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NepiAnyn

Ta teleutala xpovia, €xel mapatnpnBel oAoéva Kal peyaAUtepn eMEVOUCN TWV ETILXELPHOEWV OTNV
TOLOTNTA TWV TMPOIOVTWV-UTNPECLWY TIOU TIPOOPEPOUV OTO KATAVOAWTIKO Kowo. H SUvaun tou
KatavoAwTr €xeL au€nbel pe tnv Mopeia Twv €Twv, oL TTOAAATIAEG eVAANOKTLKEG yia To (6lo ayabo,
KoBwg Kal plo ayopd Xwpilg ocuvopa KpoTwv, €MSOTOUV OTO QMOTEAECUA OUTO. MLd GNUAVTIKN
enévduon mou npooTabouv va ipooUV oL GUYXPOVES ETLXELPNOELG TTOU 0ToXeVUOUV OTNnV avénon Twv
KePSWV Toug, OAAA KOl 0TNV KABLEPWON Toug oTLG UPNAEG BETELG TOU KATOVAAWTIKOU KOWvoU, elval n
Slaodalion moLOTNTAC TWV MOPAYOUEVWY TIPOLOVIWV-UTINPECLWV TOUG. Evag TpOmOoC yia Tnv embiwén
TWV TapaAmavw ivat n uloBETnon Tou cuoTtUaTog Lean Six Sigma.

H Bopnxavia yla tTnv omoia Ba yivel n avaiuon Kat xprnon tg dlocodiag Lean Six Sigma, ivat
etalpia StEAaong alouptviou, otnv Kevipik Makedovia pe moAuetr napoucia otnv EAAnvik aAAd
kat &tebvry ayopd. H mapoloa SutAwpatiki epyacio amoteAeital amd tnv Bswpntiki ald Kot
TIPOKTLKA XpHon tg pebddou LSS. Ma tov okomd autd xpnolpomolidnkav dedopéva amo tnv
T(PONYOULEVN XPOVLA AELTOUPYLOG TNG EMIXELPNONG, L€ OKOTIO N apoVoa SUTAWLATIKY Epyacio va el
TIPOYHLOTIKA-OUGCLAOTIKA armoTteAEoATA Kal OXL LOVO BewpnTIKA.

JTNV CUVEXELD TNC SUTAWUATIKAC epyaciag Ba yivel pla LoTopLkn Kal BewpnTiki avaAucn TwY OpLORWY
Tou Lean kat Tou Six Sigma kaBw¢ Twv epyaleiwv Tou £xeL n kABe UEB0SOG EexwploTtd aAAd Kal n
xpnon kot Twv duo pall, oav éva oAokAnpwuEVO cUOTNUA. 2TO EMOUEVO 0TAdL0 Ba avaAuBolv ta
TIAEOVEKTAMATA TOU cuothuatog. Emeita Ba yivel mapouciaon Kot o tPOmog Asttoupyiag tng
eruxeipnong. Télog Ba yivel avaAuon Twv MOLOTIKWY TPORANUATWY TIOU AVTLLETWITEL N €TALplA OTA
npoiovta tng, oclPdwva e Ta dedopéva Tou €XOUV CUYKEVTPWOEL kat n mpoondbela emiluong Toug
LLE TNV Xpron tou cuotuatog Lean Six Sigma.



Summary

In recent years, we have noticed an increasing investment by companies in the quality of the products-
services they offer to the consumer public. The power of the consumer has grown over the years, the
multiple alternatives for the same good as well as a market without national borders, subsidize this
result. An important investment that modern businesses that want to increase their profits and
establish themselves in the high positions of the consumer public are trying to make is the quality
assurance of the produced products-services. One way to pursue the above is to adopt the Lean Six
Sigma system.

The industry for which the Lean Six Sigma system will be analysed and used is an aluminium extrusion
company in Central Macedonia with a long-standing presence in the Greek and international markets.
This thesis consists of the theoretical as well as practical use of the LSS method. For this purpose, data
from previous years of operation of the company were used, in order for this thesis to have real-
substantial and not only theoretical results.

In the continuation of the thesis there will be a historical and theoretical analysis of the definitions of
Lean and Six Sigma as well as the tools that each method has separately but also the use of both
together, as an integrated system. In the next stage, the advantages of the system will be analysed.
Then there will be a presentation and how the business operates. Finally, there will be an analysis of
the quality problems faced by the company in its products, according to the data collected and the
attempt to solve them using the Lean Six Sigma system.



Euxaploticg

H mapoloa Suthwpatikr epyaocia, dev Ba pmopolos va mpaypotonolnbel xwplc tnv otnplEn twv
YOVLWV Hou, Ttou givat SimAa pou, OAa Ta Xpovia TnG akadnUaikng Lou Kot [n opeiag.

ISlaitepeg evxaplotieg otnv emPAEnovoa kabBnyntpLa pou Kupia Boppld Evavbia, yla tnv cuvexouevn
umootnpLEn aAAd katl kabodrnynaon Tng, o€ 6An TNV dLAPKELO cuyypadnG TG tapoloag SLatpLprg, arld
KalL otnv plnon Hou otnv évvola tng MNowdtntag.

Ytov adepdo pou Mwpyo, mou e TOAAEC TTPOTPOTIES, CUVEXLOE va e wOEel Tpog TV oAokARpwan tou
LETATMTUXLOKOU TIPOYPAUUATOC.

2ToUuG oUVASEAPOUG OV amo TO €pyacLlako meplBallov, Mavaywwtn Kal Avva, ou n BonBela Toug
oTnV eKdVNoN TNG SUTAWMATIKAG epyaciag, ATav KoBopLOTIKA.

TéNog, Ba nBela va euxaplotow Toug didoug pou, Etédavo, Niko, MNavvn, AxtA\Aéa, EAEvn kat Natdoo
yLaL TNV UTTOOVH Ttou £Kavayv OAo auTto To Stdotnua.
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Kegpaioawo 1
Elcaywyn)

JTO ELOAYWYLKO OUTO KEDAAQLO, YIVETOL L0 TTPWTN yVWPLUla pe tnv dour Tng SIMAWUATIKAC StatpLBAC.
Je autn meplhappavovrtol Ta Bewpntikd TNG PPN, N mapouociaon tng efetalopevng emxeipnong,
KoBwg Kal n epeguvnTikn pebodoloyia mou akoAouBnBnke. IkomodG Tou eloaywylkol kedpalaiou, o
OVaYVWOTNG VA OTIOKTAOEL L. CUVOTITLKH €LKOVQ, yla To TL Ba avaAuBsl mepaltépw otn dlotpipn.

1.1 MNapovoiaon Tov OEpatoc

Ta tedevtaia xpovia, To Lean Six Sigma (LSS) €xouv yivel SnpodAeic eEMIXELPNUATIKEG OTPATNYLKEG, YL
NV avantuén ocuvexoug BeAtiwong. H ouveyxng BeAtiwon gival o KUPLOG OTOXOC yla KABE opyaviouo
OTOV KOO0, WOTE LECW OUTHG VAL ETUTUXEL AELTOUPYLKH aploTeia Kot va BeATiwoel Thv amddoaon Tou.

To Lean opiletal w¢ pia Suvapikn Stadikacio aAhayng, mou kaBodnyeital and Eva cUVOAO apywy Kal
BEATIOTWV MPAKTIKWY TToU aTtoxelouv otn cuvexn BeAtiwon. H pila tou Lean Bpioketol oto IUothua
MNapaywyng tng Toyota (TPS) mou W6puBnke Alyo petd tov Asltepo Naykdouo MNoAepo otn Sekaetia
Tou 1940 otnv lanwvia anoé tov Taiichi Ohno (Womack, et al., 1990). Q¢ anotéAeopa tng dnuoacieuong
tou BLBAiou The Machine That Changed the World ot tov Womack to 1990, to TPS €yive yvwoto oTLG
SUTIKEG Ywpeg we Lean Manufacturing.

To Lean emikevipwBnke otnv £€dAsubn twv SpaoTnplotNTwWV Xwpi¢ mpootlfguevn afio Kot TG
onataAng (1 muda) otn Blopnyavia (Womack & Jones, 2003). Ta entd amoPfAnta mou eival
amnapaitnto va analeldpBOolv gival oL TTEPLTTEC KLWVNOELG, N UTIEPTIOPAYWYH, N OVOLOVI], OL TIEPLTTEC
petadopég, n emblopbwon, n erumAéov enetepyaoia Kal Ta enmAéov amobéuarta.

H At mapaywyn sotlalel emiong otn Peiwon Tou cuvoAlkol XpOvou Kal oth HElwan tou Xpdvou
napadoong . To Lean amoteAeital and moAAd epyoleia Kot TeEXVIKEG BeAtiwong, Onwe To cuoTnua
Kanban, to 5S, n avaAuon attioc-amoteAéopatog, n xaptoypadnon pong tipwyv (VSM) K.a..

Qoto00, 10 Lean e€okoAouBel va mepLEXEL OPLOUEVEG TIPOKANOELC TIOU VTIUETWTTI{OUV OL OpyaVvIoUOL,
omwe n BepeAwdng aAlayn mou amalteitol otnv KouAtoupa evdg opyaviopol. Ot Womack & Jones
(Womack & Jones, 2005) urtootripléav 0Tt n aAAayr KouATtoUpag elval pa LeydAn mpokAnon oto Lean,
KaBw¢ n edappoyn tou Lean amattel pla Bspediwsdn aAlayn otov Tpomo okePng Twv eviladepopévwy
Kall otn ¢Uon NG oxEong LETAEL TOUC, yla TNV Lelwon TOU KOOTOUG KAl TNG OTIATAANC.

To Six Sigma opiletal wg pa KaAd KoBLlEpWUEVN TIPOCEYYLON, TIOU ETLOLWKEL VO EVIOTILOEL KAl Vo
e€alelel ehattwpata, AGOn 1 amotuyieg, o eMIXEPNUATIKEG SLASLIKAGLEC ) cUOTAUATA, E0TLALOVTOAG
0€ eKelva TOL XAPAKTNPLOTIKA amodoong, mou eival Kpiolung onuaociag yla toug mehdteg (Antony,
2008). To Six Sigma amoteAel pia otatiotiki pebodoloyia, mou otoxeVeL otn Pelwan TG SLAKUOVONG
oe omoladnmote Sladlkacia, oOTn HEWON TOU KOOTOUG TAPAYWYNG, KAVOVTaG €eEolkovounon,
aUEAVOVTAG TNV LKAVOTOLNGN TWV MEAATWY, BEATLWVOVTOC TNV TIOLOTNTO TOU TTPOIOVTIOG £X0VTAC OKOTIO
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TNV Helwon TwV EAATTWHATWY o€ 3,4 0VA EKATOUUUPLO EVKALPleC o€ Evav opyaviopo (Drohomeretski,
et al., 2014).

Qotooo, to uPNAS KOoToG TG ekmaideuong Six Sigma amoteAel epnoddio yia moAAoU ¢ opyavicpoug va
avantuéouv autnyv tn pebodoAoyia. AANAQ LLELOVEKTHLATA ELVaL O XpOVOG TIOU XPELALETAL TOOO YLa TNV
edappoyn tou Six Sigma, 600 KOl yLO va YiVOUV OpaTd TO AMOTEAECUOTO. ITNV MPAYHATIKOTNTA, N
avarmtuén tou Six Sigma o anmopovwon dgv pmopet va adalpéosl GAoUG Toug TUTTOUG OTIATAAWY Ao
™ mapaywykn Stadikacia kal n avantuén tou Lean Management pepovwpéva ev umopel va eAEyEet
™ Slobikaola oTatTloTkd. Q¢ ek TOUTOU, OPLOUEVEC ETALPELEG AOdACLOAV VO CUYXWVEUOOUV KOL TLG
600 pebobdoloyieg, ylo va EemepAoouV TIC ASUVOHLIEG QUTEG.

TNV MPAYHUATIKOTNTA, TO LSS aAANAOCUUMANPWVETAL KOl UTTAPXEL La TTPOdaVAC OXEoN UETALY TwWV
600 pebodoroylwy, n omnola kablotd duvatn tn cuvepyaoia Twv SUo autwv pebodoroylwy. Q¢ ek
toltou, n evomoinon autwv Twv OU0 Tpooeyyloswv Obivel oTtov opyaviopd TePLoCOTEPN
amoteAsopatikoTnTo Kal Bonba otnv emiteuén avwtepng moldtnTog, Taxutepa oamnd tnv edappoyn
kaBe mpoaogyylong pepovwpéva (Salah, et al., 2010).0L évvoleg Lean kat Six Sigma, eival appnkta
ouvOeSEUEVEG UE TNV TOLOTNTA.

1.2 Xpnowwotnta tnes £pevvag

Je OVAOKOMNON ToU Tpayuatomnolndnke, otnv EAANvik aAld kat Atebvy BLBAloypadia, Sev £xel
dnuioupynBel ektevng £peuva otnv AUon MpoBAnUATWY PE TNV Xprnon tou Lean Six Sigma w¢ pa
dooodila, edikd@ otov KkAAGo aAoupwviou. YMAPYXOUV  OPKETEC €PEUVEG, Ol  OTOILEG
T(PAYHOTOTIOLBNKAV LE TNV XPr 0N TWV MPOTUNMWYV AUTWV, dAAA EEXWPLOTA.

H nmapovoa StmAwpatikiy epyacia, otoxeleL oTnv evomoinon Twv Grhocodplwv auTwv Kal TNV XpHon
ToUg, og Blopnyaviko meptBaiiov (to omolo sival MARPWE AUTOUOTOTOLNUEVO). To TEAEUTAIO KAVEL
QaKOUN TILO EMIKALPN TNV TtapoUuoa €psuva, KABWS OAOEVa KAl TIEPLOCOTEPEC ETILXELPNOELS, EMevOUOUV
O£ QUTOHOTOTIOLNEVEG AUCELG TTOPOYWYNC.

TéNoG n €peuva auth £xeL BewpnTIKO KOl TIPAKTIKO XapaKTpa. Auto cupPaivel 8totL Baoiletal oto
BewpnTiko Koppatt tng pebodoloyiag tou Lean Six Sigma, aA\d Kot otnv xprion tg. Ta dedopéva mou
xpnolgomnowibnkay, eivatl tg e€etalopevng emixeipnon kat Pacilovtol Oe OTOPLKA-TIPAYUOTIKA
oTolyela Tou TponyoUlEVOU £€TouG. H SmAwpatiki epyacia, anoteAel évav TpOmo amodelEng nwe ta
epyaleia molotntag, anoteAolv €vav cUyxpovo tpomo, ylo va Sloodpallotolv oL amaLTACELS TWV
TEAQTWY KaBwE Kal To HEYLOTO KEPSOC, Ao TTAEUPA TWV ETALPLWV.

1.3 XTtoyoL TG £pEvvag

H e€etalopevn emniyeipnon, ebpevel otnv Kevrpikr Makedovia, og éva Nouo e €VTOvn EMLYELPNUATIKN
SpaoctnplotnTa, KAbwe £XEL €va amo ta PeyoAUTEPA BLOMNXAVIKA TTAPKA OTNV TEPLPEPELOKNA EVOTNTA.
Elval plo mAnpweg ouyxpovn KAl AUTOUOTOTOLNUEVN Hovada mapaywyns mpodiA aAoupwiou. Ta
TLOPAYOEVA TPOIOVTA TNG OVTOTTOKPIVOVTOL OTLG ATTALTHOELG TWV TEANTWV TNG, OTNV EYXwpLa aAAA Kal
Slebvn ayopd. H emixeipnon otoxeleL otnv MaApAywyr OUCTNUATWY alouplviou, T yvwotd
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KoudwuaTa, ylo omitia, EEVOSOXELOKEG ETIXELPNOELS OAAG Kal KABE l60UC KTNPLOKNAC EYKATAOTACNG
KoBwg Kkal oe Blopnxavikég AUCELS, OTIG OMOLeG Ypnolpomolovuvtal mpodih aloupviou, OnMwg
OWTLOTIKA CWHATO, TIEPYKOAEC K.QL..

H emnyeipnon, mapelxe yla toug okomoUg TG €peuvag aUTnG, Sedopéva amo Ta OKPAT TpoiovTa tNg,
amo 1o £10¢ 2021. ITOX0C TN £PEUVAC EvVaL 0 TPOCSLOPLOUOG TOU IO CNUAVILKOU TIPOPBANLATOC TTOU
avTLETWTTICEL N Blopnyavia, o Tpomog emiluong tou pe tn pebodoloyia Lean Six Sigma, Kabwg Kat n
QVOOKOTINGT TWV QIMOTEAECUATWV.

H avdluon twv dedopévwv mpayuatonoltibnke Pe TNV XPAoN LOTOYPAUUATWY Kol Slaypoapuatwy
Pareto, e okomod va Bpebei otadiakad to mpoPAnua. H avaluon fekivnoes pe tnv avoyvwplon Tou
TAPAYWYLKOU TUAMOTOG TTOU £XEL TOUG TEPLOCATEPOUG TOVOUG OKPATt. EMeLta £YLVE ) KATnyopLlomoinon
oUpdwva pe Ta mMpoPAnuota mou epdavilovial OTo MAPAYWYLKO OTAdlo Tou PBpébnke, oto
mponyoupevo Bripa. Enetta e tov i61o TpoTo Bp£OnKe 0 MEAATNG IOV £XEL TNV TIEPLOCOTEPN TTOGOTNTA
artd npod il ahoupviou pe To TPOPANUa Tou BpEBnKe Kal TEAog To (610 to tpodiA.

To Baowo mpOBANUA TToU TIPOKUTITEL LETA TNV avaAluoh Twv dedopévwy, eivat os mpodiA alouptviou,
TIOU XPNOoLUoToLElTaL WG PWTLOTIKO cwia. H onuavtikn dtdotacn Tou, anodeixbnke mwg eival eKTOG
QVOXWV, UE OMOTEAECUA O TIEAATNG VO LNV UTTOPEL va TO XpnoLuomnoLiosL opOa.

2TOX0C TNG apovoag SUTAWUATLKAG epyaciag gival, pe tnv xprion tou DMAIC tng pebodoloyiog Lean
Six Sigma, va mpaypatonotnBel n avaiuon cUpdwva Pe T BAKOTA TTOU OMALTOUVTAL UE OKOTIO TV
npoonadela va Bpebel TpoOMOC, N KPlown auth dtaotacn va BploKeTAL TAVTA EKTOC OVOXWV.

1.4 Aopn ¢ epyaociag

210 MPWTO KEDAAALO YIVETAL La TTPWTN TTapouciacn Tou mpoBAnuatog nmou Ba avaAubel ektevéotepa
OTNV CUVEXELD TNG SUTAWUATLKAG epyaciog. MveTal eloaywyn otoug 0poug Lean kat Six Sigma aAAd kal
ota Baoikd otolxeia Twv peBodoloylwv auTwv.

Y10 eUTepPOo KEGAAALO TTPAYUATOMOLEITOL La LOTOPLKN avadpon otnv ALTH tapaywyn. 2TV CUVEXELD
yivetal avaluon tg ¢hocodiag pe tic Baotkeée apxég mou okohouBel, kabwg kal pe ta £(6n Ttwy
OTATOAWY TIOU amoteAolV Paclkd cuotatikd tou Lean Production. Tivetal pla avaluon tou
OUGCTAMATOC TOPOYWYNC TG Toyota KaBwg Kot Twv epyaleiwy TG ALTAG mapaywyng, yla thv epappoyn
ToU o€ Blopnxaviko replBaiAov. TéEAog mapouotalovral Ta 0dEAN KoL TA LELOVEKTHMOTA TNG LeBOSou.

210 tpito KEDAAOLO avaAleTal To Six Sigma Kal TPAYLOTOTMOLETAL (LA LOTOPLKY) avadpour o€ auto.
Avadépetal o TPOTOG Tou Unopel va edappootel os pia emixeipnon aAAd kal to mwe Propel va yivel
n Stoiknon evog project Six Sigma. Emiong yivetal avadopd kat ota gpyadeio tng pebodou.

Y10 Tétapto Kepalalo umdpxeL n avaluon tng pebodoloyiog tou Lean Six Sigma. Me molov Tpomo
propoUV va cuvduactouy ol duo autég dpllocodieg oe éva evomolnpévo mpotumno. Mota eival Ta
TIAEOVEKTALATA ATIO TNV XPNON KoL TwV dUo IPoTUTIWV pHadl, KaBwg Kat n avaAuon tng edapoynG Toug
O€ LA emiyeipnon.

To méumto keddlolo avadépetal cfolokAnpou otnv efetalopevn emeipnon. O Topéag
5pacTNPLOTNTAC TNG, TO TIOPAYWYLKA TUALATO TIOU €XEL KABWE KOl LA EKTEVIC AVAAUGH OTOU TPOTIOU
SLEAaong aloupwviou. Emiong avalluetol o TPOMOG UE TOV OMOLO YIVETOL O TOLOTIKOG EAEYXOG TNG
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€MIXelpnong oto TUNUA TNS SLEAACNC KL UE TTOLOUC TPOTOUG N etalpia Staodalilel tnv molotnta, ota
TIOPAYOEVA TNG TIPOLOVTAL.

210 £KT0 KEDAAQLO paypaTomoleital n epappoyn tou epyaleiov DMAIC, tng pebodoroyiag Lean Six
Sigma. Aivetal éudaon ota Bruarta Define, Measure, Analyze, Improve kat Control kKaBwg Kal mw¢ pe
TNV XpHon tou, Unopei va mpaypatonolnBei n Abon Tou mPoBARUATOG TTOU AVTIUETWTTEL N eTOLpla.

TéAog oto £B6opo kepalato umtdpxel pla epiAndn tng £€peuvag, oL otdxoL Ttou eixav BeoTioTel ap)LKA
KaBw¢ Kot Ta amoteAéopata TG ePAPHUOYNG, LE TTAPOUCLACH CUYKPLTIKWVY QAMOTEAECHATWV.



