chosen to run all aspects of the Dongfeng Race Team campaign in the 

Volvo Ocean Race. It’s the first time that the company, maybe the most respected company 

in sailing sport event business, will be part of the Volvo Ocean Race. This is the proof of the 

professionalism and the grownth of OC Sport. 
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1.2.5 Sailing: Extreme Sailing Series; Route des princes; North Pole race… 

Extreme Sailing SeriesTM was the project I was mainly working on. As described above, the 

Extreme Sailing SeriesTM is the main media and public window of OC Sport. Most of the time, 

people know OC Sport thanks to the Extreme Sailing SeriesTM. Running from 2007 – 

previously named the Ishares cup – the Extreme Sailing SeriesTM is the oldest project still 

going on and it keeps expanding, growing and improving every year. Sailing teams compete 

in a series of races in state of the art 40 foot multihulls on very demanding course. Each of 

the eight acts, hosted in international and iconic venues, consists of four days of 

competition. Incomes come from sponsorship fees, management fees, host venues fees, 

hospitality revenues, race entry fees, class income. In 2014, the Extreme Sailing Series Acts 

are Singapore, Muscat (Oman), Qingdao (China), St Petersburg (Russia), Cardiff (Wales), 

Istanbul (Turkey), Nice (France) and Sydney (Australia).  

 

1.3 Purpose of the paper 
This first chapter will describe the company I was working for. This is necessary in order to 

understand well the topic and the particularities linked to my master thesis. The research 

will then go ahead over the scientific objective of this paper in a non-engineering 

company.Thereafter, the scope of the thesis is defined and some questions are stated in 

order to see the scientific objective and aim of the study. Last, the description of the 

methodology of this research is specified as well as the study's structure. 

1.3.1 Scope of the research 

It is well known that the manufacturing industries have improved a lot over the last 30 years. 

The main objective is always to improve their productivity. A lot has been done, specified, 

clarified about the introduction of lean management. It can now be taught as it was the case 

during my 2 year master program. All the manufacturing industries and industries related to 

this sector have learned from the introduction of lean.  

First introduced in Japan in the production industry, the Lean can be described thanks to 

principles coming from the manufacturing industry. This revolutionary management 

approach was then implemented in almost all the companies in the manufacturing sector 

which resulted in a substantial improvement. It has often been seen as the first solution to 

reorganize a company in difficulty, but it was also a way to continually improve quality at all 

stages along the value chain. 

Nowadays, the industry of sports event experiences a quick and steadily growth. This sector 

– completely different from the manufacturing one – is growing very fast at the moment. 

Indeed, a lot of companies are growing internationally and more and more sport events are 

scheduled during the course of a year. OC Sport is the perfect example of this expansion: in 

less than 10 years, they have grown from managing one European event to around ten 

international projects. 
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As it was the case for the manufacturing industry a few decades ago, it has been hard for 

companies to structure their management, their defined processes in order to adapt them to 

the rapid expansion that their activities demanded. That’s why I decided to focus this thesis 

on how the recent evolutions that the manufacturing field has followed can serve as 

inspiration for the sports event companies. This master thesis was motivated by the idea to 

extend the lean concept to sports event business. Working for OC Sport pointed out that 

only really few attempts had been undertaken to transfer lean management to sports event 

business management. 

The scientific objective of the study is firstly to define the processes set up at OC Sport in 

order to be able to implement lean in these processes. Using a specified method like the 

Supply Chain Operations Reference model will allow to analyse the process in a scientific 

way, based on the 3 pillars which are: Process modelling, Performance measurements and 

best practices. This should be the starting point to be able to embark on the journey to 

implement the lean management approach in the sport event business management 

processes. 

1.3.2 Scientific objective and aim of the paper 

This study is firstly based on a theoretical knowledge about the Lean which explains all the 

different parts of this concept. This theoretical part will also use the Supply Chain reference 

model. The aim of this paper is to underline how those two theoretical concepts can be 

linked and how they relate to each other. For both of them, the paper will first focus on their 

theoretical foundations. The paper will then emphasise of the wide range that is covered by 

the lean and SCOR model. This study presents a review of the abundant theoretical literature 

in order to help to explain the present status regarding the theory about the Lean and the 

SCOR model. This literature review will help us to build a theoretical background to analyse 

the case studied. 

In order to understand better the specificities of this paper regarding the topic, some 

questions are draught and defined. They will allow us to adapt this theoretical framework to 

the company area and its particularities and to take into account its constraints 

What can manufacturing bring to the sport event business and to what extent can the sport 

event business be inspired from the manufacturing and production industry?  

As stated previously in this paper, I focus mainly on this question as I have a lot of interest in 

the sport event industry even if I am studying engineering. This is the reason I have decided 

to join OC sport which is specialized in sport event organization and one of the more well-

known sport event companies over the world. Even if some companies are operating in very 

different areas, we can find similarities in the way they are running their processes. At least, 

we can find similarities in their operational processes. The manufacturing industry seems to 

be really well structured, as it has been one of the main focuses over the last 30 decades. 

Therefore, it can be an example and a source of inspiration for many different areas which 
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recently developed and operate in the service sector. That is the main purpose of this paper: 

showing how a sports event company can improve its processes thanks to industrial 

operational concepts. 

What are the challenges of using lean management in the sport event processes? 

This question underlines the difficulty of linking the production industry to a sport event 

business. The most difficult task is not to implement the Lean Management but to define it. 

It is crucial to precise and clarify the concept in order to be able afterwards to create 

standards for the implementation of this concept in the ‘conventional’ processes. As the 

Lean Management can be found in all processes, this preliminary stage is central. It shows 

well the difficulties that may be faced and overpassed in order to improve lean management 

in that area. 

How can it be implemented in an efficient way? 

This question implies an analysis and a detailed study of the method of the SCOR model. We 

need to well analyse all the processes involved all along the entire value chain before 

implementing it. I thereby focused on the way they worked, their input and output, as well 

as analysed and standardized their best practices. In order to be successful, it is crucial to 

structure the introduction and the implementation of the Lean tools. Moreover, the success 

of the implementation requires a long term focus and a continuous improvement process in 

order to avoid failures or misunderstanding. The method of the SCOR model can then be 

used to implement the Lean in a structured and long-lasting. This model will be useful to 

define the different processes in place at OC Sport and more broadly in the sports event 

industry. 

What are the different steps to implement the Lean Management and the Lean Thinking in 

the sport event business processes? 

This question shows the need for structuring this research and the implementation 

methodology. The research relies on the theoretical background of the Lean Management 

and the SCOR model in order to implement the lean management. This question also 

underlines the importance of defining the timing and the different steps. Finally, all the 

questions are closely interrelated, as the analysis of the SCOR processes is finally a step in 

the implementation of the Lean. The final aim is to be able to see how to use lean in these 

processes. 

This is why this paper is not just about studying the principle of lean management, lean 

thinking and the SCOR method. The final aim of the research and study at OC sport was 

answering these questions. However, both parts were really interesting to focus on, and that 

the way the research has been led, as the first part is the base that allows the paper to be 

able to try to give some answers to the question describe above. 
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1.3.3 Structure of the research, methodology 

The first step is to choose the appropriate methodology. For that, it is crucial to find a 

methodology that meets the objectives described above  

This paper deals with a general topic linked to the manufacturing industry, the Lean 

Management and the SCOR model. One of the main objective is to make a link between 

those concepts and the sport event business. More specifically, the aim is to conduct this 

research within the scope of a specific company - OC Sport. The general structure of OC 

Sport needs to be analysed and especially all its peculiarities. Indeed, this paper does not 

aim at being used in other kinds of industries/services as it main focus is the sports event 

business and OC Sport. 

1.3.4 Definition of the paper 

In order to define the paper, a method is to focus on the dominant data, the purpose of the 

paper and/or the sort of analysis that will be led. Therefore, is the data qualitative or 

quantitative, is the aim applied or basic and is the type of analysis descriptive or analytical.  

The research conducted in this paper can be characterized as a qualitative study. Indeed, the 

paper is a case study and then does not aim at describing discrete numerical or quantifiable 

data. As my field of research is relatively experimental, there isn’t any available data to carry 

this study. Some data will be used but they cannot be generalised and it is also tricky to use 

numerical or quantifiable data while dealing with processes, the Lean Management and the 

Lean Thinking. Then the research is based on qualitative resources such as the analysis and 

interpretation of some specific processes and of the value chain. 

The paper will try to formulate hypothesis. As the topic is related to general organization, it 

can be defined as a basic research. The paper was fully based on the interest of the subject, 

characteristic of a basic research. Rather than inventing, building, creating something, the 

goal of this paper is more to try to acquire and expand knowledge driven by curiosity. It aims 

at pointing an opportunity of expanding knowledge in a particular kind of industry. 

More than explaining things, defined why and how, the paper will describe (processes, way 

of acting, analyzed) as well as classified in that area of study, resources or variables can’t be 

controlled or monitored. They are kind of frozen. 

Last but not least, this work is built as an academic project and is part of a master degree in 

Engineering production and management. Moreover, this work, realized at OC Sport, is also 

based on the support of the company. It aims at improving and bringing knowledge.  
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2 Theoretical Background of the SCOR Model 
The SCOR Model, which is widely implemented in all types of industries, has been set up and 

used as the main reference tool in order to establish lean management and to adapt lean 

concepts to the sport events industry. This chapter provides a detailed description of the 

SCOR Model theoretical background. 

2.1 Introduction to the SCOR Model 
The SCOR model has been developed by two consulting firms based in Boston. In 1996, 

Pittiglio Rabin Todd & McGrath stressed out the fact that it was necessary to develop a tool 

able to describe supply chains and define all of the different processes composing supply 

chains. The goal of the two consulting firms was to develop a standardised enough tools so 

that it could be applied to any supply chains and then that it could enable to model and 

describe really easy supply chains as well as very complex ones by always using the same 

standards and set of definitions. 

The SCOR is the product of the Supply Chain Council (SCC). The supply chain council is “an 

independent, not for profit, global corporation with membership open to all companies and 

organizations interested in applying and advancing the state of the art in supply chain 

management systems and practices.” (SCOR overview version 9.0) 

It is important to point out that this model has also been developed to be applicable to a 

huge range of industries and that is one of the main reasons why the SCOR Model has been 

picked out and used for this project.  
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Figure 1 : SCOR, a business process reference model 
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According to Supply Chain Council, the SCOR Model can be defined as a management tool 

enabling: ‘To describe the business activities associated with all phases of satisfying a 

customer’s demand’ (SCOR Model Version 5.0, Supply Chain Council Inc., 2001). 

It aims to help companies model, analyse and improve all processes of their supply chain(s). 

Indeed, the SCOR Model enables to highlight and solve processes issues, to clarify processes 

links and dependences (inputs and outputs) and to measure and control the performance 

(using the KPI). This unique model also enables to integrate business reengineering, 

benchmarking and best practices analysis in a functional framework. Finally, since it aims to 

define each process via a function, it focuses more on the actions (tasks) than on the actors 

(workers). 

The 9.0 version of the SCOR overview describes the SCOR Model as: ‘a unique framework 

that links business process, metrics, best practices and technology features into a unified 

structure to support communication among supply chain partners and to improve the 

effectiveness of supply chain management and related supply chain improvement activities’ 

(SCOR overview version 9.0). 

This version 9.0 of the SCOR Model takes account of people (workers) by defining trainings 

and skills required in order to improve processes and then to reach the best practices. 

Indeed, this version of the SCOR Model has become a powerful tool as it allows to split any 

complex management processes into standard ones so that they can be described into more 

details, transmitted (communication), edited and re-edited for a particular purpose 

(improvement), measured, run and monitored (effectiveness). 

As shown previously, several versions of the SCOR model are available. All the work done 

through this project has been done using the 5.0 version of the SCOR Model (version 

provided by my supervisor). 

This version develops the return processes which is a concept introduced in the 4.0 version. 

This version has marked the beginning of a huge restructuration of the metrics (planned to 

be continued in version 6.0) and has implemented the e-business best practices. The more 

recent one is the 11.0 (Refer to Appendix 1). 

2.2 Scope of the SCOR model: 
As described in the SCOR model 5.0 definition, it straddles “all customer interactions (Order 

entry through paid invoice), all physical material transactions (supplier’s supplier to 

customer’s customer, including equipment, supplies, spare parts, bulk product, software, 

etc.) and all market interactions (from the understanding of aggregate demand to the 

fulfilment of each order).  “ 

The SCOR model is based on 5 management processes. These five distinct primary processes 

are: Plan, Source, Make, Deliver and Return. The last one has been added in version 5.0 of 
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the SCOR Model. The above definition can then be completed by adding: “the post-delivery 

customer support” to define the Return process. 

 

Figure 2 : SCOR, an organization organized around five major management processes 

These five processes are the key processes of the supply chain and then are defined at the 

first level of the SCOR model as shown below. The Supply Chain Council points out that the 

SCOR Model differs from a classic model in terms of decomposition. Indeed, instead of 

having 4 different levels, (Process Type, Process Category, Process Element and Process 

Activities), the SCOR Model contains three levels of details: 

- The top level 

- The configuration level 

- The process element level 

Figure 3 : SCOR Levels 
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2.2.1 Level 1: 

The first level is the most general one and aims to define the type of each process. As it is 

the basis of the SCOR Model, the top level enables to set the ambitions and the supports of 

the supply chain as well as to define the objectives and the strategy. 

