PART I

Introduction







Chapter 1

Enterprise Resource
Planning

This is not a book aboult software. One more time: This is not a book
abouthow to select sofiware and install it on your computers. Rather,
i’s a book aboul how to implement superior business processes in
vour company  processes that yield a competitive advantage.

Right now you might be thinking: “Wail a minule. The name of
this book 1s BRP. How ¢an 1t not be about software?”

The answer 1s that Enterprise Resource Planning (ERP) is not
software. One more time: ERP s not software. There’s a lot of sloppy
terminelogy flying around today in the business press, and one mis-
nomer 13 to label enterprise-wide transaction processing software
systems 13 ERP. These softwarc packages support cficetive resource
planning and make much of it feasible, but they den’t truly do it. Plus
these packages conlain many business processes other than resource
planmng.

Therelore, we need to trot out another acronym that does refer to
software: 1:S. This stands for Enterprise System or Enterprise Sofl-
ware, In his book Mission Critical author Thomas H, Davenport de-
scribes enterprise systems as “packages of computer applications that
support many, cven most, aspects of a company's information needs.”

That makes scnsc to us. Now for another distinction: Not all ERP
business functions arc contained in the typical Enterprise Software
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Figure 1-1
ERP Processes
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(B8} suite, Similarly, the lypical ES containg soltware support for
business processcs that are not a part of ERP In Fisure 1-1, we can
sce that distinction graphically. Please note the three arcas on that di-
asram. The rightmost part of the figure refers to those functions con-
tained within a typical ES that arc not part of ERP; the leftimost arca
is for those ERP functions not normally supported by an ES; the
arca of overlap in the center references those ERP functions typi-
cally supported by nterprise Soltware.
Now let’s take a look at just what this ERP thing is all about.

WIIAT IS ENTERPRISE RESOURCE PLANNING
AND WHAT DOES [T Do?
Enterprise Resource Planning (ERPy—and its predecessor, Manu-

facturing Resource Planning (MR P 11}—is helping to transform our
industrial landscape. It's making possible profound improvements in
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the way manufacturing companies are managed. It 1s 4 strong con-
tributor to America’s amazing cconomic performance of the 1990y
and the emergence of the New Economy. A half century from now,
when the definitrve industrial history of the twenticth century is writ-
ten, the cvolution of ERP will be viewed as a watershed cvent. Let's
deseribe Enterprise Rescurce Planning as:

An enterprise-wide set of management tools that balances de-
mand and supply,

containing the ability to link customers and suppliers into a4 com-
plete supply chain,

cmploying proven business processes for decision-making, and

providing high degrees of cross-functional intcgration among
sales, marketing, manufacturing, eperations, logistics, purchasing,
finance, new product development, and human resources, thereby

enabling people to run their business with high levels of customer
service and productivity, and simultaneously lower costs and in-
ventories; and providing the foundation lor effective e-commerge.

Here are some descriptions of ERP, nol definitions but cerlainly
good cxamples.

Enterprise Resource Planning 1s 4 company increasing its sales by
20 pereent in the face of an overall industry decline. Discussing how
this happened, the vice president of sales explained: “We're captur-
ing lots of husiness from our competitors. We can out-deliver “em.
Thanks to (ERP), we can now ship quicker than our competition,
and we ship on time”

Fnterprise Resource Planning is a Fortune 50 corporation achiev-
g enormous cost savings and acquiring a significant competitive
advantage. The vice president of Togistics stated: “ERT* has provided
the key to becoming a truly global company. Decisions can be made
wilh accurate data and with 4 process thal connects demand and
supply across borders and oceans. This change is worth billions to us
in sales worldwide.”

Enterprise Resource Planning 18 a purchasing department gen-
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crating enormous cost reductions while at the same time Increasing
1ts ability to truly partner with its suppliers. The director of purchas-
g claimed: “For the first time ever, we have 4 good handle on our fu-
fure requirements for componcnts raw and materials. When our
customer demand changes, we—ourselves and our supplicrs—can
manage changes fo our schedules on a very coordinated and con-
trolled basis. 1 dont see how any company can do effective supply
chain management without BRE”
That’s HRP. Here's how it came Lo be.