Ke@aiaro 2
Aven Hapaywyn

2.1 Iotopwki) Avadpopu) otnv Arti) Hapaywyr)

H yévvnon tng évvolag tou Lean €ytve otnv lanwvia, pe 1&putég tov Taiichi Ohno kat Eiji Toyoda. Tnv
avolén tou 1950, o Eiji Toyoda emloképTnKe TO TEPAOTLO EpYOOTATLO TNG Ford Rouge oto NTLTPOLT TNG
Apepikng. Téoo n lanwvia 6co kat n Toyota Motor Company, Tnv omnola eixe L6pUCEL N OLKOYEVELA TOU
Eiji Toyoda to 1937, Bpiokovtav og kpion. Metd ano 13 xpovia mpoondBelag, n Toyota pnopouaoe va
TLAPAYEL EAAXLOTO UTOKIVNTA CUYKPLTLKA LE TNV TOTE PeydAn SUvaun tng emoxng Ford. O Eiji Toyoda
HEAETNOE TOV TPOTIO AelToUpYLag Tou epyooTtaciou TG Ford, e 0KOTO va ULOBETAOEL TNG APXEC TNG YL
v avaBiwon tng Toyota. Metd tnv enwotpodr) tou otnv lanwvia, o Eiji Toyoda kot o Taiichi Ohno,
KATEANEQY OTO CUUMEPACUA OTL N Lallkn mapaywyr gv Ba umopouoe va AELTOUPYHOEL LKAVOTIOLNTIKA
otnv lanwvia. (Koukoupnc, 2013)

Ta mpofAnpata mou avietwrile n Toyota NTav, WG N yxwpLa ayopd tng lamwviag Atav pikpn Kat
QmaLToUoe HEYAAN VKA OXNUATWY, OTIWG peydha dopTtnyd yia T LeTadopd TPoiOVIWY OTLG AyOpPES,
HLKPA opTNyA yLa TOUG aypOTEC, TTOAUTEAN autokivnTa yla Tnv uPnAr Kowwvia Tng emoxng, aAAd Kot
HLKPpA autokivnta KatdAAnAa yla toug otevoug Spopoug tne lanwviag. Emiong n lanwvia ekeivn tnv
emoyxn, ixe mMoAU VPNAEC TLUEG evEpYELAG. H oKovopio TNG pHeTd Tov SeUTEPO TIAYKOGHLO TIOAELO ATAV
KOTEOTPAUUEVN, E QTMOTEAECHA VA NV UTIAPXOUV LKOVA KedAAata, yla Tnv mpounBsta texvoloyiag
artd tnv SUon, TMPOKEIUEVOU VOl UMTOPECOUV VO AVTAYWVLOTOUV GAAeC etalpleg omwg n Ford, os
maykooplo eninedo. TEAOG N ayopd TNV mepiodo auth, anoteAoltav and autoklvntoBlopnyavieg ot
omnoleg tav nén KablepwUEVEC 0 TTAYKOOULO Minedo, mou BeAav va auéroouv tTnv mapoucio Toug
otnv lanwvia oAAQ Kal va UTTEPACTILOTOUV TO HEPLSLO TOUC OTNV OYOpPA QUTOKLVATWY, OTTEVAVTL OTLC
lanmwvikeg stalpieg. (Womack, et al., 1990)

Mo 6Aou¢ Toug mopamavw Adyoug, n Toyota avaykaoTnke vo SnULOUPYNOEL [LOL VEQ OTPATNYLKN-VED
TPOTO TAPAYWYNG TWV ayabwv TG, TNV ALt mapaywyn n 6nwg TV ovOUAoE Kol lval TayKoopiwg
Sladedopévn wg Toyota Production System. Z0udwva pe tov Pascal (Pascal, 2015), To cUotnua NG
Toyota, onuaivel va KAVELG TEPLOOOTEPA KAVOVTAG Alyotepa, avadepOpevo oto Alyotepo Xpdvo
TIOPAYWYNG, OTOV LLKPOTEPO AELTOUPYLKO XWPO, OTN UKPOTEPN avOpwrvn PpoomdBela, o€ ALlYyOTEPO
g€omALopo KOOWC Kal og AlyOTePEC TIPWTEG UAEC, LKAVOTIOLWVTACG TTApOAa QUTA, TIC QTIALTAOELC TWV
TEEAQTWV.



2.2 Baowkég Apxéc g Avtiis Mapaywyr)g

To BBAio Lean Thinking twv Womack & Jones, (Womack & Jones, 2003) £6waoe oTov KOGUO £va Opopa
yla To TLAtav o Lean. Ol ouyypadeic avadépouv nwg to Lean Thinking punopel va cuvolotel o mévte
apXEG: mpoobloplote pe akpifela tnv afla ava cuykekpLUEVO TIpolov, tpoabloplote Th por aglag yla
KaBe mpoidv, kavte tnv afla va pEel xwpic Slakomég, adrote Tov MeAATn va avtAnosl aia anod tov
mapaywyo Kat va eriSlwel tnv tedeldtnta. H dlhoocodia tng ATAC mapaywyng otnpilletal os mévte
Baolkeg apxég, oL omoieg SatunwOnkav ard toug Womack, et al., (Womack, et al., 1990) oto BiBAlo
toug The machine that changed the world. Ot apy£c autég sivat:

I.  Value-kaBoplopdg tng agiag tou meldtn

H afla opiletal povo amd tov tehikd mehdtn kat ekdpaletal pe Kamolo ayado f umnpecio mou
TPOTIOETAL VA OYOPACEL, TIPOKELUEVOU VA LKOVOTIOLHOEL TG AVAYKEG TOU, O€ LA CUYKEKPLUEVN TLUN).

Il.  Value Stream-MNpoodloplopog tng aAucidag agiag

ElvaL To oUvoho OAwv Twv SpacTNPLOTATWY, TTOU QIOLTOUVTOL Ylo TNV KATOOKEUN TOU TEALKOU
TPoiOVTOoG N TG Umnpeciag mou emtBupel o mehdtng. e autég mepthappavovtal o oxedlaopog, n
napaywyn oAAG kat n §tabeon tou mpoidvtog-umnpeciog otov teAkd meldtn. OL SpaotnpLOTNTEG
QUTEG Xwpllovtal oe SpaotnpldTNTEC MPOoTOEUEVNG aflag Kal o€ AUTEG Xwplg mpooTtiBéuevn aia. Ot
TPWTEG lval oL 5pacTNPLOTNTEC TTOU MPAYLATOMOLoUVTAL O€ pla StadLlkaola, KATd TV omoio n mpwthn
UANn 1 ol mAnpodopieg petacxnuotilovtol n Slopopdwvovial WOTE VO OVTATIOKpIvovTal OTLg
QTALTACELG TV TteAaTwV. OL SpaoTNPLOTNTES XWPLE TPooTIOEuEeVN ala elval QUTEG oL omoleg amattolv
umnpeoieg, mopoug, dladkaoieg, xpovo kal xwpo, ald Sev mpocoBétouv afio oto mpoidv 1 otnv
uTnPEoia TToU XpeLdleTol o TteEAATNG.

. Flow-Pon

Pon eivat n opaln e€EALEN TTPOIOVTWY 1 UTINPECLWV. 2€ OLOAN por) Ttapaywyng, OAoG o EOTMALOUOC Kol
n diataén enefepyaaoiag, oxeSlalovral Le TAKTOMOLNUEVO TPOTO, £TCL WOTE N gpyacia va pmopsel va
pEEL Xwplig TepLlomacpolg 1 SLAKOTEC.

IV.  Pull-EA&n

O 0oT1ox0¢ TNG €AENG €lval O TTEPLOPLOUOC TWV ATOBEUATWY TTOU UTIAPXOUV OTNV EMLXElpnon, oAAd Kot
TNC KATEPYAOLOG AUTWY, EVW TauTOXpova Staodaiilel Tw OAa Ta amapaitnta UAKA Kal TAnpodopieg,
eival dtaBéoipa yla po opaAn pon epyaciag. Me Alya Adyla n €AEN eMITPEMEL TNV TPOUNBELN TIPWTWV
UAWV, WOTE VA TIPAYLOTOTOLELTAL N TOpayWYH TWV TPOLOVIWY, TNV OTLYUNA TTou Xpelalovtal Kabwg Kot
OTLG TTOOOTNTEG TTOoU {NToUVTaL.

V. Perfection-TeAelotnta

OL otaTAAEG amoppimTovTaL 0To TponyoUeva 4 BAUATA, WOTOCO TO MEUMTO BAKA, TIOU OMOTEAEL TNV
embiwéN TNG TEAELOTNTAG, ElVOL TO ONUOVTLKOTEPO. ITO CUYKEKPLUEVO ONUELDO TPAYUATOTOLETAL N
gykaBidpuaon TG ALt okEPNG WG LEPOG TNG OPYAVWTIKAG KOUATOUPAG TG EMIXELPNONC. TO TPOCWTILKO
TPETEL VA TPOooTIo Ol yLa TNV TEAELOTNTA O€ KABE onueio TNG MApaywWYLKNG SLadkaoiag, TPOKELUEVOU
OTO GUVOAO TNG, Ta IPOIiovTa va elval CUUPWVA LE TIG OVAYKEG TWV TIEAATWV. TEAIKOG OTOXOG lval N
£€EALEN TNC TEAELOTNTAC HEPQ LLE TNV NUEPQL.



‘OAa o mapanmavw £XoUV oav GKOTIO TO £va Kal Lovadiko otolyelo mou SUCKOAEUEL KOL OTTOTPETIEL TIG
ETLXELPNOELG VA LKAVOTIOLOUV TOUG TIEAATEG TOUG, TLG OTIATAAEC.

2.3 Eidn Imataiwv

O Taghizadegan (Taghizadegan, 2006) avad£pel ntw¢ umtapyouv edptd Bacikol el6n omatoAwv o pLa
ETXELPNON

a) Ymepropaywyn:

Eival otav ta mpoidvta mapdayovral xwpilg Kopia mapayyeAia i amaitnon amd tov meAdtn. Ta
mAeovalovta poiovTa anobnkeUovtal oTnV ENMLXELPNON, LE OKOTIO TNV OTIOCTOAN OTOUG TMEAATEC, OTAV
Kol av autol tormoBstrioouv Kamola mapoyyehia. Autd €XEL 0aV QMOTEAECHO TNV OTATAAN MPWTWV
VAWV, £pyalOUEVWVY KAl UNXaVAHOTWY Tou Sgv Xpetalovtal, EMLTAEOV KOOTOC EVEPYELAG KABWG emiong
KOl TNV ouvtnipnon tou efomAlopol aAAG kal Tnv Asttoupyia peydAwv amobnkwv. O Taiichi Ohno
(Taiichi, 1988)kaBopilel TNV unepmapoaywyn wg TV pila Tou MPOPANUOTOG TNE OMATAANG OAAG KoL
OAWV TWV UTTIOAOLMWV EL6WV TNG.

b) Avapovn

H omatdAn avopovig sival otav £vag epyalOUEVOG TPETEL VO TIEPLUEVEL va TTapadoBel To UALKO 1 Otav
TIEPLUEVEL TO UNXAVNHO VO TEAELWOEL TNV €Mefepyacia KAMooU e¢aptipatog. Emiong pmopel va
oupBaivel otav umapyel umepPolikr epyacia oe kamowa Stadikacic, AOyw peydAng maptidag
napaywyng, mpoPAnUAatwy gEOMALOHOU 1 €AATTWHUATWY TIOU amaltoUv £k véou emefepyacio. Ot
KaBuotepnoelg auEdvouv Tov Xpovo apAadoong TwV MPOIOVIWY OTOUG TEAGTES

c) Nepurtég petadopéeg

H omatdAn twv neplttwv petadopwyv pokaholvtat TOAAEG PpopEc amod tnv AavBacuévn Statagn Tou
XWPOoU epyaciag, tnv Xpron HeyaAwv pnxovnuatwv (otav Sev xpeldletal) KabBwg Kal Katd tnv
SLapKeLa TTOPAYWYNE TPOLOVTWY Og PUeYAAEG TTapTIOEG, Ta omola B TpEmeL va PetakivnBouv amod tn
gl tapaywykn dtadikaaoia otnv GAAN. H mopaywytkn Stadkaaoia eival dppnkta cuveedepévn LE TIG
HeTadopEC KaL lval éva “avaykaio Kako™, To omolo OUWCE TTPEMEL VA EAaXLOTOTIOLELTAL.

d) Emdiopbwon

H omatdAn tng emiblopbwong oxetiletal Pe TNV KOTAOKEUN KoL TNV avaykn emdlopbwaong
EAATTWUATIKWY TIPOoioVTWY. NephapBavel OA0 To UALKO, TOV XPOVO KL TNV EVEPYELX TTOU EUTIAEKOVTOL
OTNV KOTOOKEUT KAl TNV €MLOL0pOBwaon EAATTWUATWV.

e) EmutAéov eneepyoaoia

H ouykekpluévn omatahn oxetileTal Ye TV TAPOywWYH TPOIOVTWY, AVWTEPNG TTOLOTNTAC, A0 AUTHV
Tou €xeL cupudwvnBei-oplotel, and tov mehdtn. Me TV OMATAAN AUTAV XPNOLLOTIOLOUVTAL EMUTALOV
efomAlopog, mpwteg UAeg kabBwg kal avBpwrivn TMpoomddela oto mpoidv, ylwa To omoio Oev
npoaodidetal mpootBéuevn akia.



f) EmutAfov amoBépata

Mta oo TIC OTIATAAEG TTOU £XOUV AUECN OUVOEDN HUE TNV UTIEPTIAPAYWYIKOTNTA, £lval Ta EMUTAEOV
omoBépata Tou €XEL HLOL ETIUXElPNON OTIG amoBnkeg tnG. AuTd pmopel va eival mPwTteg UAEG,
TIPOKELMEVOU VO YIVEL N Tapaywyr O HeYAAeg TopTideg, oVTOAAAKTIKOG €EOMALOUOC TPOG
anokataoctacn twv BAapwv, (av Ba mpokuPouv ota pnyaviuata) kat aAda. Ola ta mopanavw
Selyvouv mwg n emeipnon dev Aettoupyel cUPPWVA PE TIC OMALTAOELS TNG AYOPAC Kol TIPoPaiveL o
HEYAAN OTATAAN OLKOVOULKWY TIOPWYV OAAQ KOL XWPOTAELKWY TIEPLOXWV TNG TTAPAYWYLKNG LoVASaC.

g) MMePLTTEC KVAOELG

H teAeutaia autr onatdAn oxetiletal pe To avBpwrivo Suvapko. Ot epyalopevol otav epydlovtal o
£vo TOOTO TO OTOLo TIPEMEL VA PETAKLVOUVTOL CUVEXELQ, TIPOKELUEVOU VO XPNOLLLOTIOL)GOUV KATTOLL
epyaleia, efaptipato r akoun kKol To (6lo To TPOlOV oTo omoio epydlovial, HELWVOUV TNV
TLAPAYWYLKOTNTA TOUG KaBwC eTiong auéAvouv Toug KV UVOUG yLa KATIOLO EPYOTIKO aTUXNUa. Eva amd
Ta Baolkd kpLtipLa, yla TNy e€dAeupn g omatdAng ouUTnGg, €lvOlL O EPYOVOULKOC OXESLAOUOC TwV
Béoswv epyaociag, mpokelpévou vo auv€nbel n mapaywylkotnta ald kot va pelwbolv ta mibova
£PYOTLKA OTUXHHATAL.

2.4 Lean Production ko n Mapaywywkn Atadikaocia tng

Toyota.

Onwcg avadpEpBnKe Kol TPONYOUUEVWG, TIPOKELUEVOU N Toyota vo Umopeasl OxL HOVo va emPBLwaoet
OAAQ TEAKA va YIVEL Eva TIPOTUTIO TTAPAYWYLKNG Hovadag pe tnv ehaxlotomnoinon rn moAAEG popEg
OKON KAL TNV EKUNSEVION TWV OTIOTAAWY, IPOXWPENOE oTNV dSnuioupyla tou Toyota Productive System
N oAAwg TPS. H ouykekpluévn dlocodia €pxetal oe avtiBeon pe tnv pallkn mapaywyr), Tou
emkpatovoe tnv Sekaetia tou ‘50 otnv Apepikn. H Baoikn Wbéa autol TOU CUCTHUATOC €lval n
SdiatApnon Wag ouvexolG pPONC TPOIOVTWY OTNV  TIApaywylkr Hovada, TPOKEWWEVOU va
npooapudlovtal VEAIKTA OTLG aAlayEG TNG {TNonG. Baolkol MUAWVEG TOU OLKOSOUAUATOC aUToU,
glvat n texvikn JIT (Just In Time) kot n texvikn Jidoka.

H mpwtn TEXVIKA ONUOIVEL, TNV TOPOYWYH HOVO CUYKEKPLUEVWVY TIPOIOVIWY, OE GCUYKEKPLUEVN
MooOTNTA, OE CUYKEKPLUEVO XPOVO HOvVo oOtav autd {ntnBolv. Qc¢ amotéAeopa, ta mAsovalovta
anoBéparta kot to MAeovalov epyatikd SuvauLko Ba pelwBolv, EMITUYXAVOVTAC £TOL TOUG OKOTIOUC TNG
aU€nong TN mapaywyLKOTNTAS KoL TG Lelwong Tou kootoug. (Voehl, et al., 2014)

Just-In-Time (JIT) eivol pa évvola TOU XPNOLUOTIOLELTOL YLl val TiepLlypaeL TV éykalpn mapddoon
OAWV TWV UTINPECLWV N UAIKWV OTNV €MOpeVN Tapaywylkn Stadikacio. O otdxog tou JIT elval va
Slaodalioel OTL EAOYLOTOTOLELTOL N TTOCOTNTA TWV UALKWV TIOU UTIAPXOUV aVA TTACA OTLY . AUTO OHWG
Sev meplopiletol UOVO OTIC TPWTEG UAEC N OTA TPOLOVIA KATA TNV SLAPKELA TNG TTAPOYWYLKAC
SLadkaoiag. e aUTA UMOPOoULE Vo IPOCOECOUNE TO emMAEOV avBpwrvo SUVAULKO, TO EMUTAEOV
€EOMALOUO TNG emxeipnong aAAd kal tng mpoomndBelag amod toug epyalopévouc. H 6éa tou JIT
Beomiotnke yla va eglaylotomollost tn oxebov, OAa ta NA6n omotalwv Tou avaAuBnkav
T(PONYOUUEVWG.



O &eltepog uAwvag sival n texvikn Jidoka. H Baowkn 16€a eival o oxeSlaopodg kabe onuelov tng
TOPAYWYNE LE TETOLO TPOTO, £TOL WOTE VO KAEIVEL AUECWG EAV EVIOTLOTEL KATOLO £€APTNLLA TO OTtolo
€xel mapayBel pe eAattwpota. XNV YAwooo tng Toyota, 0 OUYKEKPLUEVOCG OPOC avadEPETAL WG O
OUTOMATIONOC HE TO avBpwrtvo ayylypa. (Womack & Jones, 2003). Entiong kaBe epyalopevog unopei
va SlakoPeL Tnv mapaywytkn Stadkaocia, av avtiAndBel mwg n mapaywyn dev yivetal cUpudwva UE TIG
QUITALTACELG TIOU UTTAPXOoULV. MLa oo TIG YWWOTEG proeLg TG Toyota lval: oTapdTa TNV Iapaywyr] wWoTte
n mMapaywyn vo LNV XPELAOTEL va OTAUATAOEL TOTE. ME TO OTAUATN O TNG TTOPAYWYNC, YIVETAL Kl N
aueon emniluon tou MPOPAAMOTOG, N KatOypodr] TOU HE AMOTEAECHO ot SEUTEPO XPOVO VAL UNV
epdaviotel Eava. EToL Ta eMOpEVO TOPAYWYIKA 0TASLA, £XouV atnv 61aBeon Toug éva e€aptnua Xwpic
EAATTWHATO, TIOU LKOVOTIOLEL TOl TEXVIKA Xapaktnplotikd. Yuvoyilovrag Jidoka Ba pmopoloape va
MoUUE WG ONMOIVEL N avoyvwpLon-emiAucn TWV TOLOTIKWY CPAAUATWY TOU UTAPXOUV OF Lo
napaywyn, kabwg eniong kat n duvatotnta nou divetal otoug epyalopévouc amo thy dloiknon, va
OTOUOTACOUV OTOTE AUTOL KPlvouv MW XPELAleTal, TV TOpaywyn, LE OKOTMO TNV Melwon twv
eA\attwpatikwy npoidovtwv. (Pascal, 2015)

Qc £va olkodopnua, to TPS Ba mpémel va £xel Bepéia Kal BAon Kal autd elval n otabepdtnta Kal n
turnornoinon. H otaBepdtnta elval to MPwto Pruo mpokelpévou va emiteuxBel to emBuuntd
anotéAeopa, B£tovrag umo £Aeyxo, TV PeTaBAntotnta OAwv twv Stadikaolwyv. MOALg emteuyBel,
£€pxovtal oL aAAOyYEG OTa MOPAYWYLIKA TUAUaATa. vovtal To suéAikta Kal yivetal 1o eUKoAn n
€UBUYPAUULON TNG TTAPAYWYNG OTLG ATIALTAOELG TWV TEAATWY. EMELTA amo TV oTtaBepoTnTa £pXETAL N
tumornoinon. Adou mAfov urtdpyxel pia otabepr) BAon, pe yvwotd anmoteAéoparta, Ta onola ivatl autd
Tou xpelaletal n stolpia, yivetal n tumomnoinon. Me autnv €ekivasl n e€€AEn twv SLadikaolwy,
TIPOKELEVOU Va ETUTEUXOEL N cuvexNG eEEALEN.

TéNog oav OTEYN Kol HOVASIKO OKOTIO, UTIAPXEL N LKOWOTIOLNON Tou TeAdTn, He mpoidvta uPnAng
ToLoTNTOC, UELWVOVTOC OUWC TO KOOTOG OAAQ KAl TOV XpOVO TapOywYNg Toug, Kabwg emiong thv
OUVEXOUEVN avayvwpLlon Kat pelwon éAwv Twv orataAwy mou Ba epdavioTouy KATd TNV SLAPKELR TNG
mapaywykng dtadikaociag.