SCOR has 5 « level 1 » processes: Plan, Source, Make, Deliver and Return. Different 

definitions of these processes have been released by the SCC. Here are short and concrete 

explanations for each process, from SCOR Overview, version 9.0. 

“Plan: - balance aggregate demand and supply to develop a course of action which bets 
meets sourcing, production and delivery requirements 

Source: - procure good and service to meet planned or actual demand 

Make: - Transform product or service to a finished state to meet planned or actual demand 

Deliver: - Provide finished goods and services to meet planned or actual demand (including 
order management, transportation management, and distribution management) 

Return: - associated with returning or receiving returned products. It extends into post-
delivery customer support.” 

 

2.2.2 Level 2: 

At level 2, the processes are described regarding their type. At this level, companies set up 

their own supply chain by defining their activities, which will then affect their operations 

strategy. The following figures describe the 31 different existing process types. It is worth 

saying that from 17 types, in the 2001 version of SCOR Model, the Supply Chain Council has 

come up with 31 process categories in the last SCOR review. 

Depending upon the customers’ order, each process is classified amongst the following 3 

different process types: Planning, Execution and Enable. Therefore, there are different types 

of supply chain. 

 

Figure 4 : SCOR Process types 
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When each process of the supply chain has been identified and classified amongst one of the 

3 different process types, the SCOR Model enables to associate each process to one of the 5 

Level 1 processes as shown below. Make to stock, make to order, engineer to order. 

 

Figure 5 : SCOR Configuration toolkit 

 

As shown above, the Level 2 of the SCOR Model enables to build up a relationship tables 

between all the processes of the supply chain regarding their goal (Level 1) and their type 

(Level 2). This table is also known as the SCOR configuration tool kit. 

2.2.3 Level 3: 

In Level 3, the configuration tool kit will be used in order to decompose each process. It 

enables to decompose each process in to sub-process or element and that’s why this level is 

assimilated as the process element level. For instance M2, intersecting the column Make 

(Level 1) and the row Execution (Level 2), will be decomposing into sub-processes M2.1, 

M2.2, etc. 

By splitting each process sequentially, the Level 3 shows how each process is led. This 

decomposition allows understanding all the sub-processes related to each process and it 

enables to analyse the performance of each process and improve the efficiency of the upper 

process and thereby of all the supply chain. 

While Level 1 and Level 2 are more architectural processes (description of the supply chain), 

Level 3 can be compared as the implementation of this framework. 

The example of the process Make, decomposed in 3 sub processes, was done previously 

(Make to stock, make to order, engineer to order). To continue on the same line, the Make 

to Order sub-process (M2) is decomposed in the following figure.  

M2: Make To Order  
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M2: Make To Order 

Figure 7 : SCOR Model : M2 details 
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This level enables to integrate inputs and outputs for each process and sub-process of the 

supply chain and therefore it enables to get a general view and understanding of supply 

chain physical layout. (Refer to Appendix 2). 

The SCOR model is based on metrics and best practices. Metrics can now be used in order to 

analyse Level 3 processes as well as to analyse and define their best practices. It can be seen 

as the ID card of each Level 3 process. 

2.2.3.1 Metrics 

 

Metrics are classified by the SCC among 5 categories and aims to set up standards that will 

be used for all processes since they are defined for the whole supply chain.  

Metrics have been defined with different levels of details. The first level is very general and 

then concerns all types of businesses and companies while the third level of details is way 

more accurate and can be applied only to specific businesses and companies. 

To measure metrics, performance attributes have been implemented in the SCOR Model. 

Even if they are not physically measureable, they can define metrics thresholds (minimum, 

maximum, average, etc.) in order to evaluate each process and sub-process. 

In its last SCOR Model revision, the Supply Chain Council identified 5 performance attributes: 

Reliability, Responsiveness, Agility, Costs, and Assets. 

They have been chosen to enable the comparison of different businesses, companies, or 

industries, whatever their industrial targets and strategies, which a key aspect of the SCOR 

Model. For instance, a low cost company doesn’t have the same strategy as a one focusing 

on performance. 

Reliability: 

 It is used to compare the accuracy of the outcome (the result) or in other terms to compare 

what happened to what was supposed to happen. Scientists define it as “the ability of a 

system or component to perform its required functions under stated conditions for a 

specified period of time.” The second level of this performance attribute is “perfect order 

fulfilment”. 

Responsiveness:  

This performance attribute is a time-based attribute. It enables to define and describe the 

key of each process and sub-process (cycle times, change over time, lead time…). The second 

level of this performance attribute is “order fulfilment cycle time”. 
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Flexibility:  

It could be linked to adaptability. It's the capacity to cope with, react and adapt to external 

unexpected facts or events including parameters such as political or economic crisis, natural 

disaster, weather issues or workforce issues. The particularity of this performance attribute 

is that it’s based on the customer. 

 

Costs: 

 It enables to analyse, define and sum up the general cost related to the execution of one 

process. At the second level of details, costs are split into the supply chain management 

costs and the costs of the goods sold. 

Asset:  

This performance attribute concerns the whole asset related to the processes. It’s all the 

goods and the way to measure the efficiency of the management of these assets. Indeed, 

more than inventory goods, it’s the ability to measure the efficiency of the way theses goods 

are managed. 

The last two attributes focus on internal aspects of the supply chain. Each performance 

attribute contains lots of different metrics which are defined depending on the level of 

detailed required. These can be found in Appendix 3 and 4. 

 

2.2.3.2 Best practices 

 

The SCOR model also focuses on the best practices. There are 4 kinds of practices: 

- The leading practices = New practices implemented 

- The best practices = Practices set up and upgrading older practices  

- Common practices = Practices set up and used in a common way of working although 

it could be improved 

- Poor practices = Practices set up by default (lack of better practices) 

Since practices depend upon many factors such as industry, company, strategy, technology, 

means, automation, management, skills involved, etc., all of the existing practices, set up 

across the different industries and companies, they all differ from one another and then they 

can’t really classified. Each company has got its own practices. 

Each practice has different goals, and organizations (business, companies) expect differently 

function of the practices setup at this precise moment. It may also be differently considered 
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depending of the company, working area, business, expectation. Indeed, a practice can be 

considered as a common practice in a company while being considered as a leading practice 

in an emerging company in the same business. 

Moreover, it is clear that one best practice can’t be implemented everywhere. Each practice 

will lead to different results function of the way it is implemented and the business area, 

company, manner of working… 

Therefore, these 4 practices can be classified in function of the risk and the result. Leading 

practices can be classified as a risk one, as it is a new one without any knowledge of how it 

may go.  

At the same time, poor practices is a risk practice, as it should result in poor supply chain 

performance.  

Common practices and best practices are low risk. They are both known, used, defined and 

shouldn’t lead to any risk. In term of results, it’s clear that a lead and best practices may 

bring a good return; whereas a common or poor practice should lead to a low return. 

 

  

Figure 8 : Different practices 
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2.2.4 Level 4 

The Level 4 process is not included in the SCOR Model. Each company, business or industry 

develops its own SCOR Model Level 4 to adapt to their specific industry. In a nutshell, Level 4 

aims to describe the activities required to lead Level 3 processes. 

This level being very specific to each company and each industry, it’s hard to compare a 

manufacturing industry with a sport event business like OC Sport. However, it is as important 

as the other levels. Indeed, supply chain management metrics and practices are set up at 

this level of the SCOR Model. An example of the level 4 will be described later in this paper, 

in relation with OC Sport processes. 

 

2.3 Models of the SCOR 
It’s important to note that there are different SCOR models, each one being associated to a 

different goal: 

- Business scope diagram (implement the purport of a project) 

- Geographic map (Geographical study, show flow over a map) 

- SCOR thread diagram (Material flow, based on the second level) 

- SCOR Process model (physical flow and information flow at the third level) 

 

2.4 Conclusion 
Over the years, most companies have implemented and used the SCOR Model and most of 

them have stated that it has been an improvement for their supply chain in terms of 

productivity and efficiency. 

Indeed, the SCOR Model helps describe the supply chain and the processes involved in a 

really methodological and detailed way. The processes can then be analysed using metrics 

and performance attributes in order to improve all processes and upgrade common and 

leading practices to best practices. This model is really detailed, structured and standardized 

and has been experimented for years. Therefore, the SCOR Model seems to be one of the 

best tools to implement to improve supply chain processes. As Rolf G. Poluha said in his 

book, “application of the SCOR in supply chain”, “it is therefore possible to consider analysis 

and evaluation of supply chain not only between one company and another but also across 

sectors of wider industry”. 

Chapter 2 has described in details the SCOR Model and how to use it and has shown that the 

SCOR Model tool was one of the best tools for supply chain management improvement and 

that’s why it has been picked out and used in this project in order to improve the supply 

chain of OC Sport through the implementation of lean management and lean philosophy. 
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3 The Lean  
This paper will present in Appendix 5 the theoretical background regarding the lean.  

4 Delivery make to order Event 

4.1 Introduction 
The objective of this part was to use the SCOR model in order to adapt it to OC Sport and 

particularly for the ESS event. Even if process elements of the SCOR model can be applied 

using the predefined metrics - as it can be adapted to a service and not only a manufactured 

product - some details and definitions need to be changed. However, the idea remains the 

same, and metrics are just adapted to OC Sport business. They are used in the same way as 

the SCOR model given by the SCC.  

In order to avoid being too broad a subject, some Plan and Enable functionalities have been 

adapted in the ‘Make’ process. Undoubtedly, analysing the model as a whole, using more 

than one level of the process (plan, make, source, enable, return), would have diluted the 

information and made for less interesting results. This paper places emphasis on the delivery 

process as this is the most relevant area in which we are able to analyse the improvements 

needed.  

 

4.2 SCOR Model 
D2: Delivery Make to order Event 

  

Figure 9 : Delivery Make To Order Event 
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4.2.1 Customer enquiry, idea of business event and quote: 

This is the first step of the global process ‘delivery to order’ event. It begins with the needs 

required and ends at the establishment of a quote. From the customer enquiry, one analyses 

and defines a need. As stated in the first part of this paper, the event studied was first 

created to answer the need of a brand: Ishares. They can be assimilated as customers, their 

need was to create a sport event to increase brand awareness, create a hospitality 

programme including a VIP experience during the event, and promote the image of the 

company. From this need, OC sport defined the concept of the Extreme Sailing Series and 

created a budget plan for this possible future event. Current customers of the event include 

international businesses that sponsor a boat on the circuit, as well as the host venue city and 

local partners of the circuit; Customers may modify their needs each year and also their 

requirements at each Act throughout that year, which is why each event needs to consider 

this first step and its performance attributes 

 

4.2.1.1 Performance attributes: 

Reliability: Monetary value of support given by customers (sponsors), but also what is 

offered as Value In Kind (VIK) such as visibility, promotion and advertisement of the event. It 

also depends on the level of activation of the sponsor at each event and how motivated they 

are by each venue. This depends on several factors, but one key is the level of importance of 

the local market to the customer. A KPI used by OC sport is the number of brands implicated 

at the event and their level of activation (which can be measured in monetary terms, but 

also in terms of number of guests invited.) 

Flexibility: This metric is an important factor in the functioning and operational success of 

each event. It is linked with the level of quality expected by the host country as this changes 

depending on each different culture and what their idea of VIP hospitality entails. Each 

venue has a different goal and different needs to fulfil, depending on their culture, the 

number and level of sponsors on site and the vision of the local government. The challenge is 

to be able to build an event whilst maintaining flexibility in order to be able to adapt to local 

constraints and regulations. A large part of this is the relationship between OC sport and 

local hosts and suppliers.  

Cost: Costs represented here are operational and management costs as well as commercial 

costs. Operational costs are implied to be able to deliver the basis of the event. All event 

assets and services come under this cost. Management costs include staff salaries as well as 

costs for local helpers onsite and local marketing agencies, whilst commercial costs include 

site visits to new venues to create partnerships, new quotes and market studies. 

Assets: To deliver the best solution to meet the customer’s needs and requirements, in 

terms of idea, project, and budget. It means that the success of the event is defined by how 
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closely OC Sport has met the needs of the customer, and is not necessarily measured in 

terms of profit made. 

4.2.1.2 Best practices: 

Quote capability, without reserving resources or investment, which can be converted into an 

order/contract signature in a single step. 

Quote capability, without reserving resources or investment, which can be converted into an 

order, but does not generate build signal or reserve resource capacity. 

Single point of contact for all order inquiries (all worldwide events for one year, including 

order entry) 

4.2.2 Propose, configure, enter & validate event 

The second step goes into more detail than a simple quote. This means it will involve more 

resources from a financial, human and material point of view. If the aim of the event is really 

in the detail of the first step, to configure it we have to go into more detail, and begin to plan 

it. It also implies the different input and output links to the plan and configuration of the 

event (in term of make, not deliver at this step). 

