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About John Melbye

John Melbye, CSCP, DDPP, DDOP, DDLP, DDDP
Become Demand Driven - Consulting, Training, Software, Thought Leadership

Endorsed Instructor for Demand Driven workshops.
Demand Driven Planner, Leader, Operations classes, Simulation Workshops
Over 300 have attended classes or workshops
Managing Director of ASCM Twin Cities (TwinCities.ASCM.org)
975 plus member organization with 2 staff members
Covers Minnesota and the surrounding region
Director of WA Solutions USA (WASolutions-USA.com)
Software as a Service Provider (SaaS), Demand Driven Implementations
Obsessed with Adding Value for our customers
Speaker / Presenter
2023 ISM World and 2023 / 2024 ASCM Connect very popular engagements
Supply Chain & Business Management topics. Storytelling and Analogy.
Podcast and YouTube Channels, #smilecreator
All Connections to John - linktr.ee/johnmelbye
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HOPELESSNESS
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HOPELESSNESS

Are we fighting a battle we can’t win?

PROBLEM

Chaos By Design




PROBLEM

Lead Time Reduction Programs

Vo]

SIMPLICITY




PROBLEM

Supply Chain Perspectives
Company Leadership

Supply Chain Personnel
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In life and business, all great moments
of regret begin with some version of,
“Come on, how hard can it be?”
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SIMPLICITY

The Starting Change in Mindset
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Inventory Management is not as simple
as your company leadership pretends.

And likely not as complicated as we
(and the tools we use) have made it.

The wrong tools increase the difficulty.
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DECOMPLIFY

I didn’t know it was a word either.




BOLD STATEMENT

Part .
Shortages Either:

1. We don’t have visibility to
our inventory health, or

2. We don’t have time to
resolve it after the
problem becomes known.
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THE PATH FORWARD

18




PATH FORWARD

How do we get this party started?
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If we know that plans go out the
window once the execution starts,
why do we spend so much time
planning and so little time
practicing execution?
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Successful
Inventory
Management

O\

Always have Have Precisely
Enough what'’s required

Independent Dependent
(Proactive) (Reactive)

Accounts for Assumes No or
Variability Low Variability

When we realize that we don’t need to
figure out which side wins and which
side loses, we understand that the goal
is to resolve the conflict.

It's not picking one or another.

It's figuring out, how we can achieve
both?
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DDMRP

N

Strategic Inventory Creates separate
Positions are Planning Horizons
Independently between the Inventory

Managed Positions

| |

Allows Agile Execution Allows Precise
Execution

We can Deconflict when

we understand that the

two paths naturally co-
exist within DDMRP

Once we realize it doesn’t have to
be an “either / or” scenario, it
changes what’s possible.

Caveat:

The amount of variability we can
absorb is not limitless, but rather
defined by the inventory positions.
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Manage Inventory With a Gauge

Increase Visibility and Reduce Cost
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Each Part (or SKU) An Inventory position Charting variation of
has a band of min and max is used inventory against the
Demand Signal Noise to absorb the impact min & max shows if we
that we call variability. of the variability. can reduce our

Max

Min

As we reduce variability, we can reduce the amount of inventory held
and yet ensure that we continue to hold the right amount of inventory
to absorb the variability of the demand signal and supply continuity.
It's a Statistical Process Control chart for Inventory management,
with a built-in “Gauge” for visibility of your inventory health.

inventory buffer.

No

24

12



BOLD STATEMENT

Lead Time
Reduction
Programs

Inventory positioning is a
lead time reduction strategy.
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Inventory Impact g
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Graphic created by Diego Valencia (WA Solutions)
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No researcher or analystis working on a

restaurant prediction model that will tell
us the exact menu items to be requested
by individuals entering the store between

2pm and 3pm.
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BOLD STATEMENT

Sales and
Operations
Planning

Start with Capabilities.
Then improve and adapt
those capabilities.
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The search for best practice is
mostly a review of historical
application of an idea, and the
resulting performance. But now,

we live in an ever-changing world.
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Leading Questions
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Lessons Learned

Four Focus Points
for today’s presentation
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Stop Manag
Chaos and Start Driving Progress

S Mcprer

Thank You!

17


mailto:YouTube.com/@BecomeDemandDriven