2.5 Xpnowa Epyadeia g Artig llapaywyng.

Ma tnv mpaypotomnoinon OAwv Twv TMOPOMAVW TEXVIKWY ot kKABe otadlo toug, xpelalovrtol to
KoTaAANAa epyaleia. Mepikd amo autad eival Ta mapoKATwW

5S: AnoteAoUv To akpwvU Lo Twv Sort, Straighten Shine, Standardize kat Sustain. H mpoéAguor) Toug
opiletal amnod tig avtiotolyeg lanwvikeg AéEeLg Seiri, Seiton, Seiso, Seiketsu kat Shitsuke. Ta mpwta tpia
S armoteAolV evépyeleg evw Ta SUO TEAEUTALA AvVTLOTOLOUV oTnV Slotripnon oAAd Kat otnv eEEALEN.
(Taghizadegan, 2006)

a) Seirin Sort (tafvopnon): Ztov xwpo gpyaciag moANEC hopég umdpxouv OANG epyadeio KaBwg
Kol Stadopa UALKG TTou Sev xpeldlovtal Kal embEPOUV KABUOTEPHOELS OTNV TPAYHOTOTONOoN
™G KUpLag epyooiag Twv epyoalopévwy. Adol éxel mpaypotomnolnBei n tafvopnon OAwv Twv
€pyoAeiwy, UAKWV KaBWGE KaL LECWV OTO XWPO pyaciog, Mapapévouy LOVO QUTA TA TTOU gival
OUGLOOTLKA YLO TNV OAOKANpWwaon TG Epyaciog.



b) Seiton n Straighten (taktomoinon): MOALG TeAelwoel n Taflvounon, EeKVAeL n Taktomnoinon.
Eival po anAn Stadikaoia mou ouolaoTikd puBuilel TNV oelpd XPHOEWC TWV EPYAAELWV TTIOU
Ba xpelaotel o egpyaldopevoc. MOALG TeEAElWOeL autr n evépyela OAa ta epyaleia eival
tonobetnuéva o oploBeTnuéveg BEoeLg ) BKeg, Mpokelévou va elval pdavr) Kal EUKOA
PooBaciuo oToug epyalopEVOUG, OKOMO KL OE AQUTOUG TwV EMOUEVWY BapdLwv.

c) Seiso 1] Shine (yuaAlopa): Metd tnv Taglvopnon 0Awv Twv anapaitntwy epyaleiwyv os oelpa,
OUVEXELD £XEL TO KABApLopa OANG TG TePLOXNG Epyooiag Tou epyalopévou. ATTOTEAECHO EVOG
KaBapou Kal yUuaAloHEVOU XWPOU epyaciag, sival va ival mavta £TOLO yLa Xprion 0Tav auto
xpelaletal. Emiong pe autd tov TpOmo, o pyalOPeVoC UMOPEL va eAEyEEL av Ta epyadeia Tou
eival Asttoupyika kal og kaAn katdotaon, allwg o avtiBeon pumopouv va Snuoupynoouy
mpoBAAUATA KATA TAV TTOPaywyh.

d) Seiketsu } Standardize (tumomoinon): amoteAel pia TEXVIKN KATA TV omoia pnaivouv otnv
poutiva tou epyalopévou to Tpla mponyoUpeva S. IKOMOC QUTAG eival kdBs pépa ot
epyolopevol va poPailvouv OTIC IPONYOUHEVEG 3 eVEPYELEG, WOTE va Slatnpeital o Xwpog
epyooiag TaflvounUEVOG, TOKTOMOLNMEVOG Kal kaBopog, wote va Unv yupilouv o€
T(PONYOUUEVEG KOTAOTACELG, TIOU HTOV OKATAOTATA KAl BpWULKAL.

e) Shitsuke n Sustain (Statrpnon): yia tnv Statrpnon evog cwaotol MPOoYPAUHUATOC 55 TIPETEL val
uloBetnBel n melBapyxia oe OAoug Toug epyalopévouc. Me Alya Aoyla otnv Satnpnon
dnuloupyeital n ocuvnBela amod yla 6Aa Ta mponyoupeva S ou avadEpdnkav (talvounon,
TOKTOTOLNON, YUGALOMO KOL TUTTOTtoinon). AroteAel tnv S€GUEVON, WOTE VO YIVOUV HEPOC TWV
KaBnuepwwv SpactnpLOTATWV.

Kaizen: Eilval Lamwvikr Aé€n mou onuaivel ocuvexng €€EAEN N aAAayr) TIPOKEWWEVOU va EMEADEL n
e€EALEN. TTOx0C elval n mapaywyn oAoEva Kal TIEPLOGOTEPO, TPOLOVIWY KAAUTEPNG TTOLOTNTAG, HE TLC
AlyOTEPEG SUVATEC OTOTAAEG, TNV €MiTEVEN KAAUTEPOU epyactakol meplBaAlovtog aAld Kol TNV
avarntuén otabepwv Sladlkaclwv PECW TNC Tumomoinong. Bdaon tou kaizen eival to avBpwrivo
SUVOULKO. H avwTepn TOLOTNTA UIMOPEL vo payatomolnBel povo e IKPEG KaL OLYA-OLY A ULKPOTEPEC
BeATwwoeLg, mopd He HEYAAEC Kal pL{keEG. (Taghizadegan, 2015)

Kanban: onuaivel onua r kapta. O okomog tou Kanban sivat va petadwostl mAnpodopieg pall pe ta
UALKA Ttou ouvoSeUEeL, otoug epyalopévous. Me autd tov Tpomo, oL teheuTaiol yvwpilouv akplBwg Tt
TPETEL VO TTAPAYOULV 0€ KABe onpueio tng mapaywylkng Stadikaciog. Ouclactikd to Kanban ouvdéel
OAeG TIC SLadLkaoieg TOU amaLToUVTaL, TIPOKELUEVOU VoL OAOKANPWOEL TO TIPOidV e TETOLO TPOTIO, WOTE
va EMUTUYXAVETAL N ouvexnc pon. O okomdg tng xpriong tou Kanban sival va puBuicel tn pon
mAnpodoplwyv Kot UAKwV peTtafld twv epyolopévwy, cuvdéovtog Sladoxlkd Tta PApata Twv
napaywylkwyv Stadikacwwv. Ta cuotiuata Kanban emitpémouv tov mpoodloplopd akplBwe tng
TOCOTNTOG TWV TIPOIOVTIWV TIOU amaLTouvVTaL, yla tnv KaAuyn tng {Atnong twv mehatwv. To
TIAEOVEKTNUAO aUTOU TOU CUOCTAMOTOG eilval OTL mapdyetal povo O,tL {ntnbel amd tov mehdrn,
efaleidovtag emopévwg KABe TAON ylo UTtEpTapaywyr, N omola amoteAsl plo amo TG BOOIKES
onatdleg. (Koukoupng, 2013)

Poka-yoke. Eival Kamoleg CUOKEVEC 1} e€0pTNLATA, TOL OTIOL0 EVOWUATWVOVTAL OTA TTAPOYWYLKA oTadLa
¢ emuxeipnong, He OKOMO TNV AmMOTPONr OPAAUATWY, TIOU WMOPEL va TPOYUATOTIOLROEL O
epyalouevog, aBela tou oto Tpoidv. EToL e auTég yivetal o Baotkog EAeyX0G TWV MPOIOVTWY KabBwg
Kol N eVpeon TwV e0PAAUEVWY, WOTE OTNV CUVEXELD va adalpeBoUV amo TIG EMOUEVEG TIOPAYWYLKEG
Stadikaoieg. (Koukoupng, 2013)
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Xoptoypadnon pong afiag (Value stream map) elval plo TEXVIKA TOU XPNOLUOTIOLELTOL Yyl TV
OVATITUEN HLOG OTITIKAG QvaTTapAoTaonG OAWV Twv SLadLlkaolwy Tou amaltolVIal, TIPOKELUEVOU Vol
npootebel afia otov meldtn. Alefdyetal o duo Prpata. To MPWTO €ival n xaptoypddnon Ing
TPEXOUOAC KATAOTAONG, OMoU e€etaleTal n KABE SpaoTNPLOTNTA O OAX TO TTOPAYWYLKA TUAUATA TNG
eneipnong. Me tov TpOMo auTO, yivovtal epudavei¢ OAEG OL OTIATAAEC TTOU UTIAPXOUV OE OAEC TLG
Sladikaoieg mou €xouv kataypadel. To deltepo Brpa eivat n peAlovtikn xaptoypadnon, dnAadn to
onueio oto omoio n emelpnon BéAeL va dptdosl pokelpuévou va e€adaviost OAEG TG OTATAAEC TTOU
£€XOUV OvVayVWPLOTEL oTo TipwWTto PBApa. H xoaptoypddnon auth yilvetal PEOW AOYLOULKOU yLa
NAEKTPOVIKOUC UTIOAOYLOTEG, UE TO TIAEOVEKTNUA TWG UMOPOUV va MPooteBoUv TOAAEG HeTAPANTES
Tpo¢ mopokoAoUBnon, OmMwc Tt UAKA TIou Xpnotuormololvtal oe kdbe otadlo, o xpodvoc [mou
Xpeldletol kAdBe otddlo, kabwe kal N kataypadr Twv xpovwv mapadoonc. Télog Sivetal kal n
duvatoTtnTa, KE TNV XPHoN TOU AOYLOMLKOU, N SnuLoupyla TIPOCOUOLWOEWY, TIOU ETLTPETIOUV TNV
gpdavion Tou TeAKoU amoteAéopatog, av paypatonolndet kamota aAlayn otig Stadikaoieg. (Pascal,
2015)

H avaluon twv 5 yiati. Amotelel pua texvikr, n omoio Paciletal oTnV EpWTNON «YLATi» 1 KoL «TL
TIPOKAAECE TO TPOPANUA» TIEVIE CUVEXOUEVEG GOPEC. ATIOTEAEL Evav EUKOAO TPOTIO, TIPOKELUEVOU Va
Bpebel n pila tou mpoPARuaTo¢ o APETo Xpovo. H Aettoupyia TG TEXVIKAC QUTAC elval APean Kot
ETUTPETEL TOV SLOXWPLOUO TWV CUUMTWHATWY Ao TIG altieg evog mpoPAnpatod. Aev gival amapaitnto
n epwinon va mnpayuotonolnBel mévie ¢opéc. e amAd mpoPARUATO, UTIAPXEL MEPIMTWON va
XPELXOTOUV ALYOTEPEC EPWTNOELS, EVW OTA TLO OUVOETA, Vva XPELAOTOUV TIEPLOCOTEPEG. META TV
televtaia epwtnon Ba sipaote og Béon va amocadnvicoups MARPWG TNV altia Tou TPoBANRUATOG,
KaBWC KoL v 0ploBEeTooUE TIG SL0pBWTLKEG KVAOELS, woTe va AuBel To mPOPANULA, LE TIPOOTITIKH VAL
punv epdaviotel peAovtikd. (Koukolpng, 2013)

2.6 O@£An Tov Lean Manufacturing

H edappoyr tng ALtng mapaywyng, £XEL OKOTIO TNV KEYLOTN LKAVOTIoinon Twv MeAaTtwy, KabBwg Kot Thv
efahewn tTwv onataAwy, KOTA TNV apaywylkn dtadikacia. Meplkd and ta odEAN TNG ULOBETNONG
tou Lean manufacturing, napouctalovral mapakatw.

e M amno Ti¢ mpwteg avapudplofATnTa BETIKEG EMUMTWOELG, Elval n avénon TN moldTNTAC TWV
TIOPAYOUEVWY TIPOIOVTWY. MEoa amo TIG UIKPEG TapTiOeC mapaywync, Yivetal mo eVkoAa o
TLOLOTLKOG EAEYXOG TWV TTPOIOVIWY, TIPOKELUEVOU VA Elval CUUPWVA LLE TA KPLTPLO TOU TTEAATH.
H kaBiépwon dladikaclwv mpog otabepomoinon kat cuvexng PBeAtiwon tng molotntag
napaywyng sivat pog 6dehog tou meddtn al\a kot tng emtyeipnong. (Evans & Lindsay, 2019)

e Hpeiwon twv amoBepdtwy, amoteAel £va akOpn MAEOVEKTNUA TN ALTAG Tapaywyns. Me tnv
Tapaywyr va MpoyHoTomnoleital otav Xpelaletal, oTtnv mocoTNTa Tou oplleTal Kal Thv wpo
TIOU TIPEMEL. AeV UTAPXOUV EMUMAEOV aMOBEUATA TPWTWV UAWVY, TIOU TPOKELTOL v
xpnotpornotnfouv peAovtikd av urtdpéel kamola mapayyeAio, ano nbavouc nehdtec. Emiong
To mopayOpeva poidvta eival otov aplOuo ou opilel o TTeEAATNG, XWPLG EMUTAEOV TTapaywyn
LLE OKOTIO TNV amoBrkevon. (Taghizadegan, 2006)

e BeATwwpévog Xwpog mapaywyng. Me tnv dtadlkaoia cuvexng por, kabwg Kal e TNV ebapuoyn
TWV gpyaleiwyv TG ALTAG tapaywyns (5S), o xwpog TN emxeipnong eival oxeSLaoHEVOC £TOL
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wWoTe OAa va eival opyavwueva, KaBapa Kal XwPLg Vo UTIAPXOUV TIEPLTTEG-OLOKOTIEG KLVHOELG.
Emiong UmMApXeEl HEIWON TWV EPYOTIKWV OTUXNUATWY KaBwg To TmepBarlov eival
aodaléotepo. (Womack & Jones, 2003)

e  OWKOVOULKA 0pEAN. H pelwon TOu OTOK TwV MOPOYOUEVWY TTIPOIOVIWY, N Heiwon Twv a kal B
VAWV, TWV €£0PTNUATWY KABWE Kol OAWV TWV UALKWY TTOU UTTOPEL VAL XPNOLOTIOLNCEL N ETALPLQ,
oényouv og peiwon Twv €€66wv tNC. EmutAéov pe tnv avénon tng moldtntag, tTa KEPSN TG
etalpiag Ba avénboulv, kabwg ol meAdteg Ba eival MARpwG Lkavorotnuévol. (Koukoupng, 2013)

e Méow TwV UIKpWV TMAPTIOwV Tapaywyng, UMopel va yivel mo e0KOAn Kol ypnyopn n
TIPOCOPUOCTIKOTNTA oUWV LE TIC TopayyeAieg Twv mehatwyv. H eveli€ia otov Tpodmo
mapaywyng BonBael OxL LOVO OTNV ypryopn avtamokplon os eninedo mapaywyng, aAAd Kot
o€ eninedo petadopwv Kal Slavopng otoug nelareg. (Pascal, 2015)

e Anuwoupyia KOUuAtoupag otnv emixeipnon. Me T auénuéveg SuvATOTNTEG TOU €XEL TO
£PYATIKO MPOCWTIILKO, TNV tavuon dnAadn tng mapoaywyng otav umapéel KAmolo mpoBAnua,
dnuloupyeital éva oxupo aiocbnua eubuvng aAAA Kol CUMUETOXNAC TwV €pyalOUEVWY OTNV
ouvexn BeAtiwon tng emxeipnong. Aev amoteAel MAEov amoTéAeopa LOVO TNG Sloiknong aAAd
Kol Twv anAwv epyalopévwy. (Pascal, 2015)

2.7 Mewovektpata tov Lean Manufacturing

H Atn mapoywyn, 6ev umopel va edpopuootel maviol, eMOPEVWG E€XEL KOL QUTO OpLOMEVO
pelovektiuata. MNa va gival amodotikn n prlocodia tou Lean Ba mpénel va Paciletal o otabepod
neptBarlov, OMwe yla TMopadelypa ol PoUnBeuTéG Tou opyaviopoU. Av yla KAmolov Adyo €vag
TPOUNBEUTNC amoTUXEL OTNV amootoAn UAKwV N kaBuotepnoel, OAn n mopaywylkn dtadikaaoia mou
otnpiletal oto Lean , Bo kKaBUOTEPAOEL, LE TA ATMOTEAECHATA VO E(VOL TEPACTIOL XPOVOL TIOPOYWYNAS
Kall mopadoong, OMwG Miong Kot AuENUEVO KOOTOG.

‘Evag opyaviopog o omoiog akoAouBel Tig dladikaoieg TNG ALTAC Mapaywyng elval apKeTA EVAAWTOG,
ot oMayéc tou efwteplkol TePIBAAAOVTOC. H QMOTEAEOHOTIKOTNTA TOU UELWVETAL KOOWC
sudavilovral véeg ouvOnKeg Kal kataotaoelc. (Dove, 1999)

JUpdwva pe tov Devane T. (Devane, 2004), éva cUoTtnua oU akoAouBel povo tnv Ath mapaywyn,
gudavilel aduvapieg, onwe otL oL Stadikacieg Tou akoAouBouvtal, Sev UTIOKELVTOL OTOV OTATLOTLKO
£\eyxo. Q¢ amotédeopa va pnv mpoypatornoleitol aloAdoynon tTwv SLakUUAVoEwWY OTo. CUOTHHOTA
HETPNOEWY, WOTe va Aappavovtal untdPty otig anoddcels. Emiong and tnv otypn ou To KOOTOG
HELWVETAL, aAAG Topapévouv poPAnuata, Sev umopel va mpaypatomnolnBel BeAtiwon, duotL dev
UTIAPXEL ouvEPyaoiol HETAEY LOONUATIKWY LOVIEAWY KOl TTOLOTNTOC.
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Ke@aiawo 3

Six Sigma

3.1 Ewoaywyr) oto Six Sigma

Av avatpétel kamolog otnv BLBAloypadia, Ba Bpel ToANOUG opLopoU¢ yia To Six Sigma. MoAAol o €xouv
TEL WG pLa Wblaitepn Texvikn HEBodo Tou XpNnoLUomoLeiTal amd UNxavikoUE Kal OTATIOTIKOAOYOUG yLa
TNV puBuLoN Twv tpoidvtwy. Kamolol to €xouv avadEpel WG 0 OTOXOG EMITEVENG L0l OXESOV TEAELOC
QVTATIOKPLONG OTI OTMALTACELS TwV TteAaTwy. Evag akOun oplopodg sival n mpoomndbeia aAAayng
VOOTpOTIiag ylo TNV HEYOAUTEPN LKAVOTIOINON TwV TEAATWY, TO UEYLOTO KEPSOG Kal TNV
QVTAYWVLOTIKOTNTA artd TNV TIAEUPA NG eTixeipnong (Pande, et al., 2008)

Ot Evans kau Lindsay (Evans & Lindsay, 2019), avadépouv nwg to Six Sigma pmopet va neplypadei wg
HLO TIpooEyyLon BeATIWONG TNG ETLXELPNONG, TTOU AV OKOTIO £XEL TNV EUPECH KAL EMIAUGCN TWV OLTLWV
and ta mpofAnuata mou spdavilovral ot MapaywyLlkeg dtadikaoieg, oAAA Kol OTLG UTthpEoiec.
YKomdg, N eoTiaon oTa AMOTEAECOTA TTOU €ival Kpiolpa yla Tou teAdTeg, Kabwg Kot otnv auénon tng
OLKOVOULKAG €LKOVAC TNG ETIXEIPNONG. ATWTEPOC OTOXOG TWV ETMLXELPHOEWV TIOU ULOBETOUV auTr TNV
dhooodia, eival va metlxouv o OAEG TIC Kplolpeg Sladikaoieg Toug, enimedo 6s.

O 6pog 60 Booiletal otnV OTOTLOTIKA UETPNON TOU LooUTOL HE 3.4 EAATTWHOTIKA Tpolovia avd
EKOTOMMUPLO N 99,99971% teAeldtnta. To ypAuua o €ival To oUPBoAO MoU xpnoluomnoleital otn
OTOTLOTIKH, L€ OKOTIO VAL TP ALOTICEL TNV TUTILKN OTOKALOT EVOG TANBUGUOU. Mg TNV 0£lpA TNG N TUTUKN
arndkAlon sivat o Sgiktng Tou mooootou Slaklpavong, os pla opdada otolxelwv f dtadikaotwy. (Pande,
et al., 2008)

3.2 Iotopkn Avadpour Tov Zvotnuatog Six Sigma

H ouvdeon tou cuotruatog Six Sigma eival dppnkta cuvdedepévo pe tnv Motorola. Ita téAn tng
dekaetiag Tou ‘80, n etatpia maAeve va “otabel” ota modia g, kabwg 6ol yvwpllav mwe n moLoTnTo
TWV TPOIOVIWY TNG ATV TOAU Kakr, adol Sev eiyov Oeomiosel KATOLO OUYKEKPLUEVO TPOTUTIO
moLoTNTAG. ATOTEAECUA, OL lATIWVIKECG ETALPLEG VA £XOUV AUENOCEL TTOAU TOV QVTOYWVLOUO TTOYKOOUIWG,
adou akohouBouoav Beomiopéva poypappota oldotntag. (Pande, et al., 2008)

H véa mpooéyylon, dnuoupyndbnke pe okomd tnv BeAtiwon Tng moldtnTag, TWV TPOIOVIWY TNG
Motorola. To amotéAeopa yla TNV €TaLpla TOTE NTAV £VaG ArAOg TPOTOG mapakoAolBnong, Kabwg Kot
oUYKPLONG TWV OMMALTACEWY TWV MEAXTWY UE TNV arnddocon Tng etalpiog. Tav otoxo eixe Beomiotel n
auénon g moldTNTag oTo HEYLOTN onpelo tng dnAadn to 6S. H edappoyr] OHWC TOU CUCTAATOC
autol 8ev elval HOVO pla Oglpd amo epyaleia ylo TNV AUon TwV TOLOTIKWY TPOBANUATWY ToU

13



avTeTWITE N eTalpia. ‘Htov oav pLa LETATpormr oAOKANPNG TNG EMIXeElpnonc, e TETOLO TPOTIO, WOTE
n Bacon Tng va gival n eMIKOWVWVIA, N KATAPTLON, N NYEcia Kal n opadiki epyaocia, e0TLalovtog oToug
neAateg tne. (Pande, et al., 2008)

EkToG amo tnv Motorola, untpxe kot n General Electric, n onola ékave eupEwg yvwotn tnv péBodo Six
Sigma, oToVv TOTE EMLXELPNOLAKO KOOUO. MEe TIC eKTALOEVOELC TOU TIPOCWTTILKOU TNG, AAAQ KOL LE TOUG
otdxoug tou B£oTiiog, UnMopeoe OXL LOVO VA EEOLKOVOUNOEL LEYAAD XPNUATIKA KedaAata, oANG Kal va
TETUXEL TEPAOTLA TOOOOTA kKEPSoUG. (Evans & Lindsay, 2019)

3.3 E@appoyn Six Sigma

KOplo epyaleio tng edpappoyng tou cuothuarto¢ Six Sigma, eivat n pebodoroyiac DMAIC mou
amnoteAeltal ano tig Aé€elg Define, Measure, Analyze, Improve kat Control.