- Validating orders from customers, host cities, host countries, local and main sponsors 

and transform this agreement into the company’s order processing system. Orders 

are validated and processed by the commercial team in direct relation with the 

different financial suppliers.  

-  Configure the event to the customer’s/sponsors requirements or needs, in relation 

with available resources, possibility and reliability of investment, context, hosting 

country and city as well as random factors (wind, public attendance…) 

- Examine technically all the aspect of the order agreements (from customer 

requirement, visibility, to logistic context and any random constraints), in order to 

proceed on an accurate financial agreement for the organization company.  

- Be aware of level of reliability of customer agreements without payment, customer 

credits. Potentially accept payment. 

At OC sport, the responsibilities are divided between the head of the event team, the 

commercial team (the general commercial team as well as the specific ESS commercial 

team), and the logistic team. This step is a key factor in the way the event will be delivered 

as it involves these 3 branches of the company in order to configure the event (expectations, 

limit, resources …) 

4.2.2.1 Performance attributes: 

Reliability: Reliability can be based on perfect order fulfilment (if the contract is validated by 

customers, host city, host country, local sponsor). It’s also about how much one party will 

benefit and gain from the agreement. Moreover, it isn’t just the event considered as a short 

term project, as one event can be planned to be benefit in the long term. The event could be 
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adapted as a long term strategy for the customer or planned as an initial short term solution 

wherein OC sport are able to prove their ability to create and lead an event (sponsors may 

enter at the circuit at a low price, and then invest further in OC Sport events, as they are 

feeling confident with the companies value and abilities). Reliability as a KPI is also the 

number of customers, sponsors and the level of their engagement in the contract. 

Responsiveness: Customer and sponsors signatures are the first metrics of responsiveness. 

It’s basically the authorization to order, to organize, configure and plan the delivery. 

Receiving time of this agreement is part of the responsiveness, as well as cancellation (can 

be part of flexibility as well). Another factor is the schedule timeline sold to the customer 

compared to the actual schedule that takes place at the event. This includes the time 

predicted to deliver the event compared to order entry planned. This is part of 

responsiveness as the final agreement is finally the activation of the entry planned time. 

 

Flexibility: Flexibility is important for this step: The first kind of flexibility comes from the 

upside order. As stated above, cancellation is also part of the flexibility. Reliability on the 

customer, hosting city, hosting country, local sponsors and any sponsors agreements is a 

main part of this flexibility. These agreements are often really flexible as the first one is not 

synonymous of complete payment. Media coverage of the team is also a precise metric at 

this step. Of course, the amount of monetary value gained from media cannot be defined in 

advance (at the time the contract is signed). Activation and interest of team sponsors are 

flexible, as the way customers will react on site is not known in advance. Last but not least, 

the downside order flexibility has to be considered. 

Cost: As defined above and linked to the previous step, costs implied include the 

management costs to create and finalize the customer order (event proposal 

agreement).Therefore it also presents commercial costs. 

Assets: Assets are hard to define at this step. 

4.2.2.2 Best Practices: 

The event is organized on one main, established customer partnership. All organizations, 

orders, deliveries, implementations are focused on this agreement/ contract, linked with a 

budget. 

The event is organized in customer segments. Customers, sponsors, and even public receive 

a differentiated service based on volume of business. The implementation team is 

empowered to answer and fully satisfy all customer requests, including formal orders and ad 

hoc requests. Customers have one contact for all their need.  

The event needs to enable real-time visibility into backlog, next event status, future delivery, 

scheduled sponsoring agreement, customer and all input money receipts. 
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4.2.3 Analyse resources & determine event delivery date 

Analyse the available resources. These resources can be widely varying. It can, for instance, 

be the sporting calendar: is there any possibility to create an event or is the schedule already 

saturated. However, even in the same sport, there is still the possibility of creating many 

events at the same time. (Sailing is a good example, as it includes several kinds of sailing 

disciplines). On the other hand, as it is part of the global sport event business, a resource is 

also the worldwide sporting calendar. Resources are also, more like the manufacturing 

industry, inside the company. It can be the people (their number, their jobs, their specialties 

but also their competences). Resources also implies the customers such as the public, 

sponsors, countries + cities, and the sports teams. This process then links these resources 

and capacities with a possible order and/or event at the stage of an idea - a possible need - 

in order to be able to establish a delivery date. 

4.2.3.1 Performance attributes: 

Reliability: Complete use of the resources and capacities available and at the level needed 

(don’t need to use resources that are not fully necessary), successful and performance event 

to be delivered on time. 

Responsiveness: Resources available and used to their maximum efficiency at the time 

allocated for the delivery date. 

Flexibility: Being able to face any special context that couldn’t have been anticipated (for 

instance weather is something that can be anticipated through statistic, communication and 

political context in some country is also something that can be anticipated) in the way the 

event is planned in advance (not on site). This can be political crisis, economic context, local 

strikes… 

Cost: Order fulfilment cost. It implies all the costs from the resources implicated to the 

management and other various costs that will be involved at this specific step (analyse 

resources and determine event delivery date). These costs are part of plan and source. 

Assets: Is the maximum of the capacity used (include all resources). 

4.2.3.2 Best Practices: 

Automatic detection of free resources or capacity/potential that can be used and sold to the 

customer: order management systems that consider all of the different possible events as 

separated orders, linked to resources. 

- Dynamical and flexible deployment based on constraints based plans (related to 

flexibility, time, resources, costs…)  

- Ideal/optimal scheduling: Planning and scheduling delivery date plus the use of the 

resources whilst considering constraints. 



  21    21 
 

 
HUBERT Arthur    

ATP and event reservation: ATP can be linked to the sport event business, in the way that 

this event is being available in order to be sold to the customer; the same way as a classical 

product. It’s not about inventory management but resources management, in order to 

analyse the resources (all kind of resources, as detailed above) available to deliver the event. 

4.2.4 Consolidate order: 

This process takes a long time in a company such as OC Sport. It looks like a classical one, as 

everyone would like to improve and consolidate any order. This is true in a manufacturing 

company as well as in the sport event business. Moreover, as a new and growing company, 

OC sport is always facing new and bigger challenges, even though they are seemingly 

creating the “same” event around the world, at each venue. OC Sport always tries to 

become more efficient in all of their process as well as creating a better event and remaining 

efficient. The aim of reducing the cost of leading the order in a manufacturing company is 

exactly the same as at OC sport, trying to decrease the cost as much as possible whilst the 

company led the implementation of the event. However, the sport event industry also 

implies the relationship with sponsors, local authorities that play a role. It’s also trying to 

increase the investment made by this kind of partners. More than producing something to 

be able to sell, the company tries to sell it as much as possible before running the event. It 

means the budget is known before the end of the event as OC Sport sells the event in 

advance, before leading it. That’s not the case of manufacturing companies (as it depends of 

how they sell the product). On that point, consolidating the order also means getting the 

most from local contacts, authorities, sponsors in a financial point of view as well as on 

several other advantages ( Value In Kind, what you can get for free, what you can negotiate, 

what you can expect from them…). It’s also convincing the yearly sponsors to invest more on 

special events for various reasons. 

4.2.4.1 Performance attributes: 

Reliability:  It’s hard to define a reliability attribute as the company always seeks for more 

money or Value in Kind from suppliers, local contact, authorities, and sponsors.  

Responsiveness: KPI can be assimilated as the same as the previous one. 

Flexibility: It focuses on the ability to face any external facts that can have an impact in the 

context and in the way OC Sport lead the implementation of an event. As the consolidation 

of the event is also a process that lasts a long time, it is really subject to flexibility. 

Cost: Implies all the event process implementation costs (apart from onsite costs). These 

costs are really varied for the sport event business and particularly for OC sport regarding 

the ESS. Indeed, it also involves site visit costs: (part of the logistic team, commercial, head 

of the company go on site in order to review the event site before the actual event). 

Accommodation and transport are also costs that appear in that kind of visit. Cost also 

includes invisible costs such as partnership costs: Deals negotiated can have an impact on 
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other aspects. It can be offering something in another event in exchange for a good deal 

with the ESS event. 

Assets: Cash to cash cycle time is hard to be defined, as well as return on fixed assets. 

Indeed, this process is part of the investment process as well as part of the earning process. 

For that process, assets can be considered as the consolidating processes that are not 

successful. For instance:  spending time and money in order to try to consolidate an order, 

without any returns. 

4.2.4.2 Best practices: 

Consolidating orders by customers, suppliers, partners, sponsors, sports teams: Integrate 

load planning and reinforce it with company management.  

4.2.5 Event plan: 

The event plan is really important in the logistic process deliver to order. At this step, all is 

defined, agreed, thanks to the previous step (date, configuration, analyze of resources…). 

This importance comes from the fact that this step has a huge impact on the delivery one. 

Unfortunately, on the other hand, any defect will have huge consequences in the following 

steps. This planning event implies different steps of forecasting. OC Sport uses different 

tools: Map 2d, Running order, Work in progress, Request For Proposal, schedule, Inventory 

database, basecamp project management and other specialized tools that the company uses 

for particular details (like rental company, suppliers…). The aim is to plan as much as possible 

the event in all its aspects, to be able to anticipate anything (responsiveness), to configure 

and prepare the delivery process at the maximum accuracy (reliability). All these different 

tools won’t be detailed as it will go too much into detail, but they all play a role in the way 

the event is managed and planned before getting delivered. Some of them are used 

upstream, others downstream, and last in the entire deliver to order process. OC sport is 

currently trying to improve this part, moving to new project management software (a new 

interactive platform). 

4.2.5.1 Performance attributes:  

Reliability: Performance attribute in term of reliability has to be analyzed later in the 

process, as the main impact of this step will appear on the late step of the delivery process.  

Delivery time is a KPI part of that as it directly reflects the planning step and its link with the 

delivery one. Perfect order fulfillment is finally the main performance attribute that will 

witness the performance of the planning process 

Responsiveness: Be able to start the delivery process. It means that the order entry is 

complete, and the company can now focus on the delivery steps. A KPI can be the delivery 

time. Indeed, as a manufacturing company will focus on starting manufacturing time, a sport 

event business company will begin the delivery project only if the planning step is validated 

(following agreement, consolidation…). 
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Flexibility:  Flexibility plays an important role at this step. Indeed, there will always be things 

that couldn’t have been anticipated or planned (as the upstream flexibility). Even if being 

aware of it helps to improve it. OC sport faces flexibility from its experience, being aware 

that flexibility is important. Indeed, more than thinking that everything will be in compliance 

with predictions, being aware of this flexibility allows reacting in a better way. 

Cost: Costs implicated on this step are managerial and logistic costs. Planning has no 

important cost apart from salaries and software (and all the material related). Experience 

can’t properly be bought and thereby can’t be analyzed as a cost.  

Asset: Asset are not identified at this step 

4.2.5.2 Best practices: 

Consolidating requirements (inbound and outbound) and planning. Plan in accordance with 

event delivery schedule and event schedule (leading the event), related to flexibility 

requirements: Integrated software management planning linked to human experience 

(software can’t plan on their own just based on defined program for the sport event 

business) 

Plan logically, related to sequences of sub processes link to the planned process. 

4.2.6 Route shipment 

This step, that can also be part of the planning step, is often separated in manufacturing 

company. Indeed, it represents all the transports, and has a major impact on company 

processes. In this study, transport is really important. Indeed, as the ESS is a worldwide 

circuit, it means the event needs to be shipped from one city to another around the world in 

a really short time. More than 30 containers are shipped for each event. This is done in 

relationship with a logistic partner, GAC Pindar. Transports also include the team transport. 

More than 150 people are moved to each event (ESS Teams, Sailing teams, Media, 

Commercial, Operational, IT…). This process has a huge financial impact on the company.  

4.2.6.1 Performance attributes: 

Reliability: Perfect shipment means that everything (containers) and everyone arrive on site 

at the scheduled date and at the lower price. This KPI is hard to define as it’s subject to many 

different factors in term of date and costs. 

Responsiveness: Order entry completed to continue delivery process. The route shipment is 

part of the delivery process but this step is the first and needs to be fulfilled first. 

Flexibility: Could be defined as the upside flexibility in term of shipment. 

Costs: Costs to plan (from the previous step) as well as costs to deliver (ship). This is an 

important part of the whole budget. A KPI could be the cost to deliver in relation with the 

budget cost (different for each event). 
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Assets: Non identified 

4.2.6.2 Best practices: 

Shipment tracking and tracing (for all kinds of shipments, in order to be able to be reliable, 

while checking the responsiveness and being able to face flexibility): Use of tracking for 

containers, products, all kinds of material shipment.  It can be via the sea, the road, the air… 

Consolidation of carriers: Regarding human transportation and some material transportation 

only. Indeed, GAC Logistic, as shipment partner, deals with the transport of ESS containers. 

OC Sport doesn’t need to use modeling and data analysis on that point to determine the 

best way to act. However, for human transport, it’s an important point to save money. It is 

also dealing with group transportation to diminish flight costs, transfer costs. OC Sport is 

looking for a partner on that point, and can’t deal with travel agency as it doesn’t allow as 

much flexibility as required. 