THE EVOLUTION OF ENTERPRISE RESQURCE PLANNING

Step One—Material Requirements Planning {VIRP)

ERP began life in the 1960s as Material Requirements Planning
(MRP), an outgrowth of carly cftorts in bill of material processing.
MRPsinventors were looking for a better method of ordering mate-
rial and components, and they found it in this technique. The logic
of material requirements planning asks the [ollowing questions:

+ What arc we going to make?
* What does it take to make 1t?

« What do we have?

What do we have to get?

This is called the universal manufacturing cquation. Tts logic ap-
plics wherever things arc being produced whether they be jet airerafi,
tin cans, machine tools, chemicals, cosmetics . . . or Thanksgiving
dinner.

Material Requirements Planning simulates the universal manu-
facturing equation. It uses the master schedule {Whal are we going
to make?), the bill of malterial (What does it take to make it?), and in-
ventory records (What do we have?) to determie luture require-
ments (Whal do we have (o gel?).

For a visual depiction of this and the subscquent cvolutionary
steps, pleasce see Figure 1-2, a modified version of a diagram in Carol
Ptak’s recent book on ERP7
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Figure 1-2
LEVYOLUTION O1F ERP

MRPII

Closed-Loop MRP

Step Two—Closed-T.oop MRP

MRP quickly evolved, however, inlo something more than merely a
hetter way to order. Larly users soon found that Material Require-
ments Planning contained capabilities far grealer than merely giving
belter signals for reordering. They learned Lthis technigue could help
to keep order due dates valid after the orders had been released 1o
production or to supplicrs. MRDP could detect when the due dare of
an order {when it's scheduled to arrive) was out of phase with its reed
date {when it's required).
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Figure 1-3
Priority vs. Capacity
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This wus o breakthrough. I'or the first time ever in manufucturing,
there was & formal mechanism for keeping priorities valid in 4 con-
stuntly changing environment. This is important, because in 4 man-
ufacturing enterprise, change is not sinply 4 possibility or even 4
probability. It’s 4 certainty, the only constant, the only sure thing.
The function of keeping order due dates valid and synchronized with
these changes is known as privrily planning

So, did this breakthrough regarding priorities solve all the prob-
lems? Was this all that was needed? Hardly. The issuc of priority is
only half the battle. Another factor capacity represenls an
equally challenging problem. (See ligure 1-3.}

Techniques lor helping plan capacily requirements were Lied 1n
with Material Requirements Planming. Further, wols were devel-
oped to support the planning of aggregate sales and production lev-
els (Sales & Operations Mlanning); the development of the specific
build schedule {master scheduling); forecasting, sales planning, and
customer-order promising (demand manasement); and high-level re-
source analysis { Roush-Cut Capacity Planning). Systems to aid in cxe-
cuting the plan were tied in: various plant scheduling techniques for
the inside factory and supplicr scheduling for the outside factory —
the suppliers. These developments resulted in the sccond step in this
evolution: closed-loop MRP. {See 19gure 1-4.)

Closed-loop MRP has a number of important characteristics:

It's 4 series of functions, nol merely material requirements planning.

It contains tools to address both prierity and capacity, and to sup-
port hoth planning and cxccution.

It has provisions for feedback from the exceution functions back to
the planning functions. Plans ¢an then be altered when necessary,
thereby keeping prioritics valid as conditions change.
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Figure 1-4
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The next step in this evolution 18 called Manufacturing Resource
Planning or MRP IT (1o distinguish it from Material Requirements
Planning, MRP). A direct cutgrowth and extension of ¢losed-loop
MRP, it involves three additional elements;

1. Sales & Opcrations Planning—a powerful process to balance
demand and supply at the volume level, therehy providing top
management with far greater control over operational aspects

of the business.

2. Financial intcrfacc—the ability to translate the operating
plan {in picces, pounds, gallons, or other units) inte financial

terms (dollars).

3. Simulation—the ability to ask “what-if” questions and to ob-
tain actionable answers—in both units and dollars. Initally
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this wus done only on an agprepate, “rough-cut™ busis, but to-
day’s advanced planning systems (APS) enable effective simu-
lation at very detailed levels.

Now it's time to define Manufacturing Resource Planning. This
definition, and the enc to fellow, come trom APICS—The Educa-
tional Societly for Resource Management. APICS is the leading pro-
fessional society 1n this fleld, and its dictionary has set the standard
for terminology over the vears.