To mpwto BApa tng pebodoroylag, eivat to Define (Oplopndg). e auto To oTAdLo yiveTal o KABOPLOUOG
TOU TIPOPANUATOC LE TADAVELD, TIPOKELLEVOU VO UTOPECOUE VO CUVEXLICOUUE OTOo enopevo BhAua. O
TPOGOLOPLOUOC TWV TIPOPBANUATWY, UTTOPEL VA YIVEL UE EPWTALATO OTIWE, TIOLO £ival To TPOBANUA TTou
UTLAPXEL, TtOLOC TTEAATNG gival Sucapeatnuévog amd To MPORANUA KaL TG00 eyAAO lval TO avTikTumo
O£ aUTOV, aM\d Kal TTOC0 cuxvA cUUPAIVEL TO oUYKEKPLUEVO odAApa. Me tnv ipayuatonoinon evoc
oWoToU OpLOHOU TOU TIPOPRANOTOG, TIPETIEL VO TIPOCSLOPLOTEL EMioNG Kal N ToLOTNTO TWV MPOIOVTWV
Tou €xeL oUPdWVNBEL Le Tov meAdtn aAAd Kot ToLa ival T KPIoLLO TTOLOTIKA XOPAKTNPLOTLKA T oTo il
eMNPeAlovToL amd TO CUYKEKPLUEVO TIPOPBANUa. TéAlog oto Brpa autd, pmopel va mpoodloplotel n
OUVEPYAOLA TWV TOPOYWYLKWV THNUATWY, TIPOKELUEVOU va £pBEsL €1 TEPaG N TapaywyLkr Stadikaoia.
(Evans & Lindsay, 2019)

‘Eva onUavTIKO €pYOAELO YL TOV 0pLOUO TWV TPOoBANUATwWY eival To Staypappa Pareto. Me tnv xprion
autoU, yivetal eUKOAO 0 OPLOPOG TWV CNHUAVTIKWY TIPoBANUATwWY, adol yivetal n kotnyoplomnoinon
TOUG, Ao QUTA PE TNV HEYOAUTEPN cuxvOTNTA MAPATAPNONG TIPOG TNV HIKpOTepn. H BorBela mou
npoobibel To epyadeio auto, elval n emkévipwon ota KAatdAAnAa mpoBARpata pe ouoia Kol OxL o€
autd rou Sev Ba emidpépouv peydro kEpSog amd tnv AUon touc. (Evans & Lindsay, 2019)

Mo va eMITUXELTO AL TOU OPLOUOU, Bal TTPETEL VAL UTIAPXEL LA OAOKANPWUEVN YVWON TNG AELToupyiag
¢ Stadlkaoiag, Wote va yvwpilou e Ta AmoTEAECATA TNE KOL TIOLOG Elval 0 0TdX0C TNG. MNa Tov Adyo
QUTO UTTOPOUE VA XPNOLLLOTIOL|COU LLE TO EPYOAELD TWV XOpTWV Slepyaciwy. AUTOL LOG ETUTPEMOUV VA
£YOULE WLOL YEVLKA ELKOVO ylO. T KUPLOL XAPOAKTNPLOTIKA ot pia Slepyooia, molov eEUmnpetel n
Slepyaocia autr kabBwg Kat Pe Tolov Tpomo npoodidel aia. (Evans & Lindsay, 2019)

Measure (u€tpnon). H ¢don tng pétpnong tng dtadikaoiag, eotalel otnv Kotavonon tng andodoaong
plag dtadikaoiag kat otn culoyr] OAwv Twv 6eS0UéVwV TIOU eMNPEA{OUV TO KPIOLUA TIOLOTIKA
XOPAKTNPLOTIKA. A TOV OKOTIO QUTO TIPETIEL VAl YiveL N oxéon HeTall tng anddoong pLa diepyaciog, Le
tnv afila tou mehatn. Itnv pebodoroyia Six Sigma auto anodidetal pe Tnv pabnuatikn oxéon Y = f(X),
omou Y eilval Ta KPLoLUa TIOLOTIKA XOpAKTNPLOTIKA Kal X €ival ol petaBAntéc mou emnpedlouv ta
KploLUO TIOLOTIKA XOPOKTNPLOTIKA. TO CUYKEKPLUEVO BAHa €ival onpavtiko SLotL pag BonBael va
OUVOECOUUE TOUG TILO ONMAVTIKOUC KPIOLMOUG TapAyOVvVTEG TIOU UImopoUvV va Tpormomnotnfoulv,
TIPOKELUEVOU va BeATIWOOUV TO KPIOLUO TIOLOTIKA XOPOKTNPLOTIKA. MepLKA Xpriollua epyaleia mou
UmopoUV va xpnotuorolnBouv ylo tnv emiteuén autol tou Priupatog sival Slddopa OTOTIOTIKA

14



£pyOAEla OTIWE KOTAVOEC CUXVOTNTWVY KAl LOTOYPAMOTA, T OTOLO TTAPEXOUV OTOLXELO OYETLKA E TNV
anodoon NG dlepyaoiag. To epyaleio Tou Benchmarking xpnouuomnoleital eniong MPoKeWEVOU va
vivel n olykpLon g TpE€xouaag anodoong e TNV KAAUTEPN eMBUUNTH , TIPOKELUEVOU va LETPNOEL n
Suvatotnta BeAtiwong. TEdog ta pUAAa SeSopévwy Kal Ta GUAAA EAEYXOU XPNOLULOTOLOUVTOL YL TV
kataypadn Twv SeSopévwy Kal Tnv AvtAnon Xprnollwy mAnpodoplwyv avtiotolya. Ta mpwTo MEPLEXOUV
TIG MAnpodopieg mou anlwg kataypddovral kat Ta SeUTePa ArmoTeAoUV TOV TPOTO enefepyaoiag Twy
mAnpodoplwy. e éva GUANO eléyyou umopel emiong va mepllapBdavovtal Kol T O6pLla TV
nipodlaypadwy, TPOKELNEVOU va yivetol sukoAdtepn n afloAdynon piag Stadikaoiag. (Evans &
Lindsay, 2019)

Analyze (avaAuon). 1o otddlo auto yivetal n avaluon OAwv Twv Se60UEVWY TIOU CUYKEVTPpWONKAV
KOTA TO BAUO TNG HETPNONG, TIPOKELMEVOU va Kataypodel n koavotnta thg Stadikacioc. IKomdg tng
elvat va mpoaodloplotolv Ta aitia twv ohoApdtwy ou epdaviovral otig Stadikaocieg, aAd Kal n
XoUNAn anodoon. Eva xpriowlo gpyaleio otnv dpdon tng avaluong elvat n o xaptng pong atiag. H pon
aflag meplypadel OAec TIG SpacTNPLOTNTEG TOU EUTTAEKOVTOL OTOV OXESLAOUO, OTNV TOpoywyrn aA\d
KOl oTNV TTapddoon Twv mPoidviwy. AutEc ol Spaotnpldtnteg MepAapBAvouv TNV por TwV UAKWV
HEOW TNG Tapaywylkng dladikaoiag otoug meAdteg, aAld Kal TG MAnpodopieg mou xpetalovrol
T(POKELUEVOU va urtoatnpiouv Tig StadLlkaoieg AUTEG.

‘Eva akopn moAU XpAoluo gpyaleio ylo tnv ¢dacn Tng availuong elval to Staypappo attiag-
QIOTEAEOUATOG, TO OToio Xpnoljomoleitol yia va mopouctdoel pla oAucida oamd aita Kot
anoteAéopata. Elvat xpriowuo 510t BonBael mpokelpévou va BpeBouv oL TNYEG TwV TPORANUATWY Kol
LE TNV OEPA TOUC oL MNYECG eival n Baon ywo tv vlomoinon twv AUoswv. Amo Ta TLO YWWOTA
Slaypappara ottiag amoteAéopatog elval to Staypoppa Papokokalo, To omoio mHpe TV ovouacia
TOU €MELSN HoldleL oav TNV paxokokoAld Paplou. ITnv akpn TG opLlovtiag YPAUUAG (KUPLo KOKAAO)
kataypddetal To MPOBANUO TIoU UTIAPXEL. e KAOe kOKaAo ou Seiyvel To KUpLO, avaypddovTtol Ta
ruBava altia kal ta pkpotepa mou deixvouyv to kAbe kOKaAo avaypddovtal oL altieg mou cupBdiouv
o€ autd ta aitia. (Evans & Lindsay, 2019)

ST LELEE Contributor

to cause

Problem

Cause

IxAua 1:. Atdypappa Popokdkahou
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Improve (BeAtiwaon). Adou €xel yivel n avaAuon Twv altwy Tou ipokaAolv ta Stadopa mpoBARuaTa
oTNV Tapaywylkn Stadikaoia, oepd €xeL To otddlo tnG PeAtiwong. e autAv TNV Gacn MPEMEL va
tonoBetnBouv 16€ec, Tpokelévou va AuBouv ta mpoBARuata Kat va auvénbel n amodoon Twv
SLadkaoLwv aAAQ KoL TWV KUPLWV XAPOKTNPLOTIKWY TIOLOTNTAG TwV TIPoiovTwy. Mepikd epyoleia mou
XPNOLUOTIOLOUVTAL OE AUTO TO OTASLO elval o Katotylopog oewv (brainstorming) kabwg Kot n Ath
napaywyrn. To mpwto sival onuavtiko SLotL BacileTal oTov KATAYLOUO WOEWV LG OUAdaAg, TIou
ouvepyaletal Kal o To KaBe pENog TNG mapouatdlel tnv amodn Tou. XtV cUyKeKpLUEvn Stadkaoia dev
ETITPETETAL N KPLTIKN TWV omOPEWV Ao TOUG CUHUETEXOVTEC, aAAG yiveTal n evBappuvon Toug wWote
va tapouoLaoouv eAelBepa TG andPelg Tou. Aol TALov €xouv KatateBel OAEC OL TIPOTELVOUEVEG
AOoelg, oslpd £€xeL n aflohdynon Toug. e auto pmopei va Bondroet o kUKAog Tou Deming (PDCA).
(Evans & Lindsay, 2019)

Control (éAeyxoc). H ddon tou eléyxou eotidlel oto mw¢ Ba StatnpnBolv oL BeATLWOELS, OL OTtoleC
£€xouv TmpaypatonolnBel. Autd Tmpaypatomoleital pe tnv xpnon Otadopwv epyadeiwv, TmoU
Sloodalifouv OTL oL KUpleg pPeTaPAnTég Ba elvol péoa oTa EMITPENMTA OPLA, Ylo VO UTTAPXOUV Ta
emBbuuntad amoteAéopota. Ol BeATIWOEL aUTEG pmopel va sival véeg Sladikacieg, oL omoieg Ba
BeomiotoUV yLa Tov 0KOTIO aUTOV, aAAA Kal N ekmaibeuon TOU TPOCWTILKOU TIou UTIAEKETOL. O EAEYXOC
umopel va mpaypatonotnBei pe tnv xprion amAwv checklist, mou Ba €xouv cav okomo tnv kataypadn
™¢ opBoTNTOC TV SLadlkaolwy, 0w OUTEG £xouv Beoriotel va akolouBouvrtal. (Evans & Lindsay,
2019)

MapaKATW UTIAPXEL £VAG CUYKEVIPWTIKOC TVOKAG, TTIOU avaypadovtat OAa Ta EpyaAEia TTOU UIOpoUY
va xpnotuormnotnBouv os kabe otadio tou DMAIC

Phase objective:
Determine the feature Determine the Determine the root Determine the solution Maintain the reduction
of the product / service magnitude of the causes of the problem to reduce the problem of the problem
or operations to be problem associated with associated with the associated with the associated with the
improved the feature feature feature feature
4.Improve

1.1. Launch project 2.1. Project ¥ & specifications 3.1. Potential X's 4.1. Potential solutions 5.1. Verify improvement
1.2. The « 3 Voices » 2.2. Data Collection Plan 3.2. Vital Few X's 4.2, Solution selection 5.2. Process Control system
1.3. Project Scope 2.3. Measurement System Analysis 3.3. Root causes 4.3, Failure-proofing 5.3. Tollgate Control
1.4. Project CTX 2.4, Data collection 3.4, Project Charter v3 4.4, Pilot
1.5. Project Charter vl 2.5. Voice Of Process 3.5. Tollgate Analyze 4.5, Business Case
1.6. Tollgate Define 2.6. Process Capability 4.6. Tollgate Improve

2.7. Improvement strategy 4.7. Launch implementation

2.8. Project Charter v2

2.9 Tollgate Measure

IxAmna 2: Epyaldeia tg pebddou DMAIC

To DMAIC polalel pe To HOVTEAO ouveXOoUG Labnong kal BeAtiwong tng Stadikaoiog PDCA tou Deming
(Deming, 2000), (oxedldote, kavte, eEAEyEte, evepynoTe). 210 MAALCLO TNG IPOCEYYLONG Tou Six Sigma,
TO povtého DMAIC umodeikvUel, BApa mpog Brua, Twe TMPEMEL VA AVTILETWITLOTOUV Ta TIpoBARUATA,
opadomoLwvTog Ta epyaleia molotnNTag, evw yivetal n KablEpwaon ULOg TUTIOTIONEVNG POUTIvaC yLa
v eniduon npoPAnudatwy. Etol, n dtadikacia DMAIC Staodalilel Tn owWOTH KAl MOTEAECUATIKN
ektéleon ¢ Swadikaoiog, mapéxovtag pia Sopnuévn péBodo ylo TV emiAuch EMXELPNOLAKWY
TPoBANUATWY.

AUTO TO AUOTNPO Kat MelBapxnpévo os Soun mpotuno, cupdwva Ue toug Harry, et al. (Harry, et al.,
2010), eivat autd nou moAlol cuyypadeic avayvwpl{ouv wg To KUPLO XOPAKTNPLOTIKO TTIOU KAVEL QUTH
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TNV npoagéyylon MoAl amnoteAsopatikn. To DMAIC Bewpeital w¢ éva poviéAo padnong mou av Kal
ETILKEVTPWVETAL OTO «KAVW» (SNA. oTnv ektéAeon BeATIwTikwV Spaoctnplotntwy), Sivel emiong éudoaon
otn oculoyn kot avaluon Sedopévwy, TPV amd TNV €KTEAECNH OMOLOCSATIOTE TMPWTOPROUALAG
BeAtiwong. Auto mapéxel otoug xpnoteg tou DMAIC pa apyn, yla va Aapfdavouv amodAacelg Kat
TPOMOUG SpAong, LE BAON TIPAYUATIKA KOL ETILOTNUOVIKA SeS0UEVA, TTIAPA OTNV EUMELPLA KAL TN yVwaon,
OMw¢ cUMPalvel o TOAAOUG OPYAVIOUOUG, ELSLIKA O€ ULKPEC KOl LECALEC ETILXELPNOELG.

Av Kal uTtapyouv TIOAAEG GAAeg peBodoloyieg BeAtiwong Stadikaowwy kal eniluong mpofAnuatwy,
mou €xouv avartuxBel amd opyaviopoUug ylo T BEATIWON TWV MOPAYWYLIKWY KOl EMLXELPNUATIKWY
Sadikaowwy toug, to DMAIC pmopel avapdlofritnta va BswpnBel n 1o supéwg edpappoopévn Kat
dnuodAng mpooéyylon. Auto ylati eival €éva ouclooTikO otolxeio tou Six Sigma, To omolo €xel
edapuootel extevwg otn Blopnyxavia (Black & Revere, 2006).

3.4 Awiknon kat Opyavwon Evog Ilpoypappatog Six Sigma

‘Eva mpoypappa 1 KoAUTepa £va project, £XeL OKOTO TNV opyavwon Kot tTnv edpappoyn tou Six Sigma
o€ évav opyovIoPO. AmoteAsital amod pla opdada epyaloEVWY OL OTIOLOL GKOTIO £X0UV TNV OAOKANPWON
OUYKEKPLUEVWY oxebiwv BeAtiwong cLudwva pe Thv dlhocodia Tou Six Sigma, oto Ayotepo Suvatd
Xpovo. OL opadeg aUTES elval Kplolng onuaoctiag yla ta mpoypapupata, SLOTL KaBe HEAOG TNG KATEXEL
Sladopetikeg de€lotnteg, mou Ba yxpnowuomownBolv otnv avamrtuén, aAAd KalL otnv ulomoinon
AOoswv. Etol ol opddeg autég Sev xpnotpomnotlouvtol Hovo yla tnv eniluon twv mpoPAnudtwy, aAld
KOl yla tnVv BeATiWoNn TWV CUMUETEXOVTIWV WG TPOC TO YVWOTIKO Toug emimedo, aAAd kot tnv
eTayyeAPaTikn Toug €€€AEN. H Sopr aAAd kat n emttuyia pag opadag Six Sigma e€optdtal anod v
ouvepyooia, TNV eMIKOwwvia Kal tnv cadnvela Hetafl Twv peAwv tne. (Evans & Lindsay, 2019)

e Champions. Eivat avwtepa SleuBbuvtikd oteAéxn, ta omoila nyouvtal kot mpowbolv Thv
avantuén tou Six Sigma o€ GUYKEKPLUEVOUG TOUELG TOU opyaviopol. Katéxouv tnv yvwaon tng
dooodiag, emAéyouv Ta projects, BETOUV TOUG OTOXOUG, KOTOVELOUV TOUG TIOPOUG KOl
KaBobnyouv Tic opadec. Eival umelBuvol yla TNV oAokAnpwon oAAG Kol TO AMOTEAECHUATA
QUTWV TWV TIPOYPOUHATWY. EmutAéov eival appddlol ylo va Katdpynon tTwv spnodiwv mou
propel va eudaviotolv peTafl Twv HEAWV TNG OUASOC, OMWG LEPAPXLKA, OLKOVOULKA
TPOCWTIKA K.O., TA OTMOoi UMopouv va eunodicouv TNV owotr UAOTOLNOoN €VOC TETOLOU
oxediou.

e Master black belt. Elval epyalopevol ol onoiot €xouv ekmaldeutel mMApwg otnv dpthocodia
Tou Six Sigma Kot eivatl urteUBUVOL yLOL TNV OTPATNYLKY, TNV eKmaibsvon tnv kaBodnynon Kot
Ta anoteAéopata tou Six Sigma. H ekmaibeuon Toug amoteAsital amd tnv XpHon Twv
epyaleiwv aAAG Kol TwV TEXVIKWY Tou Six Sigma. Emiong mapéxouv eELOEIKEUPEVEC TEXVLKEC
YVWOELG. IKOTOG TOUC €lval n mpaypotonoinon skmaldsvoswv o OAO TOV 0pyaviopd Kot
TIOAAEG dopéEg Sev amoTteAolV PéEAN TG opadag Twv project.

e Black belt. Eivat mAnpwg ekmatdeupévol otnv dphocodia Tou Six Sigma e EKTEVH] TEXVIKA
EKTIALOEV O, OL OTIO(OL TIPAYLATOTIOLOUV TLG TIEPLOCOTEPEC TEXVIKEG AVAAUCELG TTOU XpeLalovTal
Ta project. Katéxouv mpoxwpnuévn yvwaon twv epyaleiwv kat tng pebdédouv DMAIC mou
XPNOLLoTIoloUVTAL KAl cuxvd eival apynyol opadac. Eniong kaBodnyouv kat BEATIWVOUY TOUG
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Green Belt. Na va unapéel kamnowog Black Belt Ba mpémel va KATEXEL APLOTEC NYETIKEG Kall
ETUKOLWVWVLAKEG SEELOTNTEG.

Green belt. Anotelouvtal and epyalopévoug ou ekmaldevovtal otnv pebodoloyia kat Ta
epyaleia tou Six Sigma. Epyalovtal og project oxt 0pw¢ o€ kUpLa Baon, BonBwvrtag toug Black
belts, evw Tautdypova avamtlooouv Kol To SIKO ToUG YVWOTIKO edio. Baotkn mpolmobeon
yla va yivel kamotog Green Belt, eival va €xel oAokANpwoEeL e erituyia €va Six Sigma project.
H e€€ALENn Toug umopet va dptacel péxpl kat to eninedo tou Black Belt.

T€Aog Ta amAd HéEAN tng opddag anotelouvtal and Siddopa TUAUATA TOU OPYOVICUOU, LE
OKOTIO TNV UTIOCTHPLEN CUYKEKPLUEVWYV project. AppoSLotnTeg Toug cuvnBwg sival n cuAloyn
dedopévwy 1 n mpayuatomnoinon SokIpwy, Adyw TwV YVWOEWV TOUG TTAVW OTLE TIOPOYWYLKEG
Sladkaoieg.
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Ke@aiaro 4
Lean Six Sigma

4.1 Ewaywyn oto Lean Six Sigma

Onwg eidape ota mponyoLueva Kedahata, £yve avadopd oToug OpouG TwWV SUO AUTWV TEXVIKWV.
JUpMMANpwvovTag auTd, Ba yivel n ouvdeon autwv Twv duo dlhocodlwv. Onwe avadépet o Voehl et
al. (Voehl, et al., 2014) n pebodoloyia Lean eival plo emyelpnotakn ¢hocodia, pe emikevipo tov
EVTOTLOUO Kol TNV €€AAelPn OAwv TwV orataAwyv o€ €vav opyaviopo. OL apxEG TNG ALTAG Tapaywyns
neptAapfavouv undeviko amobepa, cuvexn por, UIKPOTePES maptideg mapaywyng, Hndevikd xpdvo
avapovng, cuothpata eAfyxou mopaywyng €AEng avtli wbnong, oxedlaoud Tou Xwpou epyaciag,
HEAETEG XpOVOU Kal Klvnong kol Pelwon Tou XpOvou Katd thv mopaywylkn Stadikacia. H Atn
napaywyrn, eotldlel otnv e€aAeln Twv onataAwy amno TG Stadikaoieg kal otnv avénon Tng TaxUTNTAC
Twv Stadlkaclwv, Kabwg eotldlel o€ AUTO TIOU oL TTEAATEG BEWPOUV TIPOYUATIKA TToLdTnTaA.

Yuveyilovtag, n pebodoloyia Six Sigma sival pa otpatnytkn S10iknong Tou opyaviouoU, LE OKOTIO TV
BeAtiwon TNG MOLOTNTOC TWV SLASLIKACLWY, EAAXLOTOMOLWVTAG TLG SLOKUMAVOELG TIOU TIPOKOAOUV TLG
ooToxieg og auTEC. EoTialel MOAU O€ OTATIOTIKEG £PAPHUOYEG yla TNV HElWON Tou KOOTOUG KAl TNV
avénon NG moloTNTOC. ANULOUPYEL LA €LSLKN UTTOSON EVTOC TOU OPYOVIOHOU, TIOU elvol £L8LKA
EKTIALOEVEVOL OE OTATLOTIKEG LEBOSOUG KaL Tpoaoeyyioelg emiAuong MpoBANUATwWY, TTou Aettoupyouv
WG e6kol o aAUTEC TG Tpooeyyioelg. To kUplo gpyadeio eival to DMAIC. OAla autd yivovtal pe
YVWHOVA TLG OTTALTACELG TTOLOTNTAG TOU TIEAATH.

H peBodoloyia LSS, eival pia eniyetpnotakn ¢pthocodia, mov cuvduadalel SU0 amod Tig mo SnUodIAng
peBodoloyieg BeATiwong TNG MOLOTNTAG, TNV ALTH Tapaywyr] KoL Tn mpoacgyylon Six Sigma. O otdyog
QUTWV TWV Ttpooeyyioewv eival va e€aleldpBOoulv ta evvéa €ldn omatalwv Kat n mapoxn ayabwv kat
UTINPECLWYV UE pUBUO 3,4 EAATTWHATWY VA EKOTOUUUPLO sukalpieg (DPMO).

MpoKeévou va yivel €va oAoKANPWHUEVO GUCTNO UE TNV EVOWUATWON TWV TEXVIKWV AUTWY TwV duo
docodpuwy, Ba xpelaotel va yivel po olokAnpwpévn otpatnylki BeAtiwong.