Route optimization: The principle is the same for humans and material shipping in between 

events as it is in a manufacturing company to send product/material. The best practice is the 

optimization of route/carrier based on consolidation/pooling. This is accomplished by a 

global route planning and scheduling, linked to the different carriers’ selections and a rate 

analysis. 

Continuous replenishment program: aim is to increase inventory turns, diminish inventory 

levels, decrease stock outs and boost efficiency. This point, present in manufacturing 

industry in term of number of parts of a product, is linked to the amount of consumables 

needed and used for one event; this allows to the same benefits (described above) as the 

manufacturing industry. It is really necessary in order to boost efficiency while reducing 

inventory levels, increasing inventory turns and decrease stock out as stated above. 

However, the use of Vendor managed inventory is also needed to reduce the global supply 

chain inventory while increasing stock inventory, gross margins and sales. Both have to be 

analyzed in the route shipment steps. 

Select shipment and transportation mode based on least cost per shipment (or transport, 

flight,) and rate. 

4.2.7 Install event 

This step is finally the first visible part of the event, from an outside point of view. It’s the 

building step and is based on the different previous steps. Indeed, perfect planning, 

configuration and shipping are the key points of an easy and efficient installation. At this 

step of the event, the company works with local suppliers, local authorities, the partners and 

the team. It has become a huge organization with around 250 people working on site. The 

aim is to set up the event as good and as fast as possible in order to respect the due date. 

This entails 3 areas: the Race village, the technical Area and the Race Area. The Race village 

involves the marquee (600m², to hoist VIP), many items such as big screens, branding, 
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information panels, scrim, big clocks, commentary station and all the offices (TV, Media, 

Kitchen, Offices,…). The technical area is where the sailing teams build, prepare and moor 

their boat. The race area is where the race happens (committee boat, jury/umpire (referee), 

race route...) and everything is generally built in less than 5 days. The technical area is the 

first area to be done, with lot of containers. The race village comes next and race area is built 

on racing days at last. This is linked to the next step, leading the event. What’s hard at this 

step is to face any constraints that could appear on site.  This step is the witness of the entire 

previous steps, in terms of logistic. It’s always a huge challenge as delays are really tight and 

expectations really high.  

4.2.7.1 Performance attributes: 

Reliability: It’s based on the status of the event on the first racing day. This reflects the 

quality and reliability of supplier, and everyone involved in the setup process. Reliability is 

also the capacity of the company to make things possible, whatever the constraints. Hard to 

define as a KPI, this is something that has made the reputation of the company. The perfect 

order fulfilment would be everything ready on the first racing day. More than getting things 

done on time, it also means all the high expectations are reached. 

Responsiveness: It’s based on the finalization of the setup. Setup time is a KPI that reflects 

responsiveness. WIP and RO are tools used to check the responsiveness of the process 

(scheduled setup compared to actual setup).  

Flexibility: It’s downstream flexibility. Indeed, the company needs to be able to adapt the 

setup, the installation of the event regarding what happened all along the step. It can deal 

with the level of expectation reached (linked to agreements signed), the setup time… 

Costs: Costs are huge during setup. It concerns supplier costs as well as local labor costs, 

material costs, managerial costs. It represents a big part of the whole budget. A KPI for costs 

is the cash flow along the onsite setup process. However, it’s hard to define it for a first 

event on a special country. Even for experienced events, this budget is really flexible, 

because it remains linked to the flexibility of the process. 

Assets: Not identified 

4.2.7.2 Best practices: 

The ideal happening would be to make all the event agreements and contracts concerning 

installation (with suppliers, host cities, host countries, sports teams, partners, sponsors,…)  

acceptable and reliable in term of costs, delivery dates, cycle times, public attendance, 

expectations (all kind of expectations from all the customers, suppliers, partners,…). This is 

generally achieved through many links between all parts of the contract. All parts of the 

company are implicated at this step of the installation (general management, logistic, order 

management, on-site delivery team, marketing, communication, account department …) and 

have to make their different agreements and contracts acceptable and reliable while facing 

flexibility. This has to be done for all parts implied in the contract. 
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4.2.8 Lead event: 

Leading the event is a process that can’t be compared to the manufacturing industry. It is 

basically selling a product (an event) that lasts for a precise amount of time. Moreover it is 

not just something that you implement; you also need to lead it. Extreme sailing series 

racing days last usually 4 days. Boats are racing around 30 races, which finally give a general 

ranking. Each event ranking gives the year ranking. This step describes how the event is led 

after having been set up. This requires a huge on site team for many aspects. Logistic team, 

guest experience team, entertainment team, race management team, media team… (It is 

not the aim of this paper to describe how each team works). It implies lots of different kinds 

of managements. Indeed, leading the event is fully part of the delivery process. It’s not 

something that is only implemented; it’s also something that needs to be run. A lot of work 

needs to be done in parallel of the event in order to keep things going right or correct 

mistakes, anticipate and face the flexibility that is imposed. All these aspects are different 

from the classical manufacturing area.  

4.2.8.1 Performance attributes: 

Reliability: It’s hard to define a KPI for reliability at this step. 

Responsiveness: A KPI used by OC sport is the result of a survey that is done on site. It shows 

public answer to the event. It also concerns media coverage, expositions, everything linked 

to media that can be measured and evaluated in a financial way. However, it’s hard to define 

a KPI that shows the attendance of sponsors in terms of finance. Indeed each event (racing 

days) aims at convincing them to invest on the event, thus the variability.  

Flexibility: Flexibility is as important as for the setup process. Indeed the leading step is 

actually the continuity of the setup process, and they are really linked and close to each 

other.  

Cost:  Management costs, commercial costs (as sponsors are onsite during the event, need 

many representative, big platform to negotiate) and material costs. 

Assets: Not identified 

4.2.8.2 Best practices: 

Here it’s the same as for the set up step that is to say: make all the event agreements and 

contracts (with suppliers, host city, host country, sports teams, partners, sponsors,…)  

acceptable and reliable in term of leading costs, different sequence delivery date, global 

cycle time, expectations (all kinds of expectations from all the customers, suppliers, 

partners,…), public attendance, …  

As the installation of the event, this is achieved through many links between all parts of the 

contract. All parts of the company are implicated at this step of the installation (general 

management, logistic, order management, on site delivery team, marketing, account 
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department…) and have to make their different agreements and contracts acceptable (for 

both parts taking part of the contract) and reliable while facing flexibility. 

It is also being able to adapt subparts of the contract regarding flexibility in accordance with 

the signatory of the contract while satisfying its needs and expectations (that can be really 

various: quality, due date, public attendance…) in order to make all agreements acceptable. 

4.2.9 Post event process 

The post event process is really important and needs to be fully implicated in the whole 

delivery process. It has a main impact on the potential following ones (as each event is part 

of a circuit, there is an event every 1.5 months in average). The most important part of this 

step is the feedback meeting, this process is really developed at OC sport in order to be able 

to gain experience, to improve and develop the company. It means analyzing all the previous 

steps in order to gain experience from what works well and mostly from what went wrong. 

It’s also implementing and improving the database of the company in terms of knowledge 

(all the tools used for the event plan process need to be saved, to be re-used for the 

following events). This is really linked to the continuous improvement concept, one of the 

basic items of the lean concept which will be evocated in the next step - where the lean 

management implementation will be analyzed in a long term way across the different 

processes of the extreme sailing series deliver to order process. 

4.2.9.1 Performance attributes: 

Reliability: Perfect order fulfillment is hard to define at this step. Indeed the aim is to gain 

experience, to debrief what has been done across the entire different previous step. 

Responsiveness: There is not really responsiveness for this last step. Apart from being able to 

analyze mistakes - things that went wrong - and configure, make a plan that will avoid this to 

happen again, in a way to improve the process. All resources from previous steps used at 

their maximum capacity in the time allocated in order to deliver the event in respect with 

higher expectations. 

Flexibility: Not identified. There is no proper flexibility at this step. Indeed this managerial 

process learns from what has been done. All the previous KPIs from flexibility are present 

during the leading event process. Indeed from the civil and exterior context to the media 

coverage, everything is analyzed during the leading event process. That’s the part of the 

whole event process that shows and reflects all the aspect of the whole delivery make to 

order process. It’s globally upstream flexibility. 

Cost:  These costs are global management costs.  

Assets: Not identified 



  28    28 
 

 
HUBERT Arthur    

4.2.9.2 Best practices: 

Make sure all the agreements have been fulfilled in an acceptable and reliable way. Make 

sure the quality of the event reaches the expectations of the customers (no less, but also no 

need to have too good quality that would imply more cost for OC Sport, customers don’t pay 

for it). 

Implement the continuous improvement: analyze the event to make it better (more 

sponsors, better support from partners, better public attendance), more profitable. It is 

possible through the post event process analysis, complete analysis across all the ESS team, 

to implement this continuous improvement.  

4.3 Conclusion 
This process description, with the help of the SCOR model, allows defining metrics and best 

practices to each steps of the level 3. The aim is then to focus on precise processes of the 

level 4, SCOR mapping from level 4 to level 3. Establishing the way of how OC Sport works in 

detailed level 4 processes, to be able to describe, analyze and measure the improvements 

that the lean can bring. The final goal will be the implementation of lean across the whole 

process, that’s the point that will be discussed below. 
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5 Input of lean thinking and lean management in 

sport event business processes 
 

As the aim of the research is also to try to improve the efficiency of the processes described 

above, this chapter will focus on how improvements have been brought to the company 

using lean management. Through a couple of examples, this part will show how the 

efficiency has been improved thanks to the implementation of lean management and lean 

thinking across the processes. Being more concrete and easier to understand, those 

examples will focus on “on-site delivery” event processes. Many lean management tools 

have been used in order to implement this lean thinking philosophy for on-site delivery 

event processes. PDCA was one really useful tool used in order to be able to draw the way 

lean could be implemented, to plan it. Indeed, Plan Do Check Act allows to define and to 

explain clearly the way OC Sport would like to improve things, improve efficiency through 

the use of lean principles/tools. This circle process is also a standard of continuous 

improvement. The first PDCA step tool consists to think about and plan an improvement to 

bring to an on-site delivery process. The goal of the second step is to implement concretely 

this improvement in the process. The third one aims at checking how the improvement 

affects the process efficiency. The last one, even if it is hard to call it the last one, as it is a 

continuous circle, consists in concluding about the process efficiency and then about the 

improvement effectiveness in order to keep improving the process constantly. Indeed, 

continuous improvement means always looking at a better solution. 

The following parts describe 4 examples of concrete improvements implemented in to 

different processes thanks to lean management philosophy. 

This research has been lead on-site with all the operational management. This is a really 

wide range of action and includes all the logistic of the delivery of the event. 

5.1 Colour code setup standardization 
One of the first processes in the level 3 decomposition of the installation of the event (as 

described above in the paper) is to take things out of the container.  

The aim of this sub process is basically to empty out the containers (materials, equipment, 

etc.) and dispatch them in the race village as described in the first part of the paper. 

(Extreme club, kitchen, race office, event office, TV production office, media centre, etc.). 

During this operation and because of a lack of standardization, the company was wasting 

lots of time and resources. Indeed, the team members were moving equipment and 

materials several times, meaning that the exact destination of each item was not known and 
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then that was leading to a waste of time in moving each item again to its right place and a 

waste of resources since each transportation was needing human resources. 

This waste can be linked to overproduction. Indeed, because of overproduction, each task is 

not done in the best possible way by the workers (resources) and that leads to a loss of time 

and money (salaries) for the company since the customers do not have to pay for that. This 

lack of efficiency results in extra salaries and longer setup time (machines renting costs 

increase, working time increase, deadlines are not reached). 

It can also be linked to the Mura waste (lack of standard uniformity). Since the company was 

never doing the same process, it was impossible to setup a standard process for emptying 

containers. This lack of standardization has been evocated above in the paper, as it is really 

important in order to be able to implement lean and continuous improvement. 

Muri was another issue. Indeed, as events take place in different cities and countries, the 

language barrier has to be considered in terms of communication. Consequently, a lack of 

standardization will surely lead to a lack of understanding for the operators hired on-site.  

In order to improve the efficiency in emptying out the containers during on-site delivery 

event process and then minimise the wastes described above, the following lean-based tools 

have been implemented: 

- Point of use storage: The aim is to have the material/equipment delivered as close as 

possible to the area it will be used in. 

 

- Continuous production flow: Instead of having people who work for a period of time 

and then stop because they do not understand the purpose of the operation, the aim 

is to have a continuous process flow. It is also the case if equipment needs to be 

moved several times. Indeed, while analysing the flow of equipment, it is just 

different sequences of movement one after each other, with breaks in between. This 

tool is used for people as well as for material/equipment. 

 

- Tasks Standardization: Having a standardized process for each operation avoids a 

waste of time in thinking how to operate each task. It enables operators to use the 

same process to empty out containers, whatever the event. Even if the employees 

won’t be the same in some case of the delivery of the extreme sailing series, it will 

help as standardized work is definitely a big improvement. 