MANUTACTURING RESOURCLE PLANNING (MRP 11}

A method for the effective planning ol all resources of @ manufuac-
turing company. ldeally, 1t addresses operational planning in
units, financial planning in dellars, and has 4 simulation capabil-
1ty to answer “what-if” questions. It 18 made up of a variety of
functions, cach linked together: business planning, sales and op-
crations planning, production planning, master scheduling, mate-
rial requirements planning, capacity requirements planning, and
the execution support systems [or capacily and material. Cuiput
from these systems is integrated with financial reports such as the
business plan, purchase commitment report, shipping budget, and
mventory projections m dollars, Manufacturing resource plan-
ning s a direct outgrowth and extension of closed-loop MRP

Step Four—Enterprise Resource Planning (KRP)

The latest step in this evolution s Enterprise Resource Planning
{ERP). The fundamentals of ERParc the same as with MRP IT. How-
cver, thanks in [arge measure 1o enterprise software, ERP as a sct of
business processes is broader in scope, and more cffective in dealing
with multiple business umits. IYinancial integration 15 even stronger.
Supply chain tools, supporting huginess across company boundaries,
are more robust. l'or a graphical view of ERP, see Figure 1-3.

Let’s now look at a complele definition of ERP, based on the de-
scription we saw 4 lew pages back:

ENTERPRISE RESOURCE PLANNING (ERP} predicts and
balances demand and supply. 1t 18 an enterprisc-wide sct of fore-
casting, planning, and scheduling tools, which:
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Figure 1-5
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+ links customers and supplicers into a complete supply chaln,
+ employs proven processes for decision-making, and

» coordinates  sales. marketing, operations.  logistics,
purchasing. finance. product development, and human re-
sources.

l1s goals include high levels of customer service, productivity, cost
reduction, and inventory turnover, and it provides the foundation
for efTective supply chain management and e-commerce. It does
this by developing plans and schedules so that the right re-
sources  manpower, materials, machinery, and money are
available in the right amount when needed.

Enterprise Resource Planning 1s a direct cutgrowth and extension
of Manutacturing Resource Planning and, as such, includes all of
MRP II's capabilitics. ERP 1s more powerful in that it: a) applies a
single sct of resource planning tools across the cntire enterprise, b)
provides real-time integration of sales, operating, and f{inancial data,
and ¢} connecls resource planning approaches to the extended
supply chain of customers and suppliers.

The primary purpose of implementing Enterprise Resource Plan-
ning is (o run the business, in a rapidly changing and highly compet-
itive environment, far better than before. How to make thal happen
1s what this book 1s all about.

THE APPLICABILITY OF ERP
FERP and its predecessor, MRP 11, have been successiully imple-
mented in companies with the lollowing characteristics:

« Make-to-stock

+ Make-lo-order

+ Design-to-order

« Complex product

+ Simple product
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= Multiple plants

» Single plant

» Contract manufacturers

» Manufucturers with distribution networks

» Sell direct to end users

= Scll through distributors

* Businesses heavily regulated by the government

» Conventional manufacturing (fubrication and assembly)

= Process manufacturing

* Repetitive manufacturing

» Jobshop

* Plow shop

» labrication only (no assembly)

« Asscmbly only (ne tabrication)

» High-speed manulaciuring

+ Low-spced manutacturing

Within the universe of companies thal make things  manufac-
turing enterprises  BERP has virtually universal application. This
hook deals with how to implement ERP 1n any ol the above envi-
renmenls. Some people struggle with this applicabilily 1ssue; they
sometimes say: “We're different, we're umque, it won’t work for us”
We've heard that 4 1ot over the years, What we have never heard 1s:
“We're different, we're unique, Generally Accepted Accounting
Principles {GAAPY won't work for us™ Well, ERP is the logisiics
anafog of GAAPR It's a defined body of knowledge that contains the
standard hest practices for managing that part of the business. The
main difference hetween the two is that ERP and its predecessors
have been with us for ahout four decades; double-entry bookkeep-

g and its offshoots have been around lor lour centuries. More on
this later.
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ERP AS A FOUNDATION

Today, there are o wide variety of tools and techniques that have been
designed 1o help companies and their people produce their products
better and more efficiently. These include Lean Manufacturing, Six
Sigma Quality, Employee Involvement, Factory Automation, De-
sign for Manufacturability, and many more. These are excellent tools
with cnormous potential.

