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Abstract

Six Sigma Management has been introduced as a management strategy by leading
companies and some small and medium-sized companies in Korea. But it is not easy
for small and medium-sized companies to implement this new management system
because of their business environment such as poor manpower or lack of time, etc.

This paper proposes an effective implementation model of the Six Sigma
Management for small and medium-sized companies using the management by process.
First, We review the concept of Six Sigma Management and consider the problems of
introducing the system for small and meditm-sized companies. And then, Six Sigma
Management model for small and medium-sized companies named SIX SIGMA-s is
presented. Finally, we present a case s:udy of applying SIX SIGMA-s for a
medium-sized company.
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Sigma Improvement Sigma Management
Process 7= Process &
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> Work Flow Chart ZHA

* Production Process Flow

Chant &t&

* Business Process Map
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Flow Chart &A

* Total Production Process
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Sigma Base Sigma Improvement Sigma Management
Process 7= Process & Process =&
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ol =R Re—engineering
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Sigma Base Sigma Improvement Sigma Management
Process 7= Process 7= Process 7#=

! l _
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