 

- 5S: Standardization and sustainability are defined through the previous tools (work 

standardization) since the aim is then to make it sustainable, to be able to keep this 
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standardized work for the following events. Sort means eliminating unnecessary 

tasks (the first moving of one material is completely unnecessary if it has to move to 

another area after). It can be even worse as it makes confusion and can block access. 

Shine involves making everything clear and can slow the following process in the area 

it was supposed to be. Set is related to organization (having everything at the right 

place at the right time) which is definitely not the case if people bring materials and 

equipment to the wrong areas (misunderstanding due to lack of standardization). 

Last but not least, root cause analyses have pointed out all the easy improvements that can 

be done on that step. Indeed, several problems in this process showed thanks to this study 

what the root causes was. 

Why is the process late? 

 Because people are waiting for the equipment to arrive at the right area. 

Why the material is not in the good area on time? 

 Because the material was not dispatched on time to this area. 

Why the material was not dispatched on time in the good area? 

 Because it was first dispatched at a wrong area. 

Why the material was dispatched in a wrong area? 

 Because operators did not understand well where they should have brought it. 

Why didn’t they understand well? 

 Lack of standardization. 

To cope with this lack of standardization a colour code has been implemented. The principle 

is to assign a colour code to each main areas and then to label material and equipment 

according to this colour code. Then equipment labelled with a red colour code has to be 

transported into the red-coded area. Therefore, this standardization enables to reduce the 

wastes described above and then to improve the process efficiency. However, this 

standardization setup does not make the process able to run autonomously but a manager 

could take the lead and run the process by his own quite easily and efficiently.  

In terms of improvements for the company, this colour code implementation enables to 

reduce the number of people required near the container to dispatch equipment and 

material to the on-site hired team, from 4 to only one. It also minimises and almost 

eliminates errors in the dispatching process. As well, since the principle of this 

standardization is based on colour-matching, it enables to check straightforwardly if 
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something is at the wrong place. Thus, not only the manager in charge of the dispatching can 

realise about any mistakes but everyone can do so, which improves the process monitoring. 

Improvements have as well been brought to the following process, which is the packing-up 

process, as it makes it really easy to store equipment and material depending on their colour 

code, but that will be evocated later. 

5.2 New storage solutions 
After this first implementation of lean thinking and methods during the installation process, 

it was still not running at its best practice. Indeed, following the PDCA tool, according to 

continuous improvement, this step could not have been associated as a best practice and 

leading practices as detailed in the paper above. 

The lean tools described above, were used in order to improve the process. As said before, 

the aim was to setup standardization in the whole installation process but the main 

challenges during this process was to manage different on-site hired teams at each stopover. 

This part focuses on how to deal with communications issues with on-site teams and how to 

improve the installation process regardless the working team.  

Focusing on standardization was one important point to improve the installation process and 

the colour code implementation has been really interesting and useful for that, but it was 

still possible to increase standardization through innovative storage solutions. As evocated 

above, the colour code makes possible to put equipment away regarding their area in the 

container. That brings the attention to new storage solutions in order to reduce wastes such 

as transportation time, transition time and waiting time. The idea was to bring all material 

and equipment related to the same area to minimise transportation time. As well, it enables 

to decrease waiting time. Indeed, the whole batch of equipment for one area is supposed to 

arrive in one part. However, this whole batch needs to arrive on time but the principle is that 

the batch will arrive at the same time as the first part of the batch would have arrived 

without this storage solution. It also avoids to waste time for this process and the related 

ones (as for the pack up process, there will be less transport as well). Last but not least, even 

though it is not one major objective of the lean management, it allows diminishing the 

amount of people needed on site to do the job. 

The storage solutions implemented to the installation process was the use of stillage and roll 

cages. The use of stillage is for the VIP Extreme Club material (main tent of the Race Village, 

around 600 square meters). As described above, it reduces transport time and then 

increases transport efficiency as waiting time is eliminated. Moreover, it’s a great 

improvement related to point of use storage. Indeed, equipment and material are stored in 

the stillage during the installation process and they can be stored as close as possible to the 

area they will be used in. Roll cages are used for outdoor material and equipment in the race 

village. Indeed, it makes the process easier while reducing wastes of time and resources as 
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described above.  The move-ability of these roll cages brings another great advantage for the 

process as they will be moved around in the race village (related to point of use storage). 

 

 

Figure 10: Stillage storage solution     Figure 11: Roll cages storage solution 

However, this improvement has got limited effects. Indeed, it can’t be implemented for all 

equipment and material present in the containers or in the whole race village. Actually, an 

important part of the study was to link lean theory and on-site constraints (part of PDCA) in 

order to compare both and find the best solution, bearing in mind both aspects. For 

instance, it was impossible to have as many stillage as possible because even if it might 

reduce transport time and waiting time, it would make storage even more complicated: if a 

stillage is not full, it’s a loss of space in terms of storage which is very inefficient given that 

the spare storing room is really small. Indeed, some equipment does not fit perfectly in or is 

not adapted to stillage and the same issue occurs with roll cages. Unfortunately, some items 

have to be kept and stored in their own storing box: outdoor screens, outdoor clocks, 

branding supports/panels, etc., and generally all space-taking equipment. These items are 

also quite difficult to move since too heavy for human handling and then the way they were 

stored could be improved. For this purpose a solution, consisting in setting up wheels to any 

big items, has been implemented to ease their transport. 

Actually, such improvements are impossible to measure in terms of figures, results or KPI. 

Processes such as installation process are measurable in term of working time mainly, but it 

is related to many factors: number of workers which is site-dependent and then changes at 

each stopover, working hours/days, weather conditions, size of the race village, location of 

the race village and of containers, etc. Therefore, it is impossible to precisely assess the 

results and the effects of the improvements implemented to the installation process. 

However, results showed that the number of people used during the process has decreased 

by 20 % and that installation time has been reduced by 15 %. 
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It is important to keep in mind that these figures are also linked to other factors such as area 

specifications for example. Short-term analysis from the ESS team concludes that the 

improvements implemented during installation have clearly improved the process efficiency 

by reducing wastes and implementing standardizations. Even if it has been possible to figure 

out the consequences and the effects of improvements in this case, generally the non-

measurability of lean tools is also part of their limits. It is something that needs to be tracked 

and analysed during the following months while keeping in mind the continuous 

improvement.  

5.3 Lean tools in the leading event process: Adapt the Kanban 

system to VIP Guest management system 
Kanban, as defined above previously, is “a scheduling system related to Just-in-Time and 

Lean Production“. It enables to control and monitor the supply chain from a production 

point of view. One sub-process of the leading event process is to bring VIP guests on-board 

during the race. This sub-process was not working well for many reasons. Indeed, the 

principle is to pick up the VIP guest at the VIP extreme club, drive them to the changing 

room to get dressed, bring them to the security briefing and then to the pontoon. As soon as 

they are on the pontoon, they have to be managed so that they go on board on the right 

boat, at the right moment. 

Indeed, the sailing rules impose that, for sake of equity between boats, either all boats have 

one guest on-board or none of the boats have one guest on-board. Races are 15 minutes 

long, with 5 minutes break between races. It means that, at any time during the process, you 

have to control the number of guests and make sure of the location of each guest. You have 

to know if they are on-board, back onshore in the club or in the changing room, etc. It’s 

impossible to have a GPS location on human and each manager has to stay at his area: 

changing room, pontoon or VIP extreme club. 

It was a quite hard situation to manage since lots of guests are coming in and out of the 

different places and also because they are able to move on their own (as a random product 

in standard production line should do without machine). It is then hard to be sure they are 

all on-board or all back onshore. This location issue led to using the Kanban method, often 

used in the manufacturing/production industry, in order to trace products and implement a 

Just-In-Time pull system. For this kind of system, the main point is to be sure to have all the 

guests on different boats, at precise time. It can then be compared to a pull system, which 

requires a precise number of people (Pull system, required by the end of the process) at 

really precise moments (Just in time, you can’t bring your guests a lot in advance as they 

don’t like to wait). Using PDCA, which is a kind of Kanban methodology, has been 

implemented through this process. 
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As for a standard production company, “Kanban cards are a key component of Kanban and 

they signal the need to move materials”. The aim was to assimilate people to products, as 

they are living items, and then to use Kanban to manage them. The idea is that each guest 

will be given a card in the changing room, which states the boat he will sail on, and the race 

he is supposed to sail in. Therefore, at each stopover, the information is displayed about 

where are the products on the process (in the experiment case, the product is the VIP guest) 

through analysing the cards. Moreover, because the process was working as a pull system, 

when a guest comes back from sailing, he gives his card back to the manager in charge and 

this is the signal that another VIP guest has to go to the pontoon. Therefore, VIP guest are 

managed across a pull system from the need to have someone on-board. This system also 

enables the pontoon manager to be aware about which boats have guest on-board and 

which boats do not have one on-board, since the VIP guests give their card to the pontoon 

manager when they go on-board. In a nutshell, this system improves the visibility across the 

process and makes easier to have a global check at the whole process, which consists in 

bringing guests on-board. More importantly it is related to pull system and Just-In-Time 

methodology which is required by the specifications of this sport event business leading 

process. 

5.4 3D maps, a value added planning sub process 
The last improvement described in this paper is related to technology. During the planning 

process of the event, described above in the paper, one sub-process aims to draw and 

establish maps in accordance with agreements, defined in the previous steps of the delivery 

event whole process. These maps were done in 2 dimensions, using Google Maps as the 

design software. The implementation of the 3D maps modelling, to simulate the race village 

setup and topography (roads, structures, buildings, brandings, items, equipment, land, etc.) 

was an important improvement. It can go even further into details, for example in modelling 

the VIP extreme club layout with furniture, items, branding, etc. 

This is a big improvement in order to be able to plan the event, compared to the use of 2D 

maps. Indeed, the research pointed out all the limits of 2D maps. 

 



  36    36 
 

 
HUBERT Arthur    

 

Figure 12 : Qingdao & Oman 3D Race Village 

Find in the Appendix the comparison between 2d maps and 3d maps 

To begin, dimensions are not obvious; particularly in term of height, which can be an issue 

when dealing with a race village. Indeed, to be able to plan it; people need to be able to 

know how different elements can fit together and simulate how will be the final result 

(simulating people or branding, structure at different areas on the 3D). It is really hard to 

imagine how it will be in 2D, and the research showed that one of the most important 

wastes in the delivery process was that all the planed location for specifics items were 

changed. It is a waste of time, transport, money (need machinery and people for longer 

time). It is a waste assimilated as poor quality. It can be compared to a product that is not 

reaching the expected quality, which has to be redone or modified. This is a really cost 

effective waste in manufacturing and production industry, as it is at OC sport in the sport 

event business in the way it is compared above. Most of them could have been avoided 

using 3d maps. 2d maps could also be linked to waste through the notion of 

misunderstanding. It’s hard to explain to supplier, local contact, partners, on-site working 

team how the event will be delivered without being able to show them. 

Moreover, this could be linked to unused employee creativity. Indeed, 2 people tried to do 

it, but didn’t succeed, as they had no time to spend on it. It is mainly because the company 

was not aware of the advantages they can earn from 3d maps, and didn’t dedicate people on 

it. That’s one limit that stops or at least doesn’t encourage continuous improvement, when 

company cannot allocate time or even people to creativity, research, and changes. In Sport 

event business company as OC sport, this is a really big problem as people have no time to 

spend on it, and company doesn’t push people to develop new technology, as a difference to 

manufacturing or production company, using machine and technologies, that always aims at 

developing it. OC Sport and sport event business doesn’t deal that much with automotive 

and technology and that’s a limit when comparing the way lean management can be brought 

to this kind of company.  



  37    37 
 

 
HUBERT Arthur    

It is also a really value added process in term of marketing. Indeed, it allows selling branding 

area for sponsors in a much more efficient way as they are able to see how their branding 

will be in a 3d modelling. 

As for the ones above, it is not easy to be able to describe results in term of figures, 

scientists’ results, and percentage. However, this improvement brings a lot for partners, 

hosts cities and hosts countries. It also saves a lot of time as things are less redone several 

times during installation process thanks to better explanation and mainly comprehension 

during the planning steps through 3d modelling. It therefore saves or decrease transports, 

people, and machinery using time. It is not something that can be seen using proper 

installation time as it is linked to many factors ( in the same way as the improvements 

described above) but it has made the process much more efficient in term of quality ( getting 

things done right , the first time). 

5.5 Conclusion  
This part details the first improvements implemented to level 4 processes at OC Sport. They 

were quite simple but they and brought lots of improvements in across all the points 

described above.  However, lean management has not been yet implemented in the whole 

event delivery process at the moment. Many slight lean-related improvements can improve 

drastically the process efficiency, but all these modifications take time to be established and 

set up in the different OC Sport event delivery processes.  

