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Abstract

The 21* century manufacturing is characterized by a continuous effort to reduce cost
and improve quality, which has led to complex production processes and control
systems creating big challenges in production of goods. A lot of organizations struggled
in a global customer-oriented competitive market and, in order to face this challenge,
they adopt Lean manufacturing so as to satisfy customer demand and reduce waste.

In the present thesis what is attempted is an understanding of the philosophy of Lean
manufacturing (or Lean production or Lean) as well as of the barriers in its application,
the tools and Lean practices and their impact on the organizational performance of the
Greek food industry. The thesis consists of four chapters analyzing the application of
Lean manufacturing to the Greek food industry.

The introduction to Lean manufacturing is presented in the first chapter. In the second
chapter there is the literature review based on books and scientific articles, providing
information about Lean manufacturing related to historical background, the basic
principles of Lean manufacturing and the barriers in its application, the tools and Lean
practices, the benefits and the differences existing in the application of Lean
manufacturing in assembly industry and process industry, where food industry belongs.

In the third chapter a survey and its results are presented. The survey has been
conducted in Greek food industries in an effort to define the extent of the application of
Lean manufacturing, the barriers in its application and the impact of Lean philosophy
on the organizational performance of the Greek food sector.

Finally, in the fourth chapter conclusions are made together with suggestions, to make
the application of Lean production to Greek food industry more effective.

Key words: Lean manufacturing, food industry, process industry, barriers, performance
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Iepiinyn

H Bropnyavia tov 21°” cudvo yapaktnpiletol and pio cuveyn mpoomdbeio yio peimon
ToV KOOTOVG Kot Pehtioon G moOTNTOS, YEYOVOS TO Omoio €xel odNynoel o€
TOAOTAOKES TAPOYWYIKEG SLOOIKAGIES KOl GLUGTI LT EAEYXOV ONUIOVPYDOVTOG HEYAAES
TpokAnoelg ywuo v mapaymyr. IToAdol opyavicpol pdyovior o€ o ToyKOGULO
AVTOY®OVIOTIKN 0YOPA TPOGOUVOTOAICUEVT] OTOV TTEANTN KOl Yo Vo EEMEPAGOVY ATV
™V TpoOKANo™, viobetovv 1 At [Hoapaywyn ®ote vo aviamokptBovy GTIG OMONTHOELS
TOV TEAOTAOV KOl VO LELOGOLV T GTTOTAAN.

XV mopovoo epyacio emiyelpeital pior Tpoomdheio Katovonong g Orhocopiog g
Avng