Ma Tov AOyo auUTO TIPEMEL va TEpAAUPAVOVTOL HEPIKEG OPXEC TNG ALTAC TMapAywyNnS Kabwg Kal TG
pebodoroyiag Six Sigma. Ao to Lean, oL apx€g mou Ba uloBetnBouv, ival pa woyxupr eprhocodia mou
Ba £xeL cav emidiwen tnv peylotonoinon 6Awv Twv dladikaclwy mou ipoodépouv atia. H afloAoynon
OAWwV TwV cuoTnUATwWY Ba TIPEMEL va €lval cUVEXNG, TIPOKELEVOU va BeBatwBel twg n BeAtiwon sivat
OUVOALKN Kal OxL TunUatikh. TéAog n Stadikacio tng ANPng tTwv anodpdoswv Ba TpENeL va sival
oUudwvn e tnv enidpaocn mou Ba €xel otoug teAlkouc meldteg (Arnheiter & Maleyeff , 2005) Ot
pebodoloyiec mou Ba akolouBnBolv, Ba Tpeénel va gival amd Sedopéva TIPOKEIUEVOU OL OTIOLEG
Sladopormnolnoelg mpaypatonondoulv, va eival ETILOTNOVIKA AroSeSELYUEVES KaL OXL TTAVW OE ELSLKEC
MEAETEG.
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Agltepn apyxn eivalt mwg ot peBodoloyieg mou Ba uvlomownBouv, Ba €xouv cav OTOXO TNV
elaylotonoinon Twv SLOKUUAVOEWY TWV TIOLOTLKWY XAPOKTNPLOTIKWY. TEAOG Ba xpelaotel va yivel
oXeOL0OUOC eKTIALOEVONG OAOU TOU TIPOCWTILKOU TNG eTalplag, oe OAeC TIG Babuideg Tne. (Arnheiter &
Maleyeff , 2005)

4.2 Me0odoAoyia Kata Lean Six Sigma

‘Evag tpomoc Asttoupyiag tou Lean Six Sigma amod €vav opyaviopo, elvat va yivel mpooBnkn twv
epyalelwv TG At mapaywyng o éva nén mpoypappa tou Six Sigma, r va untapéel Eexwplotn Kat
avegaptntn Asttoupyia twv epyaieiwv Twv duo pebBodoloylwv. Yriapyouv SnAadn tpelg Stadopetikol
TpOMoL Mou pmnopel va nmpaypatonolnBet autd, n avénuévn avamrtuén (Lean péoa ota mpoypappata
Tou Six Sigma), mapAdAAnAn avamntuén kabwg kat tnv Stadoxikr. (Ramaswamy, 2007)

TNV mpwtn mepimtwon, SnAadn avtr tne avénuévng avamntuéng, divetal Bdon ota epyalsia tou Lean
mou Ba svowpatwbolv oe autd tou Six Sigma. Me tov tpomo autd, n pebodoroyia DMAIC, Ba
EVOWUOTWOEL Ta epyalela Tou Lean otig diddopeg PpAoelg Tou, WOTe va Aeltoupyrnoouv Bondntikd
otnv dnuloupyla VEwv Stadilkaolwv AUoswv TPoBANUATWY, TTOU e0TL&{ouV OXL LOVO oTn por aAld Kot
ota ehattwparta ov spdavilovral.

TNV mapdAAnAn avamntuén nou nep\apBAVEL XWPLOTH OVATITUEN TWV SUO AUTWV TEXVIKWY, UTTOPEL va
npaypotonolnBel pe Suo tpomouc. O €vag eival 0 opyaviopog va Asttoupyet kat ta duo, aAld ot
Sladopetikd TpuApaTa tou, dnAadn otnv mapaywyn va Xpnolpomnolel to Lean kot oTo SLOIKNTKO
KOUUATL Vo Xphotpomolel to Six Sigma. O 6gUTepoc TPOMOC gival 0 SLaxwpLlopoc Twv PoBANUATWY Kot
n emloyn NG KAtdAAnAng pebodou. AnAadn av umdpxel MPOPANUA OTOUG QUENUEVOUC XPOVOUG
TIAPAYWYNG O KATOLO UEPOG TNE TlapaywyLKNG Stadikaoiag, cwotd Ba Atav va akohouBnBei n Ath
TIPOCEYYLON, EVW OV UTIAPXEL TIPOPBANUA EAQTTWHATWY 1 HElwon TNG Sdakupavong, va emAeyel n
TipooEyylon Six Sigma.

Jtnv Stadoxikn mpooéyylon yivetal n edappoyr Tou Lean yla apxr, KE Okomo TNV BeAtiwon twv
TIAPAYWYLKWY SLadLlkaolwy Kol tnv Melwon Tou KOOTOUC, WOTE O EMOUEVO OTASLO va yivel n
QVTLKOTACTAON Tou amnd to Six Sigma, mou Ba npooeyyilel ta mpoPAnpaTa Kal OAEG TIG BEATLWOELG TTOU
UTTopoUV va paypatonolnfoulyv, ue peyoAUTepn avaiuon.

4.3 E@appoyn tov Lean Six Sigma

H edappoyn tou Lean Six Sigma, mpaypatonoleital og Brjpata, to onota Ba avaAluBolv oTnv CUVEXELA.

To apxikd otadlo sival n dnuoupyia tng opadag. Onwe kat oto Six Sigma, n opdda Ba Mpémnel va
amoteAeital anod epyalopevous SLadpopeTkwy BETEWV TOU OpYAVLOHOU KaL VO UTTAPXEL EVaG apxnyoc,
o omoio¢ Ba eivatl emthoyn NG Sloiknong. TéAog n kataypadn OAWV TWV TPAKTIKWY Tou Ba
TPAYUOTOTOLEL N opada, Ba PEMEL va YiveETaL Ao ToV YPOUUATEN, O OTOL0¢ oplleTal HEow ETUAOYNAG
™G opadag. (Stephen, 2004)
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a)

b)

d)

To npwto Brjua givat to Define (KaBoplopog). e autd to BAua, Ta Kplowa yla Thv molotnta
xapaktnplotika (CTQs) Ba mpénel va koboplotouv. Oa mPEMEeL va yivel dSnuloupyio evog
ouothuatog PETpnong Twy CTQs, kabwg kal pia Alota, otnv onola Oa yivel n kataypadn Twy
TIOLOTIKWV TIPOPANUATWY TTOU UTIAPXOUV, XPNOLLOTIOLWVTOG TOo EpyaA&giou Tou Brainstorming,
KoBwg KoL pla veotepn €kdoon tou xadptn pong atfiag. H epdpynon OAwv Twv TOLOTIKWY
npoBAnudtwy, Ba mpaypatonondel Héow TNG TOMOBETNONG TWV LEAWY TNG OUASOC KAl TEAOG
Ba emdeyel autd pe v peyaAltepn ocoPapodtnta. Emesita Bo mpaypotomowinBel n
xaptoypddnon twv ekpowv tne Stadikaciog, mou napouctdlouv XanAr mootnta (KAtw Tou
HECOU OpoU), XpnoLLoTolwvTag Ta Slaypappata pong dtadikaciag. TEAoG n kataypadn OAwvV
Twv TOavwv petaBAnTwy, mou emnPeAloUV TNV OLOTNTA LE TNV XPron Tou brainstorming.
Y10 Seltepo PrAna Measure (HETpnon), YIVETAL N XPrON LOTOYPOUUATWY WOTE vo. Vivel o
KOBOPLOUMOG TwV HETOPANTWY, TIOU UTAPXEL TEPUMTWON VO TPOKAAECOUV TIOLOTIKA
npoBAfuata. livetal o xapaktnplopog twv CTPs, yia To mMOCO €AATTWHATIKA Tipoiovta
napdyovral cUpdwva Pe thv Twplvn Stadkaaoia, pe tnv xprion Control/Run Charts. Enstta
yivetat n xprnon twv gpyaieiwv, Staypappdatwy Pareto katl Slaypappdtwy Slaomopds, wote
va yivel n eotiaon otig petaBAnTEg mou ennpedlouv TN moLdtnTa.

Tpito BAua eivol Analyze (avaluon). Mpaypatomoleital o £€AeyxoC TNG LKAVOTNTAG TNG
Stadikaoiag, cupdwva e Ta otolyeia mou €xouv mapBel and o mponyoupevo Brpa. Emetta
pue PBaon ta CTQs, Oswpolvtal ot TIOAVEG BEATIWOELG KOL TIOU QUTEG WMOPOUV va
edappootolv. Autd yivetal S1OTL Ta HéAN TG opadag mpénel va okedtoUV TIC TOAVES altieg
TWV OPAARATWY, 1 TOU TPOTOUG BEATIWONG KL EMELTA VA KATAANEOUV OTNV aVATTTUEN VOC
oxeblov yla tov éleyxo autwv. TéAog¢ mpaypatoroleital éleyxog, av n efahewhn twv
odaApdTwy pnopel va yivel HEow TNG AUTOUATONOINONG TNG TAPAYWYNG Kal TNG KAAUTEPNG
0pYyAVWoNG TOU XWPOoU, CUUDWVA LLE TNV TEXVLKA 5S.

Tétapto Bnua eival Improve (BeAtiwon). Anuoupyia plag ovaAucn Tou KOOTOUG TWwV
TIAEOVEKTNUATWY, TwV TIBaVOV AUCEWVY KAl TOU QVTIKTUTIOU Ttou Ba €xouv o€ GAAQ TUAMATA
™N¢ mapaywync. Emiong yivetal o mpooSloplopog Twv SUVAPEWV TIOU KATELBUVOUV Kot
ouyKpatoUv tnv pon afiog, oAAQ KAl O TPOYPOUUATIONOC ULAG OTPATNYLKAG, WOTE va
amnoAelpBolV oL SUVARELG TTOU TNV cuykpaToUV. TENOG n B£amion evog mMAAvou dpacnc yLa tnv
€Al n Twv MOLOTIKWYV OHAAUATWV.

Néunto Brua eival Control (éAeyxoc) lvetal n avantuén Slaypappudtwy eAEyXou, WOTE va
napakolouBouvral ot Sladopeg HeToPANTEG. AUTEC oL  PETAPANTEC  pmopoUv  va
dnuioupynoouv mbava mpoPAnpata, Katd tnv Sldpkela edhappoyng Twv oxediwv yla tnhv
g€alewn twv mponyolpeVwWY TIPoPANUATWY. TEAOC 0 oXeSLACUOG VOGS TTAAVOU €AEYXOU Elval
ONUOVTLIKOC Ylot TNV TOPOTAPNON TWV SLAKUUAVOEWY TwV SLopBWTIKWY EVEPYELWV TIOU
Tipaypatonol)énkav.
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Ke@aiawo 5
[Meprypaen ™¢ ETaplac

5.1 Ewsaywyn [Ipog v ETapia

H e€etalopevn enixeipnon, ivat pia amo Tig peyalutepeg etatpieg Stehaong ahoupviov otnv EAAGSa
He Tapoucia mavw anod 30 xpovia. Katéxel peydho pepidlo otnv EAAnVIkA ayopd , aAAd €xeL Kot
e€aywylkd xapaktipa og 0An tnv Eupwrnn, onmwg kat otnv Apeptkn. H mapaywylkn povada eSpevel
otnv Kevtpiky Makedovia, oe LSLOKINTEG €yKATAOTAOELG. H etaupia KATaokevAlel ouoTHUOTA
OAOUULVIOU yLa BLONXOVIKA KTHPLA, EEVOSOXELOKEG KOL KTNPLAKEG EYKATOOTACELS, KAOE popdng, ald
Kot tpodil aloupviou Blopnxavikng xpronc.

Ta MOPAYWYLKA TUAMOTA TG £TALplog amotehouvtal, anod técoeplg USPAUALKES Tipéoeg SLEAaong, 8
doupvouc TexvnTng ynpaveong, duo kabeta Badeia, éva opllovtio Badeio, Tunua katepyaoiwy (CNC),
KaBw¢ kot TuRpa cuppadng npodid alouptviou. H mapaywyn ival mMANPwWE AUTOUATOMOLNUEVN, UE
TNV Uetakivnon OAwv Twv Tmpoiovtwy, ota Sladopa otadlo mopaywync va yivovtal HEow
oAucOSpopwv. TEAOG OTNV ETLXELPNON UTIAPXOUV SUO POUTTOTLKEG ATTOBNRKEG, OTLC OTMOLEG TPOCWPLVA
yivetal n anoBbnikeuon dAwY TwV TAPAYOUEVWV TIPOIOVTWVY. XTa LEAAOVTIKG oX£6L0 TNG TaLpiag ival
n Snuloupyia TuApOTOg avodiwong kabwe Kal n TpoodAKN KavoUpyLwV USPOUALKWY TIPECWV.

Mo Adyoug exepUBeLOC, OPLOUEVOL TIOPAUETPOL TNG TMAPAYWYLKAG Sladikaoiag Sgv pmopolv va
SlatunwBolv otnv SUMAwWUATIKN €pyacia. e autd MepAapBAVETAL TO OVOUO TNG €TALplAC Kal
puBuioslg Aettoupylag Twv USPAUALKWY TIPECWV.

5.2 AtéAaon AAovuwviov

5.2.1 Ipwtn YAy

H 81€haon alouplviou, elvat n tTexvnti popdomoincn Tou aAOUULVIOU N OTolal EMITUYXAVETAL UE TNV
SUvaypn mou aokel N MPEca 0to UALKO, WoTe va 08nynBel koL va mepAOEL LETA Ao KAAOUTIL, TO OTtola
Ba Swoouv To TEAKO OXNUO O0TO OAOUMIVIO. MapakATw Mpayuotomnoletal avaAucn Tou TPOmou
S1€haonc.

To aAoupivio ival HopdOMOLNUEVO LE TETOLO TPOTIO, WOTE VA UIMOPEl va xpnotpomnolnBsi amod tig
TPECEC, 0€ KOAWVEG (] AAALWG UTTILYLETEG) TV 6 PETPWV. To pHEyeB0C TNC SLOUETPOU TWV UITLYETWV Elval
178mm kat 198mm. H &iadopomoinon auth Twv OLOUETPWY UTTAPXEL AOYW TWV TEXVIKWV
XOPOKTNPLOTIKWY TWV TIPECWV TIOU TG Xpnolpormololy. To Paocikd Kpdpota oAoupLviou Tou
XpNoLlpomoloUvTal otnv Tapaywylkr Stadwooia sival ta 6060, 6063 KabBwg Kol GAAO, UETA ATO
OXETIKO aitnua, onwe ta 6082 kat 6005.
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IxAma 3: Mryléteg ahoupviou
Mnyn: e€etalopevn Bropnyavia

OLmpodlaypadeg Twv Kpapdatwy eivatl cupdwva pe to potuno EN573-3& 4. H emiloyn Tou KpApaTog
yivetol petd amnd ouvevvonon 1 amoitnon Tou meAdtn ylo ta mopaydpeva poiovea. Eniong cludwva
HE TNV Xpnon tou mpodil alouutviou, yivetal kat n katdAAnAn Swadikaocio yipoavong, Wote va
QTTOKTNOEL TIG €MOUUNTEG UNXAVIKEG LOLOTNTEG oUpdwva He To Tpotunmo EN755-2. Autég ol
Stadikaoieg eival oL T4, T5, T6, kaL T66.

Z0pBolo Nepwypadn
T4 Oepukn enefepyacio kat £netto GuUOLKA yrRpaveon
T5 WiEn petd tnv Bepuikn enefepyooia Kol EMeLta TEXVNTH yrpovon
T6 Oepukn enefepyacio Kot EMeLTO TEXVNTH Yrpovon
Oepukn enefepyacio Kot EmeLta TEXVNTH Yripovaon, pe sdikr Slaxeipion
T66 og KABe oTASL0 MapOyWYNE, WOTE VO ATTOKTHOEL TIC LEYLOTEG UNXAVLKEC
dLotnTeg.

Nivakag 1: AlaSikaoieg yrpavong
Mnyn: e€etalopevn Blopunyavia

5.2.2 Awdikaocia AtéEAaoG.

H mopaywylkn dtadikaoia EeKVAEL amd TNV €l0aywyr TWV UILYETWV OAOUMLVIOU, LE TNV XpHon
Stopnkn &éova, otov poupvo priystwv. Ot polpvol Beppuaivouv TNy pmiytéta os Beppokpacio 460 °C
£€w¢ 500°C. H Sadikaoia autr eival Baoclkr WoTe To GAOUWIVIO VOl AITOKTAOEL TNV ATMOLTOUUEVN
TAQOTIKOTNTA, YLa va Prmopéoel va StedaoTel. Enetta ko6PBetal og punkn 350mm £wg 1.300mm amno to
PaAibL pryetwy, Kal lodystol otnv mpeoa SLtEAaong, mPoKelévou va Siedaotel, pe tnv xprAon
Bpaxiova.
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IXfipa 4: NpoBéppavon prylétog aloupviou
Mnyn: eetalopevn Blopnxavia

Mpotol opw¢ paypatornotnOsi n Stéhacon, n LATPa 1o €xeL sloaxBel otnv péoa £xeL mpoBeppadei,
og eldkolg doupvoug, oe Bepuokpacio 480°C. O Beppokpaocieg Tou alouptviou (mou €xeL umootel
npoBéppavon) Kabwe Kol TV INTPWV MPETEL VA EVAL KOVTLWVEC WOTE VA LNV UTtApEOoUV TtpoBAN AT
otn 8LEAoon, OMwWE OMACIHO TG MATPOC. AuTO cupPaivel 8LOtL av n UATPa eival os Beppokpaocia
TepBAANOVTOG Kot N prtyléta alouptviou {eoth, To UAKO Sev Umopel va “Ttepdoel” e eUKOALa péoa
amd TNV LATPA KAl avamtuooovtag Leydin Tolpn.

Ixnua 5: Qoupvol mpobBEppavong UnTpwv
Mnyn: e€etalopevn Blopnxavia

AdoU mAfov £xel N&N TomoBetnBel N KATAAANAN UATPO WOTE TO Ttapayouevo Tipodid va mApeL To
QITALTOUMEVO OXNMQ, ekva n StEdaon. H Sladikacio mpaypatomnoleital e TNV AoKnon USPAUALKAG
SUvopung oto OgpO KOUUATL TNG UITLYETOC OAOULVIOU, WOTE VO TIEPAOEL LECO A0 TV UATPA KOL VAL
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TLAPEL TO ETUOUUNTO oxNua (Statopn). AkplBwe petd tnv €€060 tou podih aAoupviou TAEoV, UTIAPXEL
to Puller, To omnolo tpafact to mpodiA Tautoxpova pe tnv StEAacn tou. Otav ptacel oto emBLUNTO
UNKOG KOPBeTOL amo To MPLOVL Kal cuveyiletal n (Sia Stadikaocia. MoAAEC dopég, OMWE KAl oTnV
OUYKEKPLUEVN eTaLlpia, uTtdpyouv Suo Puller, £€ToL wote va punv xpelaletal va yivel mavon tng S1EAaong,
otav MpENEeL va Komel to mpodiA (ouvexouevn komn). Katd tnv Stapkela tng Stadikaoiag autng, o
TipodiA purnopet va PuxBel pe TexvnTd HEoA, OTIWE AEPA, TIEPVWVTAG OTIO VA TOUVEA LE AVEULOTHPEC N
pe Pekaopo vepd 1 alwtou, WOTE VO OIMOKTAOEL TIC AOPOiTNTEC UNXAVIKEC LOLOTNTEC.

Ta mpodid oloupwiou mou Snuioupyolvral, €xouv pnRko¢ 30m £€wg 60m. Kotomwv oyovtal
OAOKANPWTIKA o€ £va peyalo Tpamell kat Enelta tavolovtal. Me thv Tdvuon Tou, To ipodiA amoktd
TIG TEAKEG TOU SLAOTAOELG KAl UEAVETAL TO KUAKOG TOU Katd 1%-2%. H tdvuon eniong cupBAAeL Kot
oUTA oTNV ETITEVEN TWV KATAAANAWY PNXAVIKWVY L8LotATwy. H Stadikaoia auth mpaypotonoLeital pe
™V xpnon duo Tevtwtripwy, oL onoiot “tpapave” to mpodiA oe avtibetec kateuOUVOELG.

Emeta to mpodil kOPetal o pIKPOTEPO HNAKOG, (ouvABwg 6m) Kol TtomoBesTeital AUTOUATO OF
HETAAALKA TeAdpa. Me Tov TPOTO aUTO TeAelwvel N Sladikacio mapaywyng tou podid aloupviou
(61€hacon). To emodpevo otddlo ival n yrpaveon, n onolo mpaypotonoLeital cUUGWVA LE TIC ATIALTAOELG
Tou meAdtn (puotkn 1 texvnth).

Ytnv efetalduevn PBlopnyovia, Asttoupyolv TECOEPLG yPAUpEG SLéAaonc. H ouvoAlky Toug

Suvaptkotnta avépyetat og 130 tn/nuépa, ou eivat kot n MARPNG SUVOULKOTATA TWV YPOUUWY QUTWV.

IXAHa 6: YSpauAikn mpeoa Katd tnv SLdpKela TnG StEAaong
Mnyn: e€etalopevn Bropnyavia

H enopevn enefepyacia Twv mpodiA alouvpuiviou ovopdletal yRpavon Kot AapBAvel xwpo LECO OTOUC
douUpvoug ynpavoews. EXeL WG OKOTO va amodwaoel ota MpodiA Tou aAoupviou, TIC ATTALTOUEVEG
LUNXOAVLKEC LBLOTNTEC, AVAAOYQ LE TNV UETEMELTA XPHON TOUC.

Ta endpeva otadla ou propet va akohouBnoet éva mpodiA elval 0To TUAUA KATEPYAOLWY, OTOU
yivetal mepattépw enefepyaocia tou (Snuoupyia omwv A KOTH TOUG O€ IKPOTEPO UNAKOG), OTO TUN U
ouppadng, onou yivetal n cuppadr duo 1 Tpuwv podiA petafd Toug e TNV Xprion moAvautdiwy, N
oto Badeilo yla va amokThoel To KOATAANAO XpWHA Kol TEAOG OTO TUAUO CUCKEUAGCLOC, WOTE va
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TIPOETOLUOOTEL KOl va amooTalel otov meAdtn. H mapandvw oslpd Sev elval UTTOXPEWTLKY, KABWG
oplopévol Tteddteg Sev xpeldlovtol Timota 1 opLopéva amo Ta mapanavw. TEAOG, avaioya PE TNV
napayyeAia, pnopet va xpelaotei va mpaypatomnotnBel avodiwon oto mpodiA, onote Ba cuckevaoTel
Kot Ba anootalel og e€wWTePIKO cUVEPYATN.