 

Currently, the company is still working at setting lean tools up in their processes such as: 

- Installing Gantt Project management system 

- Implementing value stream mapping the on-site installation process 

- Analysing effects and results due to improvements in order to keep the continuous 

improvement going 

 

This study also faced some limits in the implementation of lean: 

- Like in many companies, people at OC Sport do not want to change their routine 

because they are afraid of the unknown of new processes. 

- Coming from an engineering background made the proposed changes hard to 

implement in sport event business. 

- Disconnection between the leading management and shop floor personnel (people 

working on the installation process) was another barrier during this project.  

Management might take decisions to find solutions without understanding the true 

problem, as they are not enough involved in the on-site processes 

- Some solutions looked good but unfortunately they failed at improving the different 

processes. 

 

This was really interesting as the limit of the lean evocated in manufacturing context were 

also present in precise OC Sport level 4 processes. 
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6 Conclusion 
The way the SCOR model can be adapted to a recent and growing sport event company has 

been investigated in this thesis. The particularities of the company have required to 

adaptation the model provided by the SCC to this specific case. Indeed, even if this model 

can be adapted to service companies, OC Sport specific features led to adapt metrics, details 

and definitions, in order to explain the specific delivery make-to-order process (D2) using the 

SCOR model. 

This report aimed to study and find out how OC Sport could learn from processes 

management involved in manufacturing and production industries in order to improve their 

own processes efficiency. The SCOR model defined metrics and best practices for each level 

3 process. It also enables to focus on precise process from level 4, to be able to describe, 

analyse and measure the improvements that the lean can bring at this level, mapping from 

level 4 to level 3. 

The paper described the improvements brought to level 4 processes at OC Sport. Few basics 

improvements inspired by from the lean theory have resulted in lots of changes and they 

have dramatically increased the efficiency of the different processes detailed above. Using 

lean tools in relationship with the analyse of metrics, best practices, made the 

implementation of lean successful in this sport event business company that has never  

heard about lean before.  

 

However, lean has not been yet implemented across the whole process, but the couple of 

lean-inspired improvements set up through this project can be seen as a good first step for 

OC Sport in order to learn from manufacturing industry. 

 

Moreover, the implementation of lean tools needs to be continued, in respect to key 

continuous improvement specifications of lean. Implementation of lean takes time and then 

it requires people to be constantly focused on and to constantly look for improving the 

processes in order to be successful. That is why OC Sport is still working to develop new 

ideas in other processes such as implementing Gantt Project management system, Value 

stream mapping the on-site installation process. 

 

This implementation of lean tools also faces limits, and that’s also linked to the 

manufacturing and production industries, as the paper describes some of the same 

reluctances, unwillingness or limits/obstacles has been faced. 
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A. Appendix 1: SCOR release Timeline 
 

1997 

• Version 1:First version of the model Plan, Source, Make, Deliver, Metrics, Best 
practice and technology 

1998 
• Version 2:  Reconcile distinctions between discrete and process industries  

1999 

• Version 3: Enhance infrastructure elements, specific reference to software 
products removed. Enhance  inputs and outputs  

2000 

• Version 3.1: Restructuration of metrics  and infrastructure/enable elements. 
Definition of performance attributes developed.  

2001 

• Version 4.0, 5.0: Returns processes introduced. Ebusiness practices updated. ( 
restructuration of metrics continued) 

2004 
• Version 6.0: Retail D4, Revamped MRO 

2006 
• Version 7.0 

2007 
• Version 8.0 

2008 

• Version 9.0: New metrics, processes and best practices. Completely 
redesigned reference model 

2010 

• Version 10.0: Metrics and best practice people are added.(In addition to 
process) 

2012 

• Version 11.0: New cost metrics, consolidation of enable processes, New best & 
standard practices 
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B. Appendix 2: SCOR 5.1 (SCC): M2.2 ID Card & Workflow 
 

Process Element: Issue Sourced/In-Process Product Process Element Number:  M2.2 

The selection and physical movement of sourced/in-process products (eg, raw materials, fabricated 

components, subassemblies, required ingredients or intermediate formulations) from a stocking 

location (eg, stockroom, a location on the production floor, a supplier) to a specific point of use 

location. Issuing product includes the corresponding system transaction. The Bill of Materials/routing 

information or recipe/production instructions will determine the products to be issued to support the 

production operation(s). 

Performance Attributes Metric 

Reliability Inventory accuracy 

% Parts received at point of use 

Responsiveness Sourced/In-Process Product requisition cycle time 

Flexibility None Identified 

Cost Inventory obsolescence 

Inventory days of Supply 

Assets Cash-to-cash cycle time 

Best Practices Features 

Demand-pull mechanisms; Kanban 

replenishment signals from stockroom, 

intermediate products, or subassembly area 

None Identified 

Strategic safety stock of selected materials, 

items, or subassemblies to decouple sourced 

product issuance cycle time from supplier 

lead time  

None Identified 

Electronic material move transactions Automated process control , barcode data collection 

Complete lot history Inventory by lot of sourced/in-process or discrete 

order /usage reporting by lot or discrete order 

Back flush material at order completion Flexible back flush logic 

Supplier delivery to production process at  

point of use 

EDI link to supplier’s sales order and inventory systems 

 

Inputs Plan Source Make Deliver 

Inventory Availability  S1.4, S2.4, 

S3.6 

  

WIP Handling Rules, Move Information and 

Methods 

  EM.4  

WIP Location Rules   EM.6  
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C. Appendix 3: Metric, SCOR Model 10.0 (SCC) part1 
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D. Appendix 4: Metric, SCOR Model 10.0 (SCC) part2 
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E. Appendix 5: Lean Theoretical background 

History 
Lean is historically known as having been initiated by Henry Ford. It was in the be beginning 

of the 19th century, at Highland Park, where Henry Ford first implemented improvement in 

order to create a balance production flow.  His improvement was that he implemented 

standard work and interchangeable parts. 

Manufacturing lines were aligned with the different processes with the introduction of 

specialized and state of the art machine, in charge of one specific task. The aim was to create 

a production flow for all the building and assembly processes, while defining properly the 

process sequences. The result was that Ford was able to build and assemble all the different 

components needed or one vehicle in a really short cycle time.  

However, even if introducing lean, Ford was still facing a problem. Indeed, The Ford 

Company was only able to produce one color of the T chassis model, but more than that, all 

the model were identical up through the end of production (1926). The company was 

working on one part at a time, without changeovers. 

They were therefore not able to produce variety, and can’t answer this customer need. 

Some competing companies were able to do so, but with a much longer throughput times. 

Ford then improved its production workshop in order to improve its production line, keeping 

in mind the introduction of lean. Implementation of bigger machines, that were running 

process faster: decreasing the price of each process while keeping a production flow (with 

linked processes, sequence of process) 

This is assimilated as the invention of lean. Ford established a concept of thinking, they 

redefined and modeled their way of thinking, the way processes should be ran, executed, 

led, linked and structured. 

However, Ford improvements were focused or considered as focus on the final steps of the 

industrialization process.  

Even if it’s hard to define the real origin of lean approach or lean thinking, lean 

management, the one that revolutionized the manufacturing companies and their 

production, appeared at the end of the Second World War. 
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Actually, Toyota looked at the situation before the Second World War, but more precisely in 

in beginning of the 1950’s. The aim was to keep the flow production while implementing the 

availability to produce and offer a wider variety of products. Kiichiro Toyoda visited the 

ford’s factory, in Detroit. He inspired himself from the ford’s production flow and the study 

he and Taiichi Ohno made, about this new manner of acting. Therefore, thanks to their visit 

of the ford’s factory, this key element can be considered as the origin of the new production 

flow of Toyota called TPS (Toyota Production System) as well as the lean production system. 

Taiichi Ohno is often considered as the father of Lean manufacturing having implemented 

the TPS. He developed, improved (always, and in a continuous way), structured, and 

standardized this production system.  

“All we are doing is looking at the time line, from the moment the customer gives us an order to the point 

when we collect the cash. And we are reducing the time line by reducing the non-value adding 

wastes.” ~ Taiichi Ohno 

This new system (TPS) was followed and copied by many companies. It started the expansion 

of the lean. It first happened in Japan, as describe by Womack, Jones and Roos in their book 

“the machine that change the world” in the 1990, from the car manufacturing in the 50’s to 

the car assembly in 60’s. It then expanded to huge range of supply chain. This step marked 

the first time where lean begun to be taught or at least communicated to other companies. 

The machine that changed the world, (1990, Womack, Roos and Jones) described the 

principle that Toyota implemented in its early beginning of the use of lean.   

This new way of thinking, producing, managing, took some time to reach Europe and the 

occident. Even if it was really successful, improving, and benefit each times it has been 

implemented; technology and behavior in the early 80’s where not as it is in the 21st century. 

It took around 20 years to admit this improvement and implement it in occident. As stated 

above, the communication of lean was helped by books like “the machine that changed the 

world, as well as “lean thinking” or “triumph of the lean production system “at the beginning 

of the 90’s. In their books, Wamock, Roos and jones focused on the Toyotas production 

system, comparing its efficiency, accuracy, productivity and many different aspects (that can 

be linked with the metric studied in the previous chapter) with competitor in the same 

business, production area. The results were showing superiority in the way Toyota was 

acting, and that books finally and obviously brought lean to occident. 

As stated, the lean has evolved over the last decades. Scientist Hines, Holweg and rich 

classified this evolution into 4 different stages. 

  

http://en.wikipedia.org/wiki/Taiichi_Ohno
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This first one, from the 80’s to 90’s can be called the awareness period.  Lean was focus on 

cost and JIT technique. Indeed, lean was focused on really localized impact, without really 

having an impact on the overall production line as aimed. It was the apparition of 

improvement on the shop floor and the techniques used at this level.  

“Improvement usually means doing something that we have never done before.” ~ Shigeo Shingo 

Lean was based on the automotive industry (car engine, vehicle assembly) with no ability to 

answer the demand variability. 

The second period is defined to be from the 1990’s to the middle of this decade. This period 

witnessed the expansion of the range of focus.  The implementation of lean in occident at 

this period was successful in a wide range of company, business, manufacturing area, and 

lead the focus to  the TQM ( total quality management), process reengineering,…This period 

introduce the concept of perfection at the first time.  

“Perfection is not attainable.  But if we chase perfection, we can catch excellence.” ~ Vince Lombardi 

It was also the period of the publication of the books described above in the paper. 

The third period was not bringing new tools or methods in the use of lean than the ones 

already existing (Total quality management, total productive management, just in time, 

Kanban…) but presented an evolution in the way the lean management was structured. It is 

also introducing the notion of value streams, with a more important focus on customer.   

“There is only one boss, the customer. And he can fire everybody in the company from the chairman on 

down, simply by spending his money somewhere else.”  ~ Sam Walton 

Womack and jones published lean, which was a key point of the evolution of lean. Lean 

manufacturing became known as a philosophy, the lean thinking. Last period is from the 

2000’s on onwards. Even if some research are presently aiming at separating this onward 

period as two period (a new one from 2010?), it’s still hard to make separation on the 

present evolution. Nowadays, Toyota model is still a respected and recognized model over 

the world. This system is seen as a kind of reference that proofs the power, the validity of 

lean management. That’s why lean thinking is now something that engineer schools teach to 

their student as a major topic. Number of books, study, research and even this paper 

witnessed the growing interest of people in lean.  

However, Toyota production system has never been fully copied, and lean is not successfully 

implemented everywhere. This limit can be explained by the presence of seniors and unused 

to lean engineers in the management board or on the production shelf.  

“There is a widespread resistance to knowledge as new knowledge may disclose some of our failings.” ~ 

Edwards Deming 
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Definition of lean  
This part will try to define the concept of lean and all the ideas that can be linked to this 

term. The lean may be defined as the lean thinking, the lean production, the lean behavior… 

Indeed, lean is more a general concept and there is a need to clarify what does this concept 

stands for. 

Several definitions of lean have been given from different scientists over the years. It is 

interesting to use these definitions to build a new overall understanding of the lean. Indeed, 

it reveals well how wide and varied the concept of lean can be. There is no one unique 

definition of what is lean, but thanks to all the different definitions provided by scientists, , 

this helps to find similar features   

As an example, here are four definitions elaborate by scientists: 

Lean thinking is defined as a continuous thinking and improvements aiming at systematically 

eliminate the waste (Santos et al., 2006). 

Lean thinking is a time line, where a company must look to it from the moment the customer 

gives it an order to the point when the company collects the cash. (Ohno,1988)  

“All we are doing is looking at the time line, from the moment the customer gives us an order 

to the point when we collect the cash. And we are reducing the time line by reducing the non-

value adding wastes.”  Taiichi Ohno 

Lean thinking is shortening lead time by eliminating waste in each step of a manufacturing 

process. (Womack et al. 1990) 

Leans means value from the customer’s perspective, then remove all unnecessary activities 

and make the process better and better, producing as much as a customer wants, no more 

no less. (Liker (2004) 

Lean is a cost reduction and productivity improvement technique (Achanga et al., 2004, 

2005a, b; 2006; Bicheno, 2000, 2004; Womack et al., 1990; Womack and Jones, 1996),  

Lean is a new efficient paradigm for operations (Katayama and Bennett, 1996;Williams et al., 

1992). 