But . .. nonc of them will ever yield their tull potential unless
theyre coupled with effective furecasting, planning. and scheduling
processes. Here's why:

11’3 not good enough to be extremely efficient . . . if you're making
the wrong stull,

It’s not good enough to make items at a very high level of quality . . .
it they’re not the ones needed.

It's not good enough to reduce setup times and cut lot sizes . . L ifbad
schedules prevent knowing what’s really needed and when,

Back in the carly 1980s, a now way of thinking ahout manutactur-
ing came out of Japan, and it was truly revolutionary. In this country
we've called 1l Just-In-"Time (JI'T), and more recently il has evolved
nto Lean Manufacturing.'

As with most new Lools and processes, its early adherents pro-
moled JIT with a missionary zeal  and rightly so. This s great siufl,
Some of them, however, took the approach that MRP/MRP 1T was
no longer necessary for companies doing JIT, The MRP establish-
ment pushed back and the result was a raping debate that generated
a lot of heat and not much light.

Today we can see the situation much more clearly, and we feel this
view has heen best articulated by Chris Gray, president of Gray Re-
scarch in Wakeficld, NH. Chris says that improvements to business
processes take one of three forms:

I. Improving process reliability. Six Sigma and other Total Qual-
ily tools are predominant here,

P Also celled Agile Marufzetiring or Synchrorous Flow Menufacturing.
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2. Reducing process complexity. Lean Manufacturing is heavily
used here.

3. Coordinating the individual elements of the overall set of
business processes. IRP lives here.

bnterprise Resource Planning, when operating at a high level of
ctfectiveness, will do several things for a company. First, it will enable
the compuny’s people to generate enormous benefits, Many comps-
nies have experienced, as a direet result of ERP {or MRP 11) dra-
matic incrcases in responsivencss, productivity, on-time shipments
and sales, along with substantial decrcases in lcad times. purchasc
costs, quality problems, and inventorics.

FFurther, IRP can provide the foundation upon which additional
productivity and quality enhancementscan be built  an environment
where these other tools and technigues can reach their full potential.

Liffective forecasting, plunning and scheduling  knowing rou-
tinely what 18 needed and when via the formal system 15 funda-
mental 1o productivity. ERP s the vehicle for getting valid plans und
schedules, but ot just of materials and production. It also means
valid schedules of shipments to customers, of personnel and equip-
ment requirements, of required product development resources, and
of cash flow and profit. Enterprise Resource Planning has proven it-
sclf'to be the foundation, the bedrock, for supply chain management.
Tt’s the glue that helps hind the company together with its customers,
distributors, and suppliers  all on a coordinated, cooperative basis.

VIORE ABGUT SOFTWARE

Now that we've kicked the ERP topic around a bit, Iet’s douhble back
on the soltware issue. Software for LR P is ke a set of golf clubs. You
could give the greatest, most expensive sel of golf clubs ever made 1o
either one of your [mendly authors, but they wouldn’t hreak 120.
Why? [Us simple; neither of us knows how to play golf.

On the other hand. lels say we send Tiger Woods out on the pro
tour with only a four-wood and a sand wedge. Would Tiger win any
tournaments? Not a chance. He'd never even make the cut. The rea-
son: To be competitive at the highest levels of the game, you need a
full set of ¢lubs in the bag.
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Two principles How from this analogy:

1. The acquisition of the tools, of and by itself, will not make you
proficient in their usc and thus will ret provide a compctitive
advantage.

2. To be truly competitive, you need 4 good and reasonably com-
plete set of tools.

Too many companies have bought an extremely expensive set of
“golf'clubs” {an enterprisc software system? but haven't learned how
to play golfl That’s why we read about so many “ERP failures™ in the
business press. The fuct of the matter is that ERP hasn’t failed at all
in those cases; it hasn’t even been attempted. Saying that LHRP failed
in these cases is like saving that goff fuiled because one of yvour au-
thors bought a $2,000 set of golf clubs and didn’t break 120. Golf
fuiled? Muakes no sense.

THr ABCS OF IMPLEMENTATION

Let’s look at the ABCs of implementing Pnterprise Resource Plan-
ning. The concept 1s dertved from Lhe basic ABC approach to inven-
tory control, in turn derived from Pareto’s law. In that technique, the
A Ttems are considered very significant, costly, important, efc.
Henee, they deserve the most attention and the most carctul plan-
ning and control. The B items are of less significance than the A
items, and, henee, less time is devoted to cach of them. The C ifems,
while cssential, arc of lcast overall significance and arc given pro-
portionate attention.