5.3 Xvppagn [Ipo@id AAovpiviov

21O TUAMO aUTO SLEpYovTal oL BEpyeC Ttou Xpelaletal va cuppadolv. H xprion autrg tng Stadikaoiog
YLVETAL TIG TEPLOCOTEPEC POPEC, YO CUOTAATA AAOUULVIOU (KoudwpaTa), WOTE TO TEALKO TIPOIOV va
ou€NoeL TIG BEPUOUOVWTLKEG TOU BLOTNTEC. H "évwon™ Twv npodiA mpaypatonoleital e évo EMUTAEOV
UALKO, To toAuapidlo, To omoio elval évag ouvduaopog valhov e vaAdvnua. H cuppadn yivetal pe
v xpnon e€omhiopol, o omolog TLEleL TG uTtoSoXEG, adol €xel eloéABeL To MOAVOUISLO, WOTE Vo

SlatnpnOsel otnv B£on auth.

IxAMa 7: Zupappéva podi
Mnyn: e€etalopevn Bopnyavia

5.4 Bagn Alovuwviov/ Hiektpootatiki) Bagn

Me Tov 0po nAektpootatiki Baodr), evwoolue TNV eMKAAUYPN TOU aAoUULVIOU pe eLOIKEG EMOEELSIKEG,
€MOEV-TIOAUEOCTEPLKEG, 1 HE TIOAUECTEPLKEG pNTiveg, £xovTag oav oTOX0 adeVOC TNV MPOOoTasia Tou
HETAAAOU amo tn SlaBpwon, adetépou TNV e€aoddAlon tTNG EMBUUNTAC XPWUATIKAG KoL aloONTIKAG
eudavionc. Mo OPXLTEKTOVIKEG ePAPUOYEC XPNOLUOTMOLOUVTIAL OTNV  NAEKTPOOTOTIK Padn
TLOAUEOCTEPLKEG TIOUSPEC, oL omoieg adou Mpwta Mpootefolv Kal enkaAUPouv Thv emibaAveld TOU
aloupwviou, katomiy oAupepiovtal os e16kol¢ polpvouc. MNa va s€aodallotel n mpootacia tne
emupAveLag Tou aAoupLviou amo tn Stafpwon, mpLv TNV nAekTpootatikiy Badn, Ta Bacikd otadla ou
Ba mpénel va mponynBouv eivat: KATAAANAN mpoegpyacia g enidpavelag (kabaplopocg), avamntuén
UTIOOTPWHOTOG PLALtkoU Tipog to TieptBaAAov (chrome free), katdAAnAn cuotacn TNG TOAUECTEPLKNAC
Badnc kabwg kat oL cuvenkeg epappoyng. To axog tng Padng Kupaivetal Katd Léco 6po ota 90um.
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IxApna 8: Kabeto Badeio
Mnyn: e€etalopevn Bopnxavia

5.5 Xvykpotnua Opwovtiag Hisktpootatikng Bagng

YTO GUYKPOTNUA 0pl{OVTLAG NAEKTPOOTATLKAC BadrC, TpayHLATOOLOUVTOL N XNKLKN TIpo enefepyaocia,
Badn Kal o TOAUPEPLOMOG. H XnULKNA Tipo emeepyaocia yivetal os pLa oglpd (5) AouTpwv WE T XpHon
KatdMnAwv StaAupdtwy. Ito evtepo otddlo mpaypatonoleital Badn Twv LETAAIKWY eMbAVELWY
pe tn BonBela otatikol nAsktplopouU. Ma tnv mpaypatonoinon tou moAupeplopol g moudpag
Badng, ta mpodiA ahoupwviou SiEpxovtal amo pia didtafn, omou n moudpa Oepualvetal Kot
«UEAWVEL TIAVW oto Tpodil. OL BEpyecg mepvolV 0T CUVEXELX 0TO GoUPVO TOU TIOAUHEPLOMOU OTToU
Beppoaivovtal otoug 190°C.

5.6 Xuokevaoia - PopTwon

Ta ripodil adou e€€ABouv amo to Badeio cuokeudalovtal Le autdpato TPomo. Ta £Tolua tpodiA tpLv
Tn ouokevaoia toug mBavov vo udiotavtal pnxovoupylkn enefepyaocio (komr kat didtpnon).Ta
ouoKeuaouEva podiA odnyolvtal oto xwpo GopTwoewy 1 amoBnKeloOVTAL OTN POUTTOTLKN amodnkKn.
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5.7 Mitpeg

YTdpYouV TPELG TUTIOL UNTPWV TIOU XPNOLUOTOLEL N eTalpla yla tnv mopoywyn podih alouptviou.
AUTEG elval ol pAAT LATPEC, OL CWANVWTEC KAl TEAOC OL TUTIOU CWANVWTEC.

5.7.1 ®Aat Mitpeg

DAot gival n pAtpa mou Sev €xel kKAeloto BdAopo (cwAnvwtd) onwc yia mapddelypa eva
npodiA o oxnua L, T M. Ta mapayoueva npodil xwpig kAetotd Bdlapo, avadépovral
ouxva we dAat. H uritpa autr amoteAsital ano Suo KOPUATLA, TNV LATPA e To oxESLo Tou
nipodiA kal to Backer.

IxAmna 9: Napddelypa dAat podil alouptviou
Mnyn: e€etalopevn Bropnxavia

e To backer mpoodidel otApLEn oTIC "'YAWOOEG TNG LATPAG KOL £TOL AVTEXEL TIEPLOCOTEPO OTNV
TIEON TIOU QLOKELTAL OTN LATPA aTtd T WryLEta. To backer €xel peyaAUtepo maxog amno tn Aot
untpa (mepimou SUTAGGCLO) Kal £XEL OXNUATIOUEVES "YovdpoelSelc”" OmEG, yla va TTEPACEL TO
TipodiA xwpig epmddia, adol Byel amo tn untpea. Adyw moAAWvV opoetdwy ripodik (Lopdng L,
T A N), unopel to 8lo backer va xpnoluomnolnBel o apKETEG TTOPATIANGCLEG UATPEG. AUTO
CUVETAYETAL OTL o€ €va KalvoUpylo mpodiA mou elval tng mapandvw Lopdnc, yivetat pdvo n
KOTQOKEUN TNG LATPAC Kol OXL amapaitnta Tou backer, pewwvovtag £ToL To KOOTOG.

Ixfipa 10: Backer kot dAat pritpa
Mnyn: egetaldpevn Bropnyavia

28



e Ortav ol Staotdoelc tou mpodih oe pia dAat pAtpa eival peyahitepeg omd tn SLAUETPO TNG
UTLYLETAG, elval amapaltnto va yivel kataokeur Kot evog mpoBdlapou (feeder plate), o onoiog
UTOUVEL UTTPOOTA aTtd TN LATPO KOL EXEL KWVIKO OXAKO, WOoTe va "yepiosl" owotd pue oAoupivio
n pAtpa. O mpoBdlapog népa amnod tn cwoth tpododooio tng uATpag pe aloupivio, Bonba
07O va anwOnoel Ta o&elSla aAovpviou amd TNV MEPIUETPO TNG UITLYLETAG, TTOU SNLOUPYOUV
Siadopa mpoPAAparta otig enidpAveleg Twy TPodiA.

Feeder plate

Die plate

IxAmna 11: Feeder plate kat pAat urtpa
Mnyn: e€etalopevn Blopnyavia

5.7.2 IwAinvwti Mitpa

Mtia HUATpa ovopAleTal cwANVWTH, Otav To TPodiA £xel KAMoo KAEloTd Bdlapo, umdpxel SnAadn
OCWANVWTO TUAMA OMWG Yl TtapASelyla KUKALKOL cwANVeG i opBoywvia Kol TpLywvika oxnuata. H
UNTpO AUTA amoteAsital amd Suo HépN, TO APOEVIKO Kal To BnAukd. Otav ylvetal KATOOKEUN
EMAVOANTITIKAC LATPAG, VLo £VOL CUYKEKPLUEVO cWANVWTO mpodid, Sev sival avaykaio va yivetal kot
KOTAOKEUN TWV SUO PEPWV.

IxAmna 12: Noapadelypa cwAnvwtol podiA ahouptviou
Mnyn: e€etalopevn Bropnyavia
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IxfAMa 13: Apoeviko kot OnAukd PEPOC TNG UATPAC
Mnyn: e€etalopevn Blopnyavia

5.7.3 Tumov TwAnvwt

Tpitn katnyopia pntpwv givat n tomou cwAnvwth. Evééxetal og kamota pAat podih va €xouv éva
TIOAU ULKPO AVOLYHLA LLE QTTOTEAEC LA VOL UTTAPXEL KIVOUVOC VO OTTACEL N UATPA. H KATAOKEUT) TNG LATPAS
auTn¢ yivetal pe éva tumou PeuTo-apoeviko. H pAtpa TUToU IWANVWTH avadpEPETal CUXVAE Kol we
UATPO LE KOUUTIWUAL.

= =

=l
C "

Ixfpa 14: Mpodil tunov cwAnvwtd
Mnyn: eetalopevn Blopnxavia

5.7.4 EmmAéov EEaptnata Mytpwv

EKTOG TWV Mapamndvw, ylo va yivel owotd n S1EAacn tou ahoupviou, xpelaetal va UTIAPXEL KAl TO
SaxtuAidL ) Die holder. Auto eivat n umodoxn mou “"pwAlalel” n YUATPA Kol To Backer, dtav auto
Xpeldletol. H kaBe mpeoa €xel ta Sika Tg SaytuAidia, kabwg ta tedeutaio s€aptwvtal amod Tig
SLOOTACELG TNG KOLOETAG, TIOU £XEL N KAOE TipEaa.
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To bolster tonoBeteital petd and to daxtuAidt kot SOUAEVUEL Gav UTIOOTHPLYUA. 2€ QUTO TomoBeTeital
TO insert TNG UNTPOC, TO Omoio eival tumou Backer kot otoxo £xeL tnv al&non TN avtoxng thg LATPAG,
ota gvaiobnta onueia NG (M.X. YAWOOEG), KATA TNV TILECN TIOU OLOKELTOL QIO TN WMLYLETA KATA TV

SLENaon.

Yridpyouv 2 turmol bolster. To mpwto sival Pe eOWTEPKO KUKALKO Avolypa, (6mwg Sdaxtulidt) mou
UTIOSEXETAL TO insert TNC UATPOC KOL OTN CUVEXELD £XEL €Vl LEYAANO OKOAOTIATL E KWVIKO GVOLYLL.
YIapYouv UNTPEG ToU AOYW TNC YEWHETPLOC TwV TPodiA, £xouv Kamola svaiodnta - SUokoAa onpeia
KAl YLl auTo amalteital n £€tpa otrpLén toug pe insert. O dAAog TUog eival to bloster popdnc paoid,
LE OXNUOTIOMEVEC OTIEC, OVAAOYaA UE TN VEWUETPILA TwV TPodiA, To omoio xpnolpomnoleitol étav n

UNTpa eV €xel insert, wote va amodwaoel oav To insert KABwE KoL UTTOCTHPLYUA.

Bolster

IxAna 15: OAokAnpwpévn diataén dAat uRtpag
Mnyn: e€etalopevn Bropnxavia

e S Die Mandrel—
~ Die Cap-—»
Bolster

Backer
Die Cap w/pocket
Die Mandrel

IxfAHa 16: OAokAnpwpEévn SLATAEN CWANVWTAG UATPAG
Mnyn: e€etalopevn Bropnyavia
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5.8 IIoLOTIKOG £A€yX0GC Kot TNV StéAaon

Katd tnv dtapketa tng SLEAAONG 0 XELPLOTAG TNG TPECAC, Eival uteUBUVOG va EAEYEEL AV TO TAPAYOEVO
npodiA eival bWV e TG ATMALTAOELS TOU TIEAATN, EAEYXOVTAC TO OXESLO TO Omolo ouvodelEL ThY
UNTpa Tou MpodiA. Ze auTd TOo CUVOSEUTIKO SeATIO UATPAC, OTIWE TO OVOUALEL N £TALPLA, UTIAPXOUV OL
Slaotadoelg Tou Tpodil, odnyleg-pubuioelg tng mpéoag, kKabBwg Kat Ta oLAITEPA XAPAKTNPLOTIKA TOU
npodiA, Onwe n emumedotnta, n KABeTOTNTA KAl N oldtnTa TNG daivouoag emipdavelag. H empavela
auth elvatl n mAeupd tou TpodiA, n omoia Ba daivetal otav Ba yivel n xprion tou podiA Kat dev
TPEMEL VAL £XEL EAATTWHATA, OTIWG TPUTEC, ypatlOUVIEC, oKlolpata, YPAUUES K.0.. TEAOC oTo cuvodo
Seltio umdpxouv KUKAWUEVEG OL KplOLUEG SLAOTATELG, TTOU TIPEMEL va eAEyxovtal KaBe dopd kal va
Sivetal dlaitepn mpoooxn.

O £Aeyxo¢ Twv mpodiA ylvetal KaTd tnv mapoywyn tou, ue otabepn ocuxvotnta. H mpwtn pétpnon
yIlveETOL OTNV MPWTN WITLYLETA TTOU KATAVOAWVETAL, APECWE HETA TNV YPUEN Tou mpodil. MoAAEC dopég
N UETPNON QUTH YlVETAL KOl KOTA TNV SlapKela Tng SLEAAoNG, LOvVo OTav To MPOdIA To eMITPENEL,
oUpdwva pe tnv popdn tou. Av n pétpnon eival cOpdwWVN HE TIC SLOOTACELC TTOU UTIAPXOUV OTO
ouvob0 beltio, TOTE cuveyiletal n mapaywyn Kal To €mMOpevo Selypa AapBAVETOL LETA ATIO TIEVTE
UTLYLETEG. To TeEAWKO Selypa tng mapaywyng Aappavetal and tnv TEAsUTAlO YTTLYLETA. AV N Tapaywyn
glval LKpOTEPN ATIO TIEVTE UTILYLETEC, TOTE OL LETPIOELS YIVOVTAL OTNV TPWTH, OTNV EVOLAUEDN KOL OTNV
televutaia prytéta. Av Katd tnv SlapKkeLla Tou eAéyxou autoU, SlamiotwOel mwg to mpodiA dev sival
OUUPWVO LE TIG ATIALTAOELC, O XELPLOTHG TtpoBaivel oe alhayEg pubuicswy TG MPEaag, Otav auTo sival
Sduvato. Otav dpwe to poPAnua mou epdaviletal Sev pumopei va AuBel pe Tov Tpomo auto f gival
AaMou tuTou (Ypappég oto mpodil, omAcIpo TG HATPACS K.0l.), OTAHATAEL N SLEAOCN Kal yiveTal n
QVTLKATACTAON TNG KATPOG HUE AAAN, CUUGWVA E TO NEPHOLO TIPOYPAULA TTAPAYWYHG.

1 IYNOAEYTIKO AEATIO MHTPAE MPEZA: A2
KOAIKOZ MHTPAZ : 4958173 | ©EQPHTIKO BAPOS (grim) : 703 éég
ONEX : 2 [ AIATTAZEIZ MHTPAZ: 250x140 [ KATAZKEYAZTHE

BACKER | NPOOANAMOE I BOLSTER ” INSERT [ o

APXIKH SEPMOKPATIA MIMETAL ce| wPamanapararuz 608040,

NIFIETAT ETHN NAPATOMH: - *c| TPONGE TOSETHIHE ITO KAAAS:

GEPMOKPAZIA M

z- mm|

|

11- 13Wb|

IS = JWRH WE): e

bar | MHKOZ MNIFETAT:

THE

pmpéram | AlOPEOTHE:

ETHZIA ZHTHIH
(11564204 TONOI

(5)1.420.1

@)1.420.1 (6)1.420.1
(8)4£0.1

+03
(3) 495153

(2)57.5¢04

S

‘ (9)8.610.15
S

@) 448106
(11) 58.420.6

(10)6.820.15

FENIKH EMINEAOTHTA 0,3

NOIOTHTA ABAGOY | ‘

“EAETXOZ ME TO MATI | ‘
(OXI ZOAA, OYTE MYANIZMA)

- NTYMENA MHXAKIA 4

IxAMa 17: Juvobeutiko SeAtio pitpag
Mnyn: e€etalopevn Bropnyavia
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To TeALKO Selypa, EKTOC Ot TOV XELPLOTH TNG MPECOAC, EAEYXETAL KAL OTTO TO TN O TIOLOTIKOU EAEYXOU.
O €\eyxo¢ TpoyLATOTIOLELTAL PE TV Xprion AV LETPOU YLa TG SLOTACELC TOU aAAG KoL PE Vol ELBLKO
pUNXavnua. e auto, tonobeteital To delypa, capwvetal To TPOodIA Kot TOMoBEeTel TV 0ApwWon MAVW
OTO OX€810 TOU, WOTE VA KAVEL TOV EAEYX0 TwV SlaoTdoswy. H OUYKEKPLUEVN CUCKEUN £XEL akpiBela
0.01mm KkaTd TG PeTPAOELS TTou AapPBavel Kot armoteAel onuavtikd epyaleio otnv dtaohalion tou
OWOTOU AMOTEAECUOTOG TNG MOPAYWYNG. Av TEAOC StamiotwBel opAApa Katd tov EAeyxo auto, Tote

yivetal emitonou EAeyxog Twv mapayouevwy npodil otig amobnkeg tng etalpilag, wote va Slarmotwoel
LoxUeL To opAApa ) OxL.

Fie et view 7
rm2 N & Qa- TAOEe =R 038
o

=

” ./QI

/ G “{1

IxAmna 18: Napadelypa odpwong npodil
Mnyn: e€etalopevn Blounxavia
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Ke@aiawo 6

E@apnoyn MeBodoroytac LEAN SIX
SIGMA otV E€stalopevn Blopnyavia

6.1 E@appoyn DMAIC

MNa va SlamotwBdel av umdpxel MPOPBANUA KAl HETEMeTa n mpoondbela PeAtiwong-Avong,
xpnotuornotdnke n peBodohoyia DMAIC (Define, Measure, Analyze, Improve, Control). Zta mapakdtw
pEpn yivetal avaiuon tou KABe Brpatog EexwpLoTa.

6.2 Bnua Define (mpocSiopiopov)

Ma 1o BRua auto xpnolponotndnkav ta dedopéva SCRAP Tng emiyelpnong anod tnv xpovia 2021. Ta
otoleio auta opadomowibnkav Kal Snuloupynbnkav Ta MOPAKATW OSlAypAUUOTO, TA Oomoia
eudavilouv o mpoPAnUa mou avtletwilel n etalpia. H etatpla Statnpel otoyeia cludwva pe Ta
TOPATIOVA TWV TIEAATWY, KOBWG KaL E TTOPATNPNOELG TIOU £XOUV YIVEL EVTOG TOU EpyooTaaiou.

H ouvoALkn tapaywyr o€ TOvVoug yla tnv xpovid 2021 ftav 28.580t kot Ta oKAPTA Lo TV (SLa xpovid
4.944,05t.

NocooTo £ML TNG Mooooto Mt
TuRpa GUVOALKAG Tévol TOU GUVOALKOU
Tapaywyng OKPATT
Atéloon 13,81% 3946,90 79,83%
revio 0,58% 165,76 3,35%
Tapaywyne
Badeia 0,12% 34,30 0,69%
Suokevaoia 0,46% 131,47 2,66%
Zuppadn 0,04% 11,15 0,23%
Aoumd TuApaTa 2,29% 654,48 13,24%
JUvoho 17,30% 4.944,05 100,00%
JUVOALKO ZKpAT 4.944,05t
JUVOALKN
mpavwr\'m 28580t

Mivakag 2: Katapeplopog IKPA ava TR TTopOyWYNS
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IxfAMa 19: Aldypappa Pareto KpAt o€ TOVOUG VA TUNKA TTAPOAYWYNG

Mapatnpwvtag To TAPATAVW OTolXEla, YIveTal OQvTIANTTO Mw¢ TO TUAMA HE TO MEYOAUTEPO

KOTOUEPLOUO TWV EAATTWHATIKWY TIPodiA avrkel oto TUAMa tng StéAlaong. Zuvexilovrag yivetal o

KOTOUEPLOUOC TWV TUNMWV TWV PoBAnudtwy mou epdavilovrat otnv SLtEAaon.

NpoBARpata npgcl;;zz:::oq Tévol
Alaotaoelg 42,00% 1.657,70
TPOUHES
YPOT{OUVLEG 17,00% 670,97
MNétowko 16,00% 631,50
Mnyxowvikn attio 6,00% 236,81
Eruunedotnta 5,00% 197,34
MNapdaywvo 4,00% 157,88
DouoKAAeG 2,00% 78,94
Noumég attieg 8,00% 315,75
JUvolo 100,00% 3.946,90

Nivakag 3: MpoPAnuata otnv StEAacn
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1657.70

Tovoi ava npdBAnpa otn dtéAaon

MpoPBAnuata mou epdavidovral otn StElaon
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Ixfpa 20: Aldypappa Pareto tovol ava mpoBAnua otn Stéhacn

MEAETWVTAG TA TAPATIAVW OTOLXELA paiveTal MwE To peyaAUtepo POPANUA Tou eviomnileTal ivat To

nPOBANUA Twv AavBaopévwy SlaoTAcewv ota Tapayopeva npodid. To emopevo PrRua eivatl va

BpoUpe, molog TEeAATNG apaAaUBAVEL TA TTIEPLOCOTEPA EAATTWHOTIKA TIPOdIA pe MpOBANUA OTLg

Sdlaotdoelc.

I:::;(t:q MNocoot6 cpaApdTwyv Tévol
49000 35,20% 583,5094
51000 13,09% 216,992558
50000 9,24% 153,171218
32000 9,11% 151,016211
9000 6,39% 105,926849
2000 3,89% 64,4844195
26000 2,76% 45,7524416
68000 2,71% 44,923593
Mool

TeEAATEG 17,61% 291,92047
JUvoAo 100,00% 1.657,70

Nivakag 4: Mivakag mpoPAnpatwy SLaoTdoewy ava KwSLkoUg MeEAATWY
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IxAua 21: Aldypappa Pareto Tovol mpodiA pe EAATTWHATIKEG SLAOTACELS AVA KWSLIKOUG TIEAATWY

MNapatnpeitol mwg o MeAATNS Ke KwdLko 49000, £xeL AaBeL ) £xeL SLamoTwOel ECWTEPIKA OTNV €TALPLO,

WG £XeL Ta TPODIA e Ta MeEpLOcOTEPA EAATTWUATA OTLC SLAOTACELG. EMelta avaAllovtag Ta oTolyela,

Ba Bpoue To podiA e TIC MeploodTEPEG AavBaouEVEG SLAOTATELG.