Finally, lean has been defined in a lecture I received by Associated Professor, Head of 

Operations Management Chair, at Tallinna Tehnikaülikool/Tallinn University of Technology in 

a way that I appreciate.  Lean is a philosophy of process organization and management, 

which incorporates a set of tools and methods for waste elimination with the focus on 

people development and continuous improvement. 

  

http://en.wikipedia.org/wiki/Taiichi_Ohno
https://www.facebook.com/ylikool?ref=br_rs
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Indeed, lean cannot be regarded as a well-defined process fixed nor a specific solution to 

implement. It has to be seen as a strategy which has to take into account all the specificities 

of a specific context.  As explained by Alex Miller, Professor of Management at the University 

of Tennessee, “Lean is not a program, it is a total strategy”. 

However, even if it is quite complex to provide one unique definition of the lean which 

encompasses all the features, including strategy, it is possible to define the objectives, based 

on a long term philosophy: 

 Eliminate operational waste and improving in the meant time the valued added 

process (time, costs…) 

 Deliver value added products (zero defect philosophy, quality as expected, product 

that meets client expectations) ) 

 Produce just in time (respect customers’ orders while lower the inventory stock and 

therefore the cost of the stock) 

It cannot be seen as something that just fulfill or aims at fulfilling one unique objective. It’s 

not something that just aims at reducing cost or just to improve a particular aspect of one 

process in one company. 

Indeed, more than just having these objectives, lean is a concept using methods and tools- 

that will be defined subsequently) - in order to improve the way the company is working. 

The key point is to underline that lean is a concept and a philosophy which aims at 

identifying, analyzing and solving problem in order to bring an overall improvement. It is also 

trying to standardize this improvement across the different processes of the company, the 

organization and the working area. Lean focus on customers but in the meantime it also 

empowers employees. Vardanega, President of my engineering union and president of PSA 

board said about the lean “Lean differs from Less Employees Are Needed”. Indeed, lean 

emphasizes on people in making them feel part of the change, and involve them in the 

overall process. As explained above, lean is a difficult notion to define in one single sentence, 

if you narrow this concept to one. Lean has to be seen has part of a context, and that’s why 

it is considered as a methodology that is successful in many areas and many companies. 

Considering lean has one particular goal (like eliminate unnecessary cost, a major point of 

lean thinking) won’t make it successful everywhere as it is the case. There are thereby 

different kind of leans, depending on which area the lean is applied, and its main goal. It also 

has to take into account the specificities of the company where it is implemented. I am really 

interested and passionate about this subject. Thank to my experience in the sport event 

business management and more specifically in the logistic, I have realized that lean is still 

unknown. This paper aims at showing how this concept could be applied to an atypical area 

and what opportunities it could create. 



Appendix  10 
 

 
   

Lean management 
The lean management is a part of the lean concept. This concept is not brand new for the 

companies as they had to cope many management issues over the years.  The problems 

faced by companies can be pretty different form one context to another. In that way, the 

lean management has been thinking as a tool needed to solve these management issues. 

The lean management must be a flexible concept that can be implemented in all types of 

companies, within different areas or business.  It implies that this concept has to be 

adaptable; the different conceptions of management have to be suitable for the lean 

concept. Here comes the lean management. That also emphasizes the power of lean 

management, being standardize and generic. Moreover, as Womack, Jones and Roos said in 

their book the machine that changed the world » lean will reach its maximum power when it 

will be fully implemented. This means that all the companies, but also all the processes, 

elements, people, machines and resources should be used with a lean vision of 

management. 

Following some studies conducted about the implementation of the lean, companies have to 

cope with some challenges that can be categorized as follow: Purpose, Process and People. 

Indeed, the purpose may not be always well-defined and can omit crucial information about 

how to solve customer problems or to fulfill their needs. It may also not be clearly 

understood and evaluated, or even considered at the right level. Processes might not be 

clearly defined and specified. That’s what the SCOR model seems to be a good way to define 

the process. The final important issue is the human aspect of the question. Indeed, people 

lay at the heart of a company and they are its driving value... The main goal is to make 

employees understand how the lean management can help them to solve problem in order 

for them to understand why they have to change and adapt their behaviors... The key point 

is for them to have a global vision and understanding of the Value Stream of the whole 

company. In that way they are then able to understand the complete process - from the 

supplier to the customer - rather than just stay focus on their own task  

To sum up, the lean management enables each customer or customer group to identify the 

value streams of every product. It then allows focusing on the purpose problem. The goal is 

then to be able to identify and define the value and its flow. The lean management is also a 

way to solve process issues in attributing one leader for each single value stream. The 

outcomes of such a strategy can be highly beneficial for the operations of a company. Each 

leader is then able to provide feedbacks about the value stream he is in charge of. Thanks to 

these valuable information the company can have a better and more accurate vision of the 

current state of its entire flow of production., The next step for the company is to able to 

implement and conduct changes To do so, they have to define targets and goals and to 

empower people in finally assigning responsibilities for every project milestones. Then, it 

becomes crucial to communicate on the changes made in providing a clear explanation to all 

the people involved in the company. It is a key issue that all of them understand why 
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changes has been made and what are the positive outcomes for them and for the entire 

company.  The following point is then to respect this continuous improvement defined 

above, and therefore the company has a create a virtuous circle of continuous change and 

then become able to always think about how to improve the entire value chain. 

 

 

 

 

 

 

 

 

 

 

 

 

The author of the book ‘The machine that changed the world’ proposed different ways to 

keep improving this way of management 

As stated above, there should be a dedicated leader to each value stream. This one should 

be in charge of his own value stream but in the meantime   he has to be able to keep a 

overall view of the entire production flow of the company. He should also respect the 

continuous improvement concept. Moreover, he is the link between the top management 

and his team, and he is the one who really understand his value stream and who can provide 

information about it to the top managers It is his responsibilities to provide them all the 

useful information such as what are their human needs, how the process can be improved or 

what are the specificities of his product., He needs to create this bong in order to keep 

everyone focus on the lean management and on the continuous improvement concept. 

 

The value stream manager should always stay focus on the value stream. He has to look at 

how to improve processes related to that data. One mistake would be to focus only on the 

end of the process andon the result using a by a kind of pre-set control system (involving 

metrics, figures, rates, percentage or whatever system that enable to measure all the 

Figure 9 : Lean management structure 
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different kinds of process) or a final state examination. The problem with that king of 

process is that it does not explain the origin and the reasions of a mistake. The value stream 

manager should therefore focus on all the entire value chain, always relating his thinking to 

value stream and lean concept. 

Last but not least, the value stream manager should not focus on head’s management orders 

and instructions, but on his process value stream, adapting head’s management desires 

according to his own vision. He should wonder about how to respect and to be in correlation 

with his head’s management while focusing and questioning his value stream. This question 

will lead to the use of PDCA that will be described later in the lean management’s tools. He 

should keep in mind that PDCA is a continuous circle, aiming at continuous improvement. 

Indeed, the improvement, in a continuous and scientific way, will inevitably lead to what can 

defined as a sustainable process and improvement. 

The use of PDCA tools led the paper to a more precise study of the lean. Lean principles 

should clearly be defined and explained, in order to understand what lean is based on. 

Indeed, principles are fully related to the definition of lean and bring more details and more 

understanding on what is lean (whether the lean production or the lean thinking). Indeed, 

they are not the same depending if dealing about lean production or about lean thinking 

even if all of them are related to lean concept. 

 

Lean thinking 
Lean as a concept can be defined as lean thinking. It means a manner of thinking, related to 

lean. It’s the fact of behaving, acting, doing things on a lean thinking way. As Kilpatrick said in 

2003, lean is “a systematic approach to identify and eliminate waste through continuous 

improvement by flowing the product at the pull of customer in pursuit of perfection”. That 

explains that lean is more than a company improvement in the process. It’s a manner of 

thinking: that’s lean thinking. It basically refers to how it’s called, it is a think of how to do 

things better, quicker, for lower price, and eliminate all kind of waste in the different areas 

(no rework, no waste1 of material, etc…). 

Lean thinking is based on principles. These principles are actually the different steps defining 

a kind of process, i.e. the way to implement and develop lean thinking. That is the way to 

make the link between lean thinking, the concept of lean and the manner to implement it, 

the actions needed in different kind of companies, business area, context and situations. 

Finally, these principles are actions that will build and be the basement of the philosophy of 

the lean, since lean thinking can be considered as a philosophy. It aims, as the general 

definition of lean stated, as constantly trying to improve processes in a value stream way, 

                                                      
1
 Waste: definition of waste will follow in this paper 
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focusing on customer. At the end, these principles permit the company to maintain a high 

level of performance and efficiency in term of customer service whilst being really flexible 

and adaptable to any external or internal factors. It also fixes the strategy of the company in 

term of growth, improvement and change. These factors have been defined by Womack and 

Jone, in 1996 in their book “Lean Thinking”. It is generally considered as a kind of scope to be 

used and implemented by any organization or company. 

The picture below illustrates the 5 principles and their relationship in a circle way. 

 

 
Figure 10 : Five principles of Lean Thinking  

 

Womack and Jones’ five principles are the following: 

 

Identify what creates value (focusing on customers) 

The first point is to clarify what are the customer expectations in terms of product or service. 

Therefore, by defining clearly what are the customer’s expectations, what he pays for, waste 

can be identified in all the different processes, i.e. the thing that do not bring any value in 

term of customers’ expectations. 

 

Map the value stream (different steps) 

The value stream needs to be drawn across all the different steps that establish the final, 

complete and entire process. It concerns the whole process for both product and service 

delivery, from the supplier to the customer. Unnecessary tasks can be identified and more 

generally any kind of waste. 

  

1. Identify 
what creates 

value  

2. Map the 
value 

stream  

3. Create 
value  flow  

4. Establish 
pull 

5. Seek 
perfection 
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Create value flow with these actions 

Once knowing what the customers expect, and know how to do it, the goal is to create a 

flow across the entire process. In other words, more than having different steps in logical 

order, the purpose is to create a continuous flow through these different steps. Whilst 

eliminating waste, the aim is to get a continuous flow without any kind of interruption, any 

downtime i.e. unnecessary, unneeded and unexpected loss of time. 

 

Establish pull: customer pull the value from the production organization 

Establishing pull system is based on customers need. It’s important to create this pull 

system, as a link between the customer and the company (which can be a service company), 

the manufacture, and the builder. As said before, this pull system will be based on the 

customer’s needs i.e. what he wants, when, how much… The process will finally suit the 

customer expectation, whilst being adaptable. 

 

Seek perfection: try to continually remove the different layers of waste 

The last step (understand here the last step described here since, as these 5 steps constitute 

a continuous improvement process working like a continuous circle, it’s hard to speak about 

one last step). The aim is then to have a continuous flow between all the steps, a flow based 

on pull from customers. This should point out and show the various kind of waste, so that 

they can be canceled them. The process and its 5 principles are continuously improving, 

looking for perfection. As Vince Lombarrdi said, ““Perfection is not attainable.  But if we chase 

perfection, we can catch excellence.”  Excellence could therefore be defined as a process for which 

every step, action gives as much value as possible for the customer, whilst meeting its needs. 

 

These principles finally reach Wamock statement: “doing more with less, using the least 

amount of effort, energy, equipment, time, facility space, materials and capital, while giving 

the customer exactly what he wants” 

Results of the implementation of lean principles are often quite impressive as Mike Engel, 

Chief Operations Officer at FLEXcon stated. Indeed, according to him, his company has led to 

a huge improvement in about ten years. Here are some figures:  90% on times deliveries 

improvement, 20% waste reduction, 35% productivity increase. 

 

All these principles aim at reducing waste. It will be necessary to clarify it and define it.  They 

are actually 7 kinds of waste, which lead the research to the study of lean production. It will 

also allow dealing with 7 other principles that defined lean production. Even if they are more 

or less related to the lean thinking ones, it is important to note that lean thinking and lean 

production are different. It’s not all about lean. Lean is a context, and how it works in 

different contexts need to be understood, to be able try to use and implement it, on the 

sport event business, which can be part of a different context. 
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Lean production 

What is waste 

Lean is linked to the elimination of waste. It is therefore necessary to define it properly.  

Waste, as a proper definition as always is considered as something unnecessary that you 

lose something. It can be a waste of time, material, money and many others types. The aim 

of lean for the company is to focus on value stream, what add values whilst it answers 

customer’s needs. Lean methods aim at focusing on all the process in order to note all the 

sources of waste and eliminate them. 

Wamock and Jones have classified the different steps, of the whole production process into 

3 categories, related to the type of activities. (Wamock and Jones, 2003). 

- Process or activities that bring direct value to the customer need or requirement (in 

term of product, service…) 

- Steps or activities without inherent value, but that are necessary for the production 

process. Indeed, even if some steps can be considered as wastes, they can be needed 

for a process.  

- Proper waste. This category can be defined as activities that don’t add value, and that 

can be removed without impacting the production process. 

 

Waste in lean management. 