This ABC approach, applicd to implementation, states that fem
C is the compuier, both the hardware and software. 15 essential since
ERP car’t he done manually, but 1t’s of lesser significance overall
than the other elements.

Ttest B is the data: the inventory records, the bills of malerial, the
routings, ete. They are more significant and require more of the com-
pany's overall attention and managenal emphasis,

Trem A s the people, the most important clement in making it hap-
pen. If the people part of the inplementation process 1s manage
properly, the people will understand the objectives and how to get
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there. They'll take care of getting and keeping the data accurate.
They won't allow the “computer tail” to wag the “company dog,” as
hus been the case far too often. People dre the key.

C1.ass ABCD

Al the risk of getling into whatl might look like alphabet soup, we
need to introduce another concepl based on the letters A, 13, and C
plus one more. Here goes.

By the mid-1970s the term MRP had become a buzzword. Almost
everyone, it seemed, was “doing MRP” Muny companies weren’t
happy with their results. On the other hand, some companies were
achieving spectacular results, Companies” reactions to MRP ranged
from: “It hasn’t helped us at all” to “It's terrific; we couldn’t run the
business without 1t.”

It became obvious that there were profound differcnces in how
well companics were using this sct of toels. To help focus on this is-
sug, Oliver Wight, the leading pionecr in this ficld, developed the
ABCD classification. (See tigure 1-6.)

Figure 1-6¢

Class A | Effectively used company-wide; gener-
afing significant improvements in cus-
tanter service, productivity, and costs.

Class B | Supported by top management; used by
middle management to achieve measur-
able quality improvements.

Class € | Operated primarily as better methods
for ordering materials; contributing to
better inventory management.

Class | Information maceurale and poorly un-
derstood by users; providing Titte help
n running the business.

Class 13 installations have often been viewed as “another com-
puter failure” This strikes us as a4 bum rap for the computer, because
the computer 1s the only clement that's doing its job. Has the com-
puter failed? No, 11s working. Has ERP failed? Not really; it hasn’t
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had 4 chance. What has fuiled? The peopde in the company. They've
failed to implement and operate this set of tools successfully,

Class C medns a company has reduced its inventeries, o seme
cascs substantially, and probably is better able to manage engineer-
ing changes. The return on investment {ROT) for Class C typically is
very good. However, the company really hasn’t changed the way it
runs the business.

The company operating HRP at a Class B level has dramatically
improved its ability Lo deliver the product on time to its customers,
minimize shortages in the plant, avold unplanned overtime, reduce
inventories, und cope with the myriud of changes that typically con-
front a manufacturing organization,

Class A yields all of the Class B benefits and more. The business 1s
mandged with one consistent set of numbers, from top manage-
ment’s sales & operations plans down through the detailed schedules
tor the plant floor, the supplicrs, the distribution centers and, most
important, the customers. Financial plans and reports arc developed
from the highly accurate operational numbers used to run the busi-
ness on a day-to-day basis. Hixtensive use is made of stmulation, per-
forming what-i[ analyses using the IR P data base, in both units and
dollars.

To evaluate their performance, many companies have used the
Ofiver Wight ABCD Checklist for Operational FExcellence (Fifth edi-
tion, 2000, John Wiley & Sons, New York, NY). This checklist is a
scrics of questions which an organization can sclf-administer to de-
termine how effectively it using the tools of ERP, and this process
results i a letter grade (A,B, C, or D) and helps to determine the
path for improvement.

TMPLEMENTERS AND RE-TMPLEMENTIEERS

This book deals with how to implement ERP at a Class A level.
I‘urther, 1t applies to both first-time implementers and 1o se-
Imiplementers, companies whose first implementation resulied in
Class C or I results and who now want fo get the full bang for their
buck. For these of you who'll be re-implementing, be of good cheer:
Many companics now getting Class A results sot there via re-
implementation. The steps invelved in a re-implementation arc vir-
tually identical to a first-time implementation; the main difference is
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that some of the necessary steps may have already been accom-
plished satisfactorily,

Many companies today need to re-implement. Some of these dre
companics who, as we saw carlicr, thought they were implement-
ing ERP, but actually were only installing cnterprise software. Their
motivations were largely softwarc-driven: Y2K compliance, legacy
systerns becoming unworkable, multiple hardware platlorms sup-
porting loo many operational systems, eic. 'The problem is that, in
many cases, the new software was installed but not much else
chunged.