Ovopaocia MNocoot6 cpaApdTwy Tévol
nipodil oto tpodil
49581 55,00% 320,93017
49500 21,80% 127,205049
49532 5,85% 34,1352999
49533 4,29% 25,0325533
49381 2,18% 12,7205049
49531 2,89% 16,8634217
49352 1,45% 8,4608863
Ti\pot:g; 6,54% 38,1615148
JUvoAo 100,00% 583,51

Nivakag 5: NpoPAnua Staotdoswv avd podil teddtn 49000
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MNpoBAnpata dtactacewv ava ntpodil meAdtn 49000
1000 - 911.73 - 100%
900 - - 90%
800 - - 80%
700 - - 70% X
® 600 - - 60% S
S 500 - - 50% ®
8 100 - 361.38 | 20% E
300 - - 30% 3
200 96.98 71.12 108.41 [ 20%
100 - 36.14 47.91 24.04 - 10%
0 . . - . - . I . -_'_—_'_-__ 0%
@6@ @0?’"’ & & bf?’” b??’(,w <&ots‘?‘
MpodiA ahoupviou voé&

IxAua 22: Aldypoppa Pareto mpoBAiuata Stactdoswy ava ipodil mehdtn 49000

JUudwva pe to Staypappa, to npodik tou mehdtn 49000, ou £XEL TA MEPLOCOTEPA TTPOPANLATA OTIC
Slaotdoelg eival to 49581. Avakedalalwvovtag, Pe Ta Sladoxika Brpata mou npaypatonotiénkay
TPONYOUUEVWG BpéBnke To MPodiA Katd to omolo epdavilovrtal ta meploodtepa MpoBARUaTa
Slaotdoswy, cLUPWVA LLE TA OTOLYELD TOU ZKPATT TNG ETALPLOG.

Avatpéxovtag oto oxeSlo tou mpodiA 49581, mapatnpoUpe TwWE €XEL 4 CNUOVTLKEG SLOCTAOELS, TIG
omoiec 0 MeEAATNG £XEL ATIOLTAOEL, WG TIPETIEL VAL Eival EVTOC Twv avoxwv. H To kpiowun didotaon
KaBw¢ emnpedlel OAeg Tic umolouneg eival n didotacn Nod (44,8mmz0,6mm). Av | CUYKEKPLUEVN
Sidotaon eivol ektdg avoxwv, tote ot Stootdoelg Nol, No2 adAad kot n No3 emnpedlovtol dpeoa amno
QUTHV, HUE AMOTEAECHA VAL EIVOL KOLL UTECG EKTOC avoxwv. Emtiong n taotaon No4 ennpedlel KAAALoTA
KalL 0TNV KABeTOTNTA TWV SUO0 MAEUPWV TOU TIPodA. ZUPbwWVA e OAA TA TTOPATIAVW, OL TIPOSLaYPAPECS
yla tnv dtdotacn No4 eivat USL=45,4mm Kat LSL=44,2mm, §nAadr) ot péylotn Kot n eAdxLotn avoxn
Tou propel va £xeL to mpodiA 49581.

(1) 58.420.4)

((2)57.5404)

((4)44.80.6)

IxAua 23: Mnxavoloytko oxédio mpodil 49581
Mnyn: eetalopevn Bropnyavia
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6.3 Bnua MEASURE (pétpnon)

Ma va yivel o mpoaSLloplopog TG avaAuong Twy altiwy ou n didotacn No4 eival eKTOG ToV avoxwy,
Ba mpemeL va yivouv PETPROoELg o Selypata TnG mapaywyng, yLa To cUYKeKpLUEVo TipodiA. Mo tov Adyo
QUTOV MApBnKav delypata amod TNV mapaywyr Kol mapouctdlovral MopaKATwW oL LETPHOELS Toug. OL
LETPAOELG TIAPONKAV LE TNV XPON TOU UNXAVALOTOC EAEYXOU SLOOTACEWV KAl OXL UE TO TAXVUUETPO,
WOTE QUTEG va elval TiLo akpLBelc.

Asiypa MEeTpHOEL; 0 mm
1 45,83 44,76 44,39 44,88 44,81
2 45,26 4527 | 4453 | 4551 | 44,35
3 44,66 43,74 | 4509 | 44,44 | 4433
4 44,75 45,07 45,19 44,15 44,86
5 43,81 44,27 45,08 44,87 44,10
6 45,16 45,16 | 44,27 | 44,64 | 44,66
7 44,05 4528 | 4513 | 44,63 | 43,70
8 45,16 44,95 44,28 45,27 45,31
9 44,95 46,17 | 4516 | 44,47 | 44,78
10 44,63 44,11 | 44,02 | 44,49 | 43,12
11 45,95 44,35 44,76 43,97 44,32
12 44,74 4520 | 45,75 | 44,84 | 44,89
13 44,68 4561 | 43,75 | 4539 | 45,00
14 45,84 4420 | 44,72 | 4541 | 44,44
15 44,04 45,34 45,21 43,88 44,63

Nivakag 6: Metprioelg Stdotaong No4

Ma va SLamoTwooupe Opwe av n dtadikaoia Bpioketal untd €leyxo, Ba TPETEL OAEG OL SLOKUUAVOELS
va elvat tuxaieg. Autd Ba UMopECOULE VAL TO SLOTILOTWOOULLE OV TIPAYLLOTOTIOLCOU LE Ta Slaypa ot
TWV XAPTWV HEONG TLUNAE Kal EUPOUC.

Ma tnv Snuoupyia Twv SLaypoUUATWY AUTWY Ba XpNOLLOTIOL|COUE TOUC TTAPOKATW TUTIOUC

_HAG ATt Ty

Xl

m
Omou X sival n péon T TWV HEoWV (KEVIPLK YPOUUA) KAl X N MESN TLUA TOU EKAOTOTE Seiypotog

UCL, =% +A*R
LCL,=Xx—A=*R

Omnou UCL, kat LCL,., o dvw Kot KATw Opla eAEyxou
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R1+R2+R3+"'+Rm
m

R =

Omnou R n péon TLur Tou eVpoug kat R To eVpog Tou K&Be Selypatog

R; = Rpmax — Rmin
UCLp =B xR

‘Omnou UCLg xat LCLy To vWTOTO KAL KATWTOTO OPLO ToU EVPOUG

‘ETOL OTNV Nepinmtwon pag n Léon T Kabe petpnong eivat

_ 45,83 4+ 44,76 + 44,39 + 44,88 + 44,81

X = = 44,93

X4 z

45,26 4+ 45,27 + 44,53 + 45,51 + 44,35

X, = z = 44,98
KOlL OpOLWG yla 6Aa Ta uTtoAouta

7 = H93+44,98+44,45+44,80+44 4344478+ +4462 _ , 4,752

15

Ry = Rimax — Rimin = 45,83 — 44,39 = 1,4461
Ry = Rymax — Ramin = 45,51 — 44,35 = 1,1664

KOl OpOLWG yla 6Aa Ta uTtoAouta

Ri+Ry+Rs++Ry 14461+1,1664 +1,3488+.......+1,4624

R = = 1,395
m 15

UCL, =X+ A~ R = 44,752 + 0,577 * 1,395 = 45,558

LCL, =X —Ax R = 44,752 — 0,577 * 1,395 = 43,947

UCLr =B * R =2,114 * 1,395 = 2,950

LCLr=C*R=0%123=0

Ol ouvteleotég A, B kat C, mapBnkav and mivakeg, AapBdavovrog umoyty to peyebog tou Selypatog
eneldn 6ev elval yvwaotr) n TUTIK amokAlon o
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Méyebog ‘ﬁ*f(iéﬂt; péomy Xdgreg evgovg
Lfinmtog,n A ] B =
1 2 1,880 [ 3268 0,000
| 3 1,023 | 2574 0,000
4 0,729 2,282 0,000
5 i i 0,577 2,114 | 0,000
6 j 0,483 2004 | 0,000
: 7 [ 0,419 1924 | 0076
| 8 0,373 1,864 0,136
| 9 0,337 1,816 0,184
10 ' 0,308 1,777 0223
T u 0,285 1,744 0,256
| 12 0,266 1,717 0,283
13 0,249 1,693 | 0307
: 14 0,235 1,672 0,328
| 15 0,223 | 1653 0,347
. 16 0212 1,637 0,363
17 0,203 1,622 0,378
t 20 0,180 1,585 0,415
25 0,153 1,541 | 0459 |

Nivakag 7: StaBepwv CUVTEAECTWY TWV oplwv eAEyXOU

JUVOTTTLKG TOL ATTOTEAECLOTA TWV TIOPATIAVW TIPAEEWVY OTOV TtivaKa TIou akoAouBOsi

Asiypa MEeTpHOEL; 0 mm X bar R
1 45,83 44,76 44,39 44,88 44,81 44,93 | 1,4461
2 45,26 45,27 44,53 45,51 44,35 44,98 | 1,1664
3 44,66 43,74 | 45,09 | 44,44 | 44,33 | 44,45 | 1,3488
4 44,75 45,07 45,19 44,15 44,86 44,80 | 1,0379
5 43,81 44,27 45,08 44,87 44,10 44,43 | 1,2696
6 45,16 45,16 44,27 44,64 44,66 44,78 | 0,8938
7 44,05 45,28 45,13 44,63 43,70 44,56 | 1,5757
8 45,16 44,95 44,28 45,27 45,31 44,99 | 1,0234
9 44,95 46,17 45,16 44,47 44,78 45,11 | 1,7036
10 44,63 44,11 | 44,02 | 44,49 | 43,12 | 44,07 | 1,5143
11 45,95 44,35 44,76 43,97 44,32 44,67 | 1,9747
12 44,74 45,20 45,75 44,84 44,89 45,08 | 1,0164
13 44,68 45,61 43,75 45,39 45,00 44,89 | 1,8571
14 45,84 4420 | 44,72 | 4541 | 44,44 | 44,92 | 1,6388
15 44,04 45,34 45,21 43,88 44,63 44,62 | 1,4624

Mivakag 8: ZUYKEVTPWTLKA AMOTEAECUATO HECWV TLLWV
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JUpdpwva pe Ta 6£60UEVA TIOU EXOULE, UTTOPOUE VA KATOOKEUACOULLE TO SLAYPOLUO LECNC TLUAG Kall
To SLaypappa eVPOUG

Sample Mean

Xbar-R Chart yia tnv didotoon No4

45.6
45.2 _
..
— 4 \\ / >-—®
44,8 ™ . -
\\\‘//, N N //, ./ \\ * .
444 d \
44.0
T T T T
1 2 3 4 5 6 7 8 9 10 1 12 13 14 15
Sample
3
o
o 24 . -
5 . ,”/ \\ -
u_i . — any A — N a "
- T 4 - ,
% 14 L .__,_--"". —~ A " -
v
0_
T T T T
1 2 3 4 5 6 7 8 9 10 1 12 13 14 15
Sample

IxAHa 24: AloypAappota HECNG TLUAC Ko EUPOUC TipLV TNV BeAtiwon

UCL=45.557

X=44.752

LCL=43.948

UCL=2.950

R=1.395

LCL=0

MapatnpoUpe Mwe Kal ota Suo SlaypaupaTa N TWES Twv X aAAd Kal Twv R, Bplokovtal péca ota

QVWTEPA KaL KATWTEPQ OpLa, onoTe N Stadilkacio elval UTTO OTATLOTIKO EAey)O.

Eniong Ba xpelaoTel va SLOTILOTWOOULE av Ta SE60UEVA LAG £XOUV KOVOVLKH KOTAVOUR, VLA AUTOV TOV

AoOyo Ba xpnoluomnotjoou e tTnVv erthoyr tou Minitab normal test. Enelta 6o umtoAoyicou e tov Seiktn

C,, IpoKelEVOU va Slamotwooupe av n Stadkaoia elval Lkovomontikh Kabwg Kal mola eivat n

udLoTAPEVN KaTAoTtoon.

Metadépovtag ta moponmavw Oedopéva Pog oTo Tpoypoppa Minitab €xoupe T MOPAKATW

Slaypappara.
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Probability Plot ywa tnv Siactaon Nod
MNormal

999
Mean 44.75

StDev 05593
N 75
AD 0180
P-Value 0914

951

a5
a0

80

&0
L0

Percent

30

01 T - T - T - T - T
43 44 45 46 47

Twpeg T Suaotaong Nod

IXAHa 25: ALGypaa KOVOVLKAG KATAVOUNAG TIPLY TNV BeAtiwon

Process Capability Report ywx tnv diaotaon No4

LSL Target UsL
Process Data i I i Overall
LSL 442 ! ! — — - Within
Target 44.8 ! !
usL 45.4 ! ! Overall Capability
Sample Mean 447524 ! ! Pp 0.34
Sample N 75 ! ! PPL 0.31
StDev(Overall) 0.58926 i ! PPU 0.37
StDev(Within)  0.579252 : i Ppk 0.31
! Cpm  0.34
Potential (Within) Capability
cp 0.35
CPL 0.32
CPU 0.37
cpk 032

43.2 43.6 440 444 4438 452 456 46.0

Performance
Observed  Expected Overall Expected Within
PPM = LSL 186666.67 174246.32 17014.20
PPM = USL 106666.67 135898.02 131800.24
PPM Total 203333.33 310144.33 301914.44

The actual process spread is represented by 6 sigma.

IXAHa 26: Audypappa tkavotntag Stadikactiog mpwv tnv Bedtiwon



JUudwva Pe TO TPWTIO OSLAYPOUMO N KOTOVOUN HaG £ival KAVOVIKA, OTMOTE HUMOPOUME va

xpnolomnowooupe tov tumo Sigma level = 3 * Cpk + 1,5 yio va BpoUpe to Sigma Level. Eniong ta

OQUMOTEAECUATA ATTO TO SLAYPOULA LKOVOTNTOC TNG SLaSLIKACLOC €XOUE T TTAPAKATW OTOLKEla.

e (Cp=0,35<1
o Sigmalevel =3 Cpk+15=246

e DPMO=310144,33
o Defects per 1t = % =0,31014

e Kot o puBbudc eMNattwpatikwy= (Defects per 1t)*100=31,014%

Capability Analysis ywa tnv &idotaon Nod
Summary Report

How capable is the process?
[1] L]

Customer Requirements

| [z potental = 052 ';lpper spec :i_ :
Low| 4 4— High argee
I‘[Lamal;ﬂﬂﬂ Lowsr spec a2

Process Characterization

Does the process mean differ from 44.8?2

Mean 44752
L_(r (] 05 Standard deviation (overall] 0.58926
'
Yes- | No Actual {overall] capability
P = 0437 Pp 034
Pak 031
Z.Bench 0.50
Actual (Overall) Capability % Our of spac .01
Lre the data inside the limits and close to the target? PRA (DPMO) 344
LSL Targst UsL Comments

1
: « The process mean does not differ significanty from the target (p »
| 0.05).

: + The defect rate is 31.01%, which estimates the percentage of parts
: from the process that are outside the spec limits.

1

l

1

5
1
1
1
1
1
1
1
1
1
1
1
: Actual (overall] capability is what the customer experiences.
1

Potential (within) capability is what could be achieved if process shifts

and drifis were eliminated.

432 436 440 444 448 452 456 450

IxAmna 27: AvaAuon tkavotntag Stadikaoiag mptv tnv BeAtiwon
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Capability Analysis yua tnv Sidotaon Nod
Process Performance Report

Capability Histogram

Are the data inside the limits and close to the target? Process Characterization
L5L Target usL Total M 3
1 Subgroup size 5
“ean 44752
Srandard deviation (overall) 0.58928
Srandard deviation (within) 057925

Capability Statistics

5

1
1
1
1
1
1
1
1
1
1
1
1
1
1
: Actual (overall)
1

Po 034
Pok 031
Z.Bench 0.50
% Qur of spec (observed) 20.33
% Qurt of spec (expected) o
PRk (DPMO) (observed) 293333
BEN (DPMO) (expected) 3044
Potential (within)
o 135
432 436 440 444 448 452 455 450 Cpk B3z
ZBench 052
% QOut of spec (expectad) 3019
PPM (DPMO) (expected) 301914

fctual joverall] capability is what the customer experiences.

= = = Potential (within] capability is what could be achieved if
process shifts and drifis were eliminated.

IXna 28: Avdhuon tkavotntog Stadikaoiag mpwv tnv BeAtiwon (cuvéxela)

JUpdwWva LE TO TTOPOTTAVW OTTOTEAECHATA EXOUUE TA CUUMEPACLOTOL:

e Cp<1onuaivel mwg otnv Sladilkacio oG UTIAPXOUV ETPIOELG OL OTIOLEC lval EKTOG TwWV oplwy
Ko pénel va aroppldBolv yiati eivat okdpta. (n Stadikacio Sev eival LkavomoLntikn)

e e KkABe tovo alouptviou mou Ba yivetal SiEAaon Ba Bplokoupe 0,31014 SL0OTACELG OL OTIOLEG
Ba eival ektog oplwv Twv avoxwv mou €xeL 600el amd tov meAdtn. O pubuog mMapaywyng
TETOlWVY MpodiA oolTal pe 31,014%

6.4 Bnfua ANALYZE (avaivonc)

AutA n daon mepAopPBAVEL TO SLAYPAUHA ALTIOU KOL ATIOTEAECUATOC KoL TOV TivaKa armodAoEWY, WG
epyoAela ylo TNV avAAUGCn TWV TPONYOUHEVWY QATOTEAECUATWY TIOU TIPOEKUYaV amo tn ¢aon
HETPNONG, YLt TO EAATTWHA TNG dLtdotaong No4.

H avdAuon Twv altwv Kal OMOTEAECOUATWY Yld TNV CUUMARPWON TOU SlaypApUaTog £YLVE HE
gpwtnuatoloylo. Ot epwtnoelc avakowwOnkav o Stadopa dtopo amd tnv etatpia, EExwpLlotd to
KaB£va, WOTE OL ATIAVTOELG VO ELVAL OVTLKELUEVIKEG. o TOV AOy0 auTd €yLve SLaAoyr TOU IPOCWITLKOU
Kal 0 KABe epyalOpuevog eTUAEXONKE YL CUYKEKPLUEVO OKOTIO. ETOL TO TIPOOWIILKO TIou EAafBe HEPOG
otnv Stadikacio auth NTav o unelBUVOG TToLOTKOU eAEYXOU, O £pyodnyog Stéhaong, o umelBuvog
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KOTAOKEUNG LNTPWYV, VA KATAOKEUOOTHG UNTPWVY, 0 UTIEUBUVOG TNG SLEAAONG Kol £Vag oUVTNPNTAC.
OL anavtroelg mou 660nkav pdodepav UL odpatpikr aron yla to aitia tou mpofARpatog, Kabwg
0 KAB¢e epyalopevog epyaletal o EEXWPLOTO TN KOL QVTLLETWTTIEL TO TPOPANUA oo SLadopeTLKNA
OTITIKA Ywvia.

H gpwtnon mou €ywve og 0Aoug NTav n dla kat adopoloes mola TLOTEVOUV MW €lval n attia Kat n
Siaotaon No4 sival ektd¢ Twv avoxwv. Katd thv StdpKela tng cUVEVTEUENG AUTAC, SV evnUEPWONKE
KOVEVOG CULMETEXWVY OXETIKA LE TLG ATTOVTHOELG TTOU £X0UV SWoeL Ta GAAa PEAN TG opadac. Enelta ta
Sebopéva cuvoiotnkav Kat SnuoupynOnKe To TAPAKATW SLAYPOUHA ALTIOU-OTTOTEAECUATOG.

Mtpeg Hpioa Yhaxo

N .
\ZMaoipo unTpog \ Tayotmra. Siéhaomc “Néog npopmfeutig
\PBappévn prtpe

\‘{&a\-'ﬂﬂﬁpévog oyedlocuos pTpas A, Appon] vEpauiikot hadiob *, AdBoc xpija

\
“Adfog cuveppohsymon witpag
N

- N S 4 — N —*| Egdipa oy
Iy duictoon Nod

y
Elhmig exaeibevon Tpocmmon )/

s
Tonoféman Lo mupapétpev oy npicw,” /Ecgulusvo muypbpstpo
// /

/s s

A v
ASaoopin Tpocemcod / BePracpéves petphastg
e IV
// Iy
// .’I
Epyoriké dvvopuké Merprjeeg

IXAKA 29: ALQypopp aLTiou amoTEAECUATOG

Meta ano tnv oxediaon Tou dLaypappuatoc, cUVEXELa lxe N eUpeon TNG MIBavng AUONG OXETIKA LLE TNV
aotoxia tng diactaong No4. Onwe yvwpiloupe amd 1o oxeédlo tou mpodid, sival oe oxnua N pe
Téo0oepLs Kplolueg Slaotaoels. H Stdotaon Nod €xeL TG LETPNOELG TIC OTO KATW OPLO TNE avoxng tTne.
AuTO pnopet va cupPaivet ylati to mpodiA “kAeivel . Eva mpodiA Umopel va XAoeL TNV ECWTEPLKA TOU
dlaotaocn, ouvnBwg Aoyw peyaAltepng SUVAUNG otnv Tavuon, Adyw uPnAng Kal amotopng Puéng tou
Katd tnv Slapketa Tng StEAaong, kKabwg av yivel n SLEAaon Tou Xwpig TNV Xprion Twv UTIOOTNPLKTIKWVY
vpodLTwv.

Mpwta ouwg Oa xpelaotel vo yivel pa meplypodr], OXETKA Pe TO MPOPANUA TIOU UTIAPXEL OTNV
Slaotacn No4. To GUYKEKPLUEVO TIPOdIA Xxpnolpomoleital and tov meAdtn w¢ Paon yia GpwTLoTIKA
owpota, otepewpéva oto tafave. To dvolypa tou podiA €xel TIg KOTAMNAEG SLOOTACELC WOTE Va
UMEeL Tawvia Led Kal va UmopECEL £TTELTO VOL CUPTOPWOEL TO KATIAKL TOU GWTLOTKOU. Av To avolypa Sgv
elval ot owoTég SLooTACELS, TO KamAKL dev Ba pmopéoel va eykataotabesl ocwotd kal 6ev Ba
otepewBei, pe amotéAeopa To GWTLOTIKO va PNV €XEL TN owoTh Tou popdn. To mapandvw TpopAnua
uropel vo AuBel pe “kAelowo” Tou mpodiA, to omolo pnopel va yivel pe tnv tonobétnon tou mpodi
O€ UNXAvNUa e paouAa, To omolo TLETEL Kal TG SUO TTAEUPEG, WOTE QUTEC VAL KAeloouy yla va pelwBel
TO QVOlyUd, Ot EMITPENTA Opla. H Sopbwtikr) auth kivnon pmopesl va mpaypatomnotnBei otnv
e€etalopevn enixeipnon, alha moAAég dopég umdpxel kKivbuvog ta mpodid va mAnywBolv amnd ta
paoula, Aoyw umepPoAikng mieong, eAAeinelg kabapldétnTag toug i n Stadikacia avthy va adroet
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onuadila otnv paivouvoa emipavela tou podiA, mou Ba XpelaoTel peTEMeLta enumALov embLopBwon
(tpldpo pe Bovptoa k.a.)