As said before, a process, step or activity creates value by bringing something that the 

customer will pay for or answering customer needs. A lean method, defines 3 categories of 

waste, just like the previous scientist did. They all begin with the prefix “Mu” which is a 

Japanese reference for a product or a service improvement. Indeed, as a key concept of the 

Toyota production system evocated previously in this paper, 3 kinds of waste were defined, 

called the three MS: Mura, Muri, and Muda.  

 

Figure 11: Muri, Mura, Muda 

MURI 

• Overburden 

Mura 

• Uneveness 

Muda 

• Waste 
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Muri: 

Muri is a Japanese word that means impossible, too difficult, excessiveness or 

immoderation, overburdened. It represents the fact the demand may exceed the capacity 

(Womack J, 2011). Muri, in the lean point of view can be related to people, or process. It 

means keeping in mind the capacity of the resources that can be machines or humans. Muri 

can be avoided using standardization. Ford’s point of view was that each machine or process 

should work on a standardized way, as the following one expect it to works like that, and 

equipped or designed to work on a standardize way. An example of Muri can be an 

unrealizable scheduled production regarding the machine capacity or impossible task 

regarding human activities.  

 

Mura  

The second kind of waste is Mura. It refers to irregularity, inequality, and lack of uniformity. 

This waste cannot be linked with the customer, but is related to the processes. Indeed, if 

different steps or activities are not standardized, each various way of processing for one step 

can add wastes. It may also lead to quality problems. Mura also limits the possibility of 

improvement. In fact, without any standard defined across all the process, any improvement 

will have a limited effect or impact. Indeed, will this improvement be conserved, added to 

the method and presented in the new standard. An example is unbalanced companies or 

processes. When focusing on one target, numbers of sell in one precise period of time for 

instance, it might lead the production manager to try to fill them up too fast at the end of 

the period to fulfill the objective, without thinking on a long term basis objective.  That 

manner of acting, creating more necessary works at the end of defined period can lean to 

Muri. 

 

Muda 

The third one, Muda, regroup all the waste that should be eliminated in first place. These 

activities add no value for the customer needs or requirements, whilst consuming resources. 

They are the easiest waste to identify. Indeed, they are concrete wastes; they are consuming 

resource, but have no impact on the whole process target, objective, defined by the 

customer. There are two kinds of Muda. The first one is linked to the actions that are not 

slipshod (for different and particular reason, can be specific to the process, company, 

context, exterior influence…) but that don’t bring any value. In the other hand, the second 

part of Muda is the most important. Indeed, it gathers all the activities that don’t bring any 

value to the process objective, (as the same part of Muda), but without being necessary.  
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Figure 12: 3Ms Illustration 

The Toyota production system and its assimilated father Taiichi Ohno establish a list of 7 

“deadly wastes”. It was an integral and key component of the lean, at its origin in Toyota. It 

has later been redefined by many scientists. These 7 wastes are defined below and all 

related to a specific wasteful activity. Although these 7 wastes were first defined for 

manufacturing company and process, they have been adapted and alternatives appeared to 

use them in different business area as the sport event business. Indeed, some wastes like 

transport won’t be use by a company providing software. But it can be replaced by an 

alternative one (unfinished project for instance). Moreover, these 7 wastes can be seen as a 

framework in order to identify waste in any kind of companies or business, like the sport 

event business. That’s why the paper will focus on it later. Over the years, an 8th wastes even 

appeared in some papers. This one will also be defined and precised below. 

 

7 Wastes 

Over Processing:  

This kind of waste represents the fact of doing more than needed.  Even if it can sound as 

something positive, if it was not expected by the customer, not part of his requirements, 

which means that the customer didn’t pay for it, it will become a waste. Moreover, using 

machines more precise, making higher quality than expected is kind of overproduction 

waste. This kind of waste is present it many areas, and could be identified in the sport event 

business... 
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Transportation 

This waste is really common and seriously taken in consideration in the manufacturing area. 

Indeed, it’s an easy kind of waste to reduce. It has been study precisely and that even led to 

the creation of logistic company specialized, and which only focus on transport, working as 

service and Advice Company. Each time something is transported, it adds a direct cost, 

without adding any values (apart from specialized cases). Indeed, it doesn’t transform the 

product or service to transport it. This is a present waste in sport event business companies. 

 

Unnecessary motion 

This waste refers to the cost due to the production process. Indeed, the production process 

may imply costs due to the need of modifying a machine, a process, or a production line. It is 

all the cost related to the production process. It could be related to people as well as 

machine, process. It can be broken equipment, or that need to be modified, reset, an injured 

person injured, an unnecessary tool in a machine.  

 

Waiting times  

These wastes are presents everywhere in any kind of companies. Indeed, waiting times can 

be lots of different sorts. It can be related to people, machine or process. Whenever goods 

or services are not being processed, it’s a waiting waste. However, this one has to be 

moderated in the case of sport event business as there are lots of services, process that 

need time to be proceed ( approval, communication, contact,…) as it will be evocated later. 

 

Rejects & defects  

 These wastes imply a direct cost. Indeed, whenever a defect happened, or a product or 

service is rejected, it has a direct impact on a cost point of view. Indeed, it may need some 

rework (to correct) or reschedule (for the future). It means that the product or services will 

take longer to be proceeded, more time in work in progress, as well as more labor work 

(additional work needed). Moreover, this cost can’t be transferred to the customer. It’s a 

direct loss for the company. In term of sport event Business Company, this is something 

really important, related to the customer expectations. 
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Inventories 

An inventory is a kind of waste. Indeed, each product, that are in the production line 

(whether half produced or finished:  part of the raw material, work in progress or finished 

products) are having an impact in term of cost (the cost of being on the production line, 

using machines,… and the cost of the operation already done on the product) without having 

an income (as not finished or sold yet) for the customer (not sold) or the company that 

produce it (not finished). In the sport event business, it’s hard to identify them, as there is no 

proper production of goods.  

 

Over production:  

As it names stands for, over production relate to everything that is done, but not sold. These 

wastes represent the products done, manufactured, proceeded, without being used or sold. 

It’s basically building over quantity that will become proper waste. Large batches often lead 

to this kind of waste (even if you decrease the item’s price by producing large batch because 

the price of the machine is divided by more items, or raw material is cheaper in large 

amount), you may face this kind of waste. In sport event business, it can be found at over 

production services. As stated above, an 8th waste appears in some scientists study. Indeed, 

Taiichi Ohno itself considered an 8th type of waste. This one is quite important, in a lean 

point of view, as it is related to people. In his book, the Toyota way (14 management 

principles), Liker defined this waste as “unused employee creativity”. 

 

Unused employee creativity 

It is the waste that refers to the lack of gain a company can have from their employee. It can 

be “loosing time, ideas, skills, improvement and learning opportunities by not engaging or 

listening to your employees”. Of course, these wastes are present everywhere and 

anywhere. However, it’s impossible for a company to take all its employees’ ideas (as they 

can have opposite ideas for instance). It’s also hard to take the most of all the different skills 

of every single employee. On the other hand, there are plenty of examples of company not 

aware of this lack and for which this waste is a really important one. It’s something that the 

company can have for free (or nearly) and that can bring a lot to the company. Companies 

are not always aware of the power and the resources that their employees provide. This is of 

course present in all the different working area among which the sport event business. 

Theses 7+1 wastes are really generic. They can be adapted for all company and area, and 

that’s why it’s really interesting to define them, to be able to analyze them in the lean study 

the research was focused on. In order to discover, analyze, face and finally delete these 

wastes, the use of tools is required. Several tools of lean have been defined over the years, 

and it’s important to know them, in order to be able to use them in the proper and efficient 

way.  
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The different Tools of the lean  
There are many different tools referenced as lean tools.  Over the years, up to 25 tools have 

been defined and described as lean methods by different scientists, and the “lean six sigma 

pocket toolbox” is giving 70 tools to improve quality and speed. These 25 essential lean tools 

won’t be described in this paper, but the paper will focus on 10 of those. Indeed, this paper 

won’t allow focusing on 25 in a precise way. The paper can’t pretend using 25 tools in a first 

step of implementing lean in a company. That’s why it has been decided to focus on the 10th 

common ones, as described in figure 13. Every tool is really common and will be introduced 

later, in relation with the sport business. 

 

5s 

The First one is 5S. This one is among the first common and used tools in different industries. 

This 5S, originally in Japanese, has been adapt to English and stand for Sort, Set, Shine, 

Standardize and Sustain. This tool is common as seen as a good starting point to implement 

lean. Indeed, it deals with standardization and its part of visual management. These 5S allow 

employees to have a look at the whole process flow. It aims at eliminating waste due to a 

badly organized work area. Sort means eliminating everything that is not necessary (material 

or non-material). Set is related to the organization, the aim is to have everything at the right 

place, processes in the right order, and continuous flow. Shine is related to clean, as it’s a 

key point of a working and continuous flow. Standardize means implementing standard for 

each process or elements that. Sustain mean maintaining standard and the 4 previous S.  

Lean 
tools 

5S 

VSM 

Error 
Proofing 

Root 
cause 

Analysis 

Kanban 

SMED 

TPM 

Standar
dized 
Work 

Continu
ous flow 

Point of 
use 

storage 

Figure 13: Lean Tools 
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Value stream mapping 

This tool allows having a quick look at the production or any kind of flow. Based on the 

current state and describing the future state, it allows seeing the improvement project and 

the value stream of the process. Material as well as information flow are described in that 

tool. It’s also one of the most common tools of lean; as it’s directly focused on value, whilst 

aiming at improving the process describing present and future state. 

 

Error Proofing 

Called Poka-Yoke in Japanese, It’s a tool that aims at preventing any defects in process. It can 

be described as an anticipating tool. Correcting a defect is much costlier in money and time 

than anticipating it. Choices or process that can lead to defect should be banned, as the aim 

is to have 0 defects. It’s an upstream error detection tool. 

 

Root cause analysis 

This tools aim at deleting a problem, a waste, and a defects whilst focusing and facing the 

root cause. More than fixing just the encountered problem, it is needed to analyse the 

defects, and understand where it comes from, what’s the root of that. It can thereby be safe 

deleting it in a continuous way. This tool is related to the 5 why methods. Indeed, asking and 

answering 5 times why to a defect, problem, must lead to the root of the problem. 

 

Kanban:  

This tool is really important to establish a pull system in a company or in a specific process. 

It’s related to lean through the pull principle of lean thinking. The pull system is based on 

different signals. Cards are one common signal. Indeed, the information of a need is 

transmitting through this card, which communicates the need of a good. It allows avoiding 

waste from overproduction (as defined above) and reducing or even eliminating inventory. 

 

SMED 

 Standing for Single Minute Exchange or Die, this tool is based on manufacturing companies. 

It is defined as the aim of reducing change over time to less than 10 minutes. However, it 

can be related to a more common approach that underlines that any reduction in term of 

setup time is a benefit. That is really important in the sport event business area. It can be 

realized through different operations such as the elimination of waste or standardization 

and that why it is linked with other tools. 
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Total Productive Maintenance 

 This tool focuses on proactive and preventive maintenance. Indeed, it therefore maximizes 

the operational time of equipment. It aims at improving equipment reliability thanks to the 

use of these 2 types of maintenance. It also empowers employees trying to involve them in 

that total productive maintenance. Eliminating short stops, rework, waste and increase 

overall equipment effectiveness. OEE is a metrics that give the state of the TPM. The aim is 

to have the best level of OEE, in a continuous manner. 

 

Standardized Work 

Standardize work is linked to the use of the SCOR model. Indeed, it aims at capturing best 

practices (which suppose they have been defined, possibly through SCOR model). This tools 

need to be continuously implemented (related to the continuous improvement of lean). 

Indeed, each process, work, can be improved (root of lean thinking). This standardized work, 

also part of the 5S permit to always use best practices (at least the one defined as the best 

one, at the moment it is executed). It also allows keeping the best practices in case of a 

change of operator executing the task. This is a really important point in sport event 

businesses to standardize (particularly to avoid waste), as it will be describe later in the 

paper. 

 

Continuous production flow 

This tool which can be specific to the manufacturing area is also linked with the sport event 

business.  This tool aim at eliminating different forms of waste, particularly wasting time and 

transport. The aim is that each process is a continuous flow without any stops. It can also be 

linked to one piece flow production. Each piece, part, move from one step to the following 

at the same time, avoiding bottleneck (so related to bottleneck analysis, in order to delete 

wasting time). 

 

Point of use storage:  

This is also called Stock Keeping Units (SKUs). It is related to the fact of keeping the goods as 

close as possible to the area they will be use or needed. More than avoiding transportation, 

it also clarifies the tracking of that good, inventory. Available space is really often limited and 

that tool is also really important to eliminate successful transportation (instead of moving a 

good several times, it’s moved once, as close as possible to its future operational area). 
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F. Appendix 6: 2D Oman/3D Oman 
 

 

(All 2Ds come with Key) 
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G. Appendix 7: 2D Singapore/3D Singapore 
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H. Appendix 8: 2D VIP St Petersburg/3D VIP St Petersburg 
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I. Appendix 9: 2D Qingdao/3D Qingdao 
 

 
 