Many companies’ ERP implementuations in the pust sturted out
with the best imentions in the world, Company 8, for example,
wanted o re-engineer and Inprove processes, to umprove the way
they managed the business, and to give far better customer service to
an mereasingly demanding customer base. During the implementa-
tion, however, they were overwhelmed by the software. Enterprisc
software tends to be highly complex, and complexity can make it
very difficult to install. As the implementation project took longer
and longer, and cost more and more, top management became more
and more impatient. The result: a decision to forget aboul imple-
menting betler business processes and just get the software running.

Thus, Company 8 has new software but is still running the busi-
ness in much the same old way, and thus they need to re-implement.?
IMyou’re in this category, this book 1s intended for you every bit as
much as for the company implementing for the first tune.

THE IMPLEMENTERS® DILEMM A

In the chapters to come, we'll talk a [ot about the “Proven Path.”
which is the implementation approach we recommend. The com-
pany that follows the Proven Path can be virtually assured of a sue-
cessful implementation. The dilemma is that some companies may
not be able to [ollow the Proven Path, and the reason has to do with
soflware.,

Let's Took at the three types of companies wanting to implement
enterprise resource planning:

2 8orie call this £ “second wave”™ Implementation.
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The first type of company has already installed enterprise software.
Now it wants to improve its business processes by implementing
ERP, and thuscapitalizing on the ES investment. The Proven Path
will work very nicely for this company., probably in the Quick Slice
variant discussed in Chapters 13 and 14.

The second category ol company has not yet installed a complete set
ol enterprise software (although it may have installed 4 few mod-
ules ol un ESY, ERP 1s g higher priority than ES: thus soltware 1s-
sues will be subordinuated 1o the ERPinitiative, This compuny hus
what we call 4 “clean sheet of puper™ and the Proven Path applics
completely,

In the third case, the company has already begun installing enter-
prise soltware or is about to do so. LS is the priority. This company
may nol be able to simultaneously implement HRP using the
Proven Path. Here’s the dilemma: workload. Installing enterprise
softwyre can be un enormous tusk. liven with lots of people from
outside consulting firms, the time requirements {or the company’s
peoeple are very large.

Later we'll discuss in detail why implementing ERP cannot be sub-
contracted to outsiders. For now, take it on faith: An ERP implec-
mentation i3 a do-it-yourself project; it requires intimate knowledge
of your business. The cssence of implementing ER P is to acquire bet-
ter business processes, and these must be implemenied by the people
operaling the business.

That said, if these folks are pretty much overwheltmed with a) do-
ing their day-to-day Jobs and b) participating heavily m an ES in-
stallation, they won't have the time or mental energy necessary to do
the hard work invelved in implementing I'RE Thus this company
witl not he abie to follow the Proven Path. They may pay it lip service.
They may pretend they're following it. But they can't. They don't
have the horses.

We call these companics “dilemma companies”™ and our advice to
them is simple: Don't try to implement ERP simultancously with in-
stalling an cnterprise software systcm if you aren’t convinced that
your people have the time to do it justice. Rather, we recommend that
yOu:
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= recognize the dilemma,
» complete the 1:S installation,

» start to make a limited number of process improvements during
the ES installation. encs that won’t consume large amounts of’
peoples’ time. (One excellent process that applics here is Sales &
Operations Planning, covered in Chapter ¥. Another opportu-
nily is data integritly, discussed in Chapter [{1.) As you make
these improvements, recognize that you are not following the
Proven Path, but ruther that you are doing things that are con-
sistent with it und that will make the task gasier when you begin
an ERP implementation,

Then, following the ES installation, vou will have ceased being 4
dilemina company and have migrated to the Type 1 company previ-
cusly identified. You have implemented ES software, and are now in
a position to initiatc a Proven Path implementation of ERP. Bob
Stahl, a highly successtul ERP consultant based in Attlebore, MA,
says it well:

The Proven Path was sound 15 years ago, before the onset of en-
terprise software. 1% every bit as sound today. However, given to-
day’s very complex, hard-to-install software, 1t°s more important
than ever to follow the Proven Path correctly and with the right
timing.

Coming up in the next chapter: a closer look at the Proven Path.
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