Emtiong av to mpoBAnua autod dlamiotwOel otov meAATn, 0 omoiog e6peliel 0To e€WTEPLKO, Ba XpeLaoTel
oAOKANpN n maptida va emotpadel otnv etalpla. Autd EUTIEPLEXEL APKETOUG KLvOUVOUG KaBWE N
tonmobetnon twv mpodih alouvulviov oe éva doptnyod yivetal pe ouykekpluévn Stadikaota. Exel
SlamiotwOdel moAAEC dopég, mwe dtav yivovtal emotPod£EC EAAATTWHATIKWY TIPOIOVIWY omtd Toug
TeAATEG, yla tpoBARUaTta ta omnola pnopolv va emiblopBwbolv OTIG EYKATAOTACELG TNG £TALPlag, N
Kataotaon toug otav mopalappdvovtal dev eivat KaAn, pe arnotéAsopa moAAQ amd ta mpodil va
Kataotpédovral Katd tnv petodopd Touc.

H emiotpodn mpoiovIwy TPog EMIOKEUN, aroTeAel LeYdAo KOOTOG yia OAEG TIG TaLpieg. EkTog amod ta
petadopika €€oda mou Ba xpelaotel va TAnpwoouv, SLaKlvSuvVeEUOUV Kal TNV KATAOTAON TwV
TPOLOVTWY KABWG TIg MepLlocoTepPeC GOPEC, N CUOKEVOOLO TIOU TIPAYOTOMOLETOL ATlO TOUG TTEAATES,
eivat eANAtng koL podxeLpn. Mo toug mapamdavw Adyouc n AUon TNG EMLOTPOGNE TWV TAPAYYEALWY Ao
TOUG TIEAQTEC, TTPAYHLLATOTOLOUVTOL KATOTILV CUVEVVONONG Kol £lval TTOAAEG HOPECG OTIAVLEG.

AdoU npaypatonolBnke avackonnon ota oxESLa TnG LATPAG, OTO KATAOKEUQOTLKO TUMO KaBWG Kal
otnv SLEAaon Slamotwinke mwg o ypaditng yLo To cUYKEKPLUEVO TIPOdIA Sev gixe KaTAOKEVOOTEL Kall
n mapaywyrn tou npodiA ywotav xwpic autdv. H kivnon auth ntav kpiolung onpooiag, kabwg oto
TapeAB0OV yla Lelwon TOU KOOTOUG Tapaywyrg ToU CUYKEKPLEVOU TIPOodiA, elxav Eekvnoel SOKIUEG
otnv SLEAaon, ya mapaywyr xwpig ypaditn. MapdAnia pe autd mpayupatonolndnke éAeyxog os
napopoLa podid, idlag popdng yia va SlamiotwOel av UTIAPYXEL O UTIOOTNPLKTIKOG ypaditng KoL av
XPNOLUOToLELTAL.

O ypaditng elvat éva UAKO, TO OTIO(0 XPNOLOTIOLELTAL YLOL VA SLATNPNOEL LEPLKEC SLACTACELG OTOOEPEC
Kal va TIg epnodiosl va “kKAeloouv” Katd tnv didpkela tng dtEAaonc. TomoBeteital ota mpwta PETPA
TOU SLEAQOHATOC LETA TNV LATPA KOl O 0plOUOG TOUG TTOLKIAEL, avaAoya e TV Hopdr) Tou TipodiA.

6.5 BnuaImprove (BeAtiowonc)

Y€ QUTO TO B TPAYHUATOTOLRONKE N KATACOKEUT Tou ypaditn otnv ppela mou SLabéteL n enyeipnon.
To ox£blo tou mpaypatonollbnke cUpdwva pe tnv Saotacn Nod, kabwg autd To avolya Ba
Slaodalilotel wote va eival eviog Twv avoxwv. H ouykekplpévn pntpa €xel duo omég ££66ou
SleAAopOTOG, Ao KATOOKEUAOTNKOV TOUAAXLOTOV TEGOEPLG ypaditeg, o Sladopa pnkn. Mapakdtw
eudaviletal to oxeSlo Tou ypaditn Kot n cuvapuoyr Tou He To podih ahoupviou.
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IxAua 30: Tuvepyaoia ypaditn-npodil aAoupLviou KATtd TV KOTAOKEUH TOU TIPWTOU.
Mnyn: E¢etalopevn emixeipnon

6.6 Bnua Control (EAcyxoc)

Katomuv ¢ KAtaokeung tou ypaditn, TNV evNUEPWON TOU XELPLOTHA TNG MPEcag, KoBwg Kal TNV
kataypadn tng odnyiag oto ocuvoSeutikd SeATio TNG KATPAC, TPAYUATONOLNONKE N mapaywyn Tou
npodiA. ITnv apxn N taxvtnta SLEAACNG ATAV UKPOTEPN OO TNV KOVOVIKN, wote va SlacdaAlotel
nwg 6ev Ba umapéel kamolo Stadopetikod MpoPAnua. Adou oto mpwto SiEAacua Sev apatnpndnke
Karolo poBANpa, n taxutnta emaviAde, cupdwva pe tig odnyiec tou ocuvodol dehtiou tng punTpac.
Eneita mapOnkav ot peTpnoslg ywa tnv  Sidotacn Nod, amd Selypota Loomooca  Onwe
TipaypotTonoL)nke otnv eacn tng LETPNONG.

MNapakdtw epdavilovral ol petpnoels tng Sidotaong Nod, petd TNV BeATlwTiKn Kivnon, Tou
TpayaTOTOLRONKE.
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Asiypa MEeTpHOEL; 0 mm
1 44,80 44,81 | 45,08 | 44,57 | 44,94
2 44,78 44,60 44,71 44,81 45,10
3 44,50 45,17 44,80 44,65 44,97
4 45,07 44,86 | 4515 | 44,66 | 45,02
5 44,81 45,03 45,03 44,59 44,50
6 44,74 45,06 45,01 44,97 44,85
7 44,51 44,81 | 44,66 | 44,65 | 45,19
8 44,80 44,91 | 4515 | 4515 | 44,78
9 44,77 44,64 45,01 45,04 44,66
10 44,65 45,01 | 44,98 | 44,62 | 44,72
11 44,57 44,82 | 44,63 | 4501 | 45,01
12 44,60 45,05 | 44,78 | 44,89 | 44,60
13 44,93 45,19 44,53 44,58 44,59
14 44,51 44,90 | 44,554 | 4514 | 44,54
15 44,87 44,61 | 44,95 | 44,86 | 44,83

Nivakag 9: Metprioelg Stdotaong No4 petd tnv BeAtiwon

ZTNV CUVEXELD HE TNV Xpron tou Minitab dnuloupynBnkav ta Staypaupota HESNG TIUAG Kal EUPOUG,

€AEYXOU KATOVOUNG Kal Lkavotntag dtadikaaoiag.
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Sample Mean

Sample Range

Xbar-R Chart of Aicotaong No4 peta tnv PeAtiwon

UCL=45.1088
45.00
- /\ /'\ /\ X=44.8254
44.75-
LCL=44.5420
44,501 . T T T . T . T T T . T . T
1 2 3 4 5 6 7 8 9 W M 12 13 14 15
Cl
100 UCL=1.039
0.757
0.50- '—-/\:A\.//.\\._———o—*—’*_(/\\\ o
0.25-
0.00- LCL=0
1 2 3 4 5 6 7 8 s 1 M 1z 13 1415
Cl
IxApa 31: Aldypappa Héong TLUAG Kot EUPOUG LETA TNV BeAtiwon
Normality Test yia tnv dicotaon No4 petd tnv BeAtiwon
Mormal
999
Mean 44 83
] StDev 02032
93 N 75
AD 1027
957 P-Value 0010
a0
B0
L 70
S &0
& 30
201
10
5_
'I-
0.4 : ; ; ; : ; : ;
442 444 446 448 450 4532 454 455
MeTprosLg

IxAMa 32: ALGypPOA KOVOVLKAG KATAVOUNG UETA TNV BeAtiwaon
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Process Capability Report

LsL Target usL
Process Data E E — Owverall
LsL 44.2 : P === Within
Target 44.8 : :
usL 45.4 ' . Overall Capability
Sample Mean  44.8251 i i Pp 0.98
Sample M 75 : : PPL 102
StDew(Overall) 0203506 : : PPU 094
StDev(Within)  0.214369 ! : Ppk  0.94
H H Cpm 098
] : Potential (Within) Capability
Cp 093
CPL 0497
CPU 0.89
Cpk  0.89

4432 4448 4464 4480 4496 4512 4528

Perfarmance
Observed  Expected Overall  Expected Within
PPM = LSL 0.00 1064.94 1773.63
PPM = USL 0.00 236294 3659.37
PPM Total 0.00 342788 5433.00

The actual process spread s represented by 6 sigma.

IxApa 33: Aldypappa tkavotntag Stadikaoiag petd tnv BeAtiwon

JUpdwva LE TO TPWTO OSLAYPOUMO N KOTOAVOUN HOG €lval KAVOVLK, OTOTE MUMOPOULE

va

xpnowomnowjcouvpe tov tumo Sigma level = 3 x Cpk + 1,5 ywa va BpoUpe to Sigma Level. Eniong ta

OMOTEAECHATA OO TO SLAYPOULA LKOVOTNTOC TNG SLOSLKACIOC EXOUE TA TTAPAKATW OTOLKELAL.

e Cp=0,93<1
o Sigmalevel =3 xCpk + 1,5 =4,17

e DPMO=3427,88

DPMO_ _ 00342788
1000000

e Kot o puBbuodc eNattwpatikwv= (Defects per 1t)*100= 0,3427%

o Defects per 1t =
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Capability Analysis yiat Tnv Sicotaon Nod peta tnv PeAtiwon
Summary Report

How capable is the process?

Does the process mean differ from 44.87

0 005 0.1 = 0.5
i |
Y N
o< | No
P =0.290
Actual (Overall) Capability
Are the data inside the limits and close to the target?
L

LSL Target u
]

Customer Requirements

Upper spec 45.4
Target 148
Lower spec 44.2

Process Characterization

Mean 44,825
Standard deviation (overall) 0.20351
Actual (overall) capability
Pp 0.98
Ppk 0.94
ZBench 2.70
% Out of spec 0.34
PEM (DPMO) 3428

Comments

» The process mean does not differ significantly from the target (p
= (.05).

» The defect rate is 0.34%, which estimates the percentage of parts
from the process that are outside the spec limits.

Actual (overall) capability is what the customer experiences.

Potential (within) capability is what could be achieved if process
shifts and drifts were eliminated.

Ixfipa 34: AvadAuon wavotntag Stadikaoiag petd tnv BeAtiwon

Capability Analysis yiot tTnv S1cotaon Nod peta tnv PeAtiwon
Process Performance Report

44.32 44.48 44.64 4480 4496 4512 45.28
Capability Histogram
Are the data inside the limits and close to the target?
LsL Target

Actual (overall) capability is what the customer experiences,

— — — — Potential (within} capability is what could be achieved if
process shifts and drifts were eliminated.

Process Characterization

Total N 75
Subgroup size 5
Mean 44825
Standard deviation {overall) 0.20351
Standard deviation {within) 0.21437
Capability Statistics
Actual {overally
Pp 0.98
Ppk 0.94
Z.Bench 2.70
% Out of spec (observed) Q.00
% Out of spec (expected) 0.24
PPM {DPMO) {ocbserved) [a]
PPM {DPMO) (expected) 3428
Potential {within)
cp 0.93
Cpk 0.89
Z.Bench 2.55
% Out of spec (expected) 0.54
PPM (DPMO) (expected) 5433

Ixfpa 35: AvdAuon wkavotntag Stadikaoiog petd tnv BeAtiwon (cuveéxela)



AvaKepOaAALWVOVTOG TO OMOTEAECHATO LETA TNV PeATiwon:

e [lapatnpeital mwe n Stadikaocia BploKeTol UTIO OTATLOTIKO EAey)X0

e H KOTOVOUNA TWV HETPNOEWV TTapapEVEL oTabepr)

e Hoéwabkaoia sv eival mARpng tkavorotnTkn, aAd ivat mdpa oAl KovTd oTo va yivel, adoul
to véo Cp ival moAU kovtd oto 1, pe tun 0,93.

JUYKEVTPWTLKA TA QMOTEAECHA TIPOC CUYKPLON, YLOL TOL OTOLXELQ TTPLY KOl LETA TNV BeAtiwon.

Before/After Capability Comparison ywat Tnv Siciotaon Nod
Process Performance Report

Capability Histogram

Process Characterization

LSL Target usL Before After Change
Before
1 I Total N 75 75
i Subgroup size 5 5
i Mean 44752 44,825 0072625
i StDev(cverall) 0.58926 0.20351 -0.38575
1 StDev{within) 0.57925 0.21437 -0.36458
Capability Statistics
Before After Change
Actual {overall)
Fp 0.24 0.98 0.64
Ppk 0.31 0.94 0.63
ZBench Q.50 2,70 2.21
% Out of spec (obs) 29.33 0.00 -29.33
% Out of spec (exp) 21.01 0.34 -30.67
PPM (DPMO) (obs) 293333 0 -203333
PPN (DPMO) (exp) 310144 3428 -306718
Potential {within)
Cp 0.35 093 0.59
Cpk 032 0.89 0.58
ZBench 0.52 2,55 2.03
% Out of spec (exp) 20,9 0.54 -29.85
PPM (DPMO) {exp) 301914 5433 -2964851
Actual (overall) capability is what the customer experiences.
Potential {within) capability is what could be achieved if
process shifts and drifts were eliminated.
Ixnpa 36: 2Uykplon Sadikactiog mpLy Kot LeTa tnv BeAtiwaon
MeTtpnoELg Mpw tnv Meta tnv MNoocooto
Stadkaciwv BeAtiwon BeAtiwon BeAtiwong
Mean 44,752 44,8254 0,16%
Standar deviation 0,58926 0,203189 65,52%
Co 0,35 0,93 165,71%
Co 0,32 0,89 178,13%
Sigma level 2,46 4,17 69,51%
DPMO 310.144,33 3.427,88 98,89%
Defects per 1tn 0,31 0,00342788 98,89%
Process yield (Y) 68,99% 99,66% 44,47%
Defect rate 31,01% 0,34% 98,91%

MNivakag 10: ZUyKPLON AMOTEAECUATWY TIPLV KAl UETA TNV BeAtiwon
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Ke@aiaro 7
LUUTEPAOCUATA PETA TNV BEATIWTIKNY
kivnon

7.1 TlepiAnm HEAETNC IOV TIPAYLATOTIO)ONKE Kot

AMOTEAEC AT

Mtia cUvtoun avakepahaiwon oAOKANPNG TNG UEAETNG TIOPEXETAL O AUTO To KeddAato. O KUPLOG
OTOX0G TNG gpyaciag nTav n pHeAéTn ebappoyng g pebodoloyiag Lean Six Sigma, n omola eotidlel
otnv ouMoyn kal avdluon SeSopévwy, HECW OUYKEKPLUEVWY OTATLOTIKWY EPYOAELWV ylo TNV
ehaylotonoinon ¢ UeTABANTOTNTOC Kal Kot' enéktaon tnv PeAtiwon oAwv twv Slepyacuwv. H
ouMhoyn 6ebopévwy npaypotomnol)Bnke yia tnv Stdotoaon No4, kol Thv Xpon OTATIOTIKWY OToLXElwv
TIOU £XEL OTNV KOTOXNA TNC N €TALPLOL.

Onwc npoavadEpbnke xpnolponotibnkav Sedopéva ta omola mapOBnkav amd To UNXAVNO LETPNONG
Sl00TAoEWY TIOU €XEL OTNV KATOXN TNG N EMLXELPNON, TPOKELUEVOU aAMO TA ONMOTEAEoUATA VA
e€aleldpBel to avOpwrnivo oddApa. Emiong n eykupdtnta Twv HETPACEWV TOU HNXOVAUATOC £ixe
Slaodaliotel and efwteplkn €talpia, TMoOu eixe €AéyfeL KOl TILOTOTOLOEL TNV €YKUPOTNTO TWV
LETPOEWV OTO TAPeABOV (Eva Urva TipLV TNV ouvTaEn TG SUTAWMATIKAG Epyaoiag).

Y€ MpwWTo oTAdLo dnuoupynOnkav ta dtaypappata Pareto, TPOKELLEVOU VAl YIVEL QVTIANTITO, €va Ao
Ta TpoPAAUATA TIOU avTIPeTwrilel n etatpia kot cadwe dpépvel peiwon NG gumioTtoolvng Twv
meAatwyv oAAQ Kol pelwon Kepdwv. Me Tov (610 Tpomo BpéBnke o MeAATNG MoU avileTwrilel To
peyoAUTEPO TIPOPBANUO HE Ta SlaoTacloAoyLka tpoPARaTa Kot TEAOC To TtpodiA pe Ta TeplocoTEpA
npoBAnuara.

JTNV GUVEXELA PE XPNON XOPTWV AEYXOU HEONG TIUAG KoL eUpoUG, dlamiotwbnke mwe n Stadikaoia
Bploketal ota Tpokaboplopéva Opla KAl UTIOKELTOL Of OTATIOTIKO €AEyXO. TNV OCUVEXELX
ipaypoTonow|Bnke €Aeyxog yla TNV KOTAVOUR TwV UETPACEWV, OV E€lval KOVOVIKH Kol TEAOG
Snuloupynbnke Tto Sldypappa ™G kavotntag tng Swadikaciag, ywo va mapBolv moAltiua
CUMTTEPACKOTA OXETIKA e TNV Sladikaoia mou akohouBeital kat o€ mio eninedo Pploketal.

MEeTAd TNV QVOOKOTINGN TWV QNMOTEAECUATWY TapatnpnOnke mwg n Stadkaocio dev sivatl kavr va
LKOVOTIOLROEL TG Tipodlaypadég Tou mehdtn, kabwg to Cp<l. Emiong to eninedo o tng Stadikaoiog
gival 2,46. Eniong oUpudwva pe To Slaypappa TG LKavotnTag tng Stadlkaciog, mapatnPoUpe mwe
UTTAPXOUV QPKETEG HETPNOELS TNC dlaotaong No4 oL omoleg ival oTo eAdXLoTo OPLo TNG AVOXAG TNG
(otnv mepintwon pag LSL).
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210 enoOpevo PrAua £ylve avaAuon altiou amoteAéopatog pe TNV Snuloupyla TG opddag Kat pe ta
QTTOTEAECUATO TWV CUVEVTEUEEWY TIAPONKAV KploLlpa cupmepdopata yla Tty mopeio tng Stadikacioc.

H BeAtwtik kivnon, oUpdwva Kal PE TNV TEXVIKN UTOOTNPLEN Tou UTHpXe amo AdMa mpodid
aloupwiou, mopopolag pHopdAg, ATAV N KATOOKEUH UTOOTNPLKTIKOU ypaditn, TPOKEWWEVOU va
Slacdaiiotolv oL TLHEG TG Sldotaong No4.

IxAua 37: Xprion ypaditn katd tnv Stéhacn alouvpwiou.
Mnyn: E§etaldpevn enyeipnon

Enelta mapdnkav petpnoslg ava ya tnv Sidotaon No4, and Seiypato mou mapdxdnkov UE Tov
UTLOOTNPLKTIKO ypaditn kot akohouBnOnke n idla Stadkaoia 6w MPonyouUEVWCE. Ta amoteAéopaTa
delxvouv onuavtiky BeAtiwon tng Stadikaoilag, pe Cp=0,93, n omoia PEPRaia dev eival MARPwWC
LkavormoLnTikr (e€akolouBel va elval pikpotepn tou 1). To eninedo o av€nbnke oto 4,17 to omnoio eival
TMOAU onUavtikd Kabwg TAéov yla 1 TOvo aAoupwviou Tou xpnowloroleitat otn SLéAaon,
napouotalovral 0,0034 S100TACELG EKTOC TipoSLaypadwy.

Ta mopamdvw amoTeAECUATA UIMOPOUV vo BeATlwBOoUV OKOUN TEPLOCOTEPO, HE TNV OUVEXN
apATAPNoN TwV TWWV yla tnv diactacn No4d, KabBwg Kal UE TNV UEAETN-KOTAOKEUT KOvoUpyLaG
HopdNG ypaditn, mou Ba LKOvOTOoLEL aKOUN TIEPLOCOTEPO TIG avoxEG tng Sidotaong Nod. Emiong
onNUavtiko eivat va avadepBel mwg o ypaditng elvatl avadwolpog Kal ava TAKTA XpoviKa Slaotruota
(mepimou 2 pAveg) mpEmeL va yiveTal n avtlkatdotaon tou, Kabwg Pe tnv TP Tou UTIAPXEL UE TO
SLEAaopa Tou aloupviou, XAVEL TIC SLOCTACELG TOU, JE OIMOTEAECHA VO NV LITOPEL va ALTOU Py OEL
LKOVOTIOLNTLKAL.

To 1810 epyalieio (DMAIC), unopel va xpnotpomnolnBel eniong kat o GAAQ oTASLA TN TAPAYWYNE TNG
etalpiog, mpokelwévou va AuBolv mibava mpoBAfupata, Onwg pe TG GOPTWOELS, OTO TUAUA TNG
OUOKEUOLOG K.O.

Ta otatiotika epyaieia tng pebodoloylag Lean Six Sigma &gv amoteAoUv pLovVo éva cUVOAO epyaAeiwy.
Elval pa otpatnykn yla tn pelwon tTng LETABANTOTNTAG KOL TWV OLTLWY TTOU 08NyoUV OTA TEPLOCOTEPA
npoBAApaTa. AUTO emITUYXAVETOL PEAETWVTOC OAeG TG TTuXéG tne Sladikaciag pe otoxo tnv
TePLOoOTEPO oTabepn Kat KaAd oplopévn Silepyaoia.
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KAeivovtag, Oa mpémel va yivel avTIAnmTo amo TiG etatpleg, o peyalutepo Babuo, mwg n moldtnta dev
elval katL BewpnTiko. YIApYeL 6w KOL XpOVLA UE ONUOVTIKA amoteAéopata, Onwg £xel davel amno 1o
nape\Bov (mepintwon tng Toyota, Motorola General Electric k.a.). Z& KploLOUG KaLpoUG, TTOU T TTAyLa
£€000 pLag emixeipnong auéavovtal CUVEXELD, OTIWG EMIONG KOL OL TLHEG TWV MPWTWV UAWVY, LOVASIKOC
TPOTOC YLOL VA YIVEL LD ETILXELPNON AVTAYWVLOTIKI, O€ TIAYKOOULO Tinedo MAEov, elval n avénon tng
TOLOTNTAG TWV TTAPAYOUEVWV TTPOLOVIWY TNC. H uloBétnon piag kouAtoupag mou Ba efehioostal pHépa
LE TNV NUEPQ, UE TNV otabepn umoothplen tng Sloiknong, Ba emid£pel ONUAVTIKA OMOTEAECHATA
OTOUG TOMELC TNG OLKOVOULKAG BeATiwoNC TNG, KABWG KAl 0TNV LKAVOToiNon Twv MEAATWY aAAd KoL TWV
epyaloléVwY TNG.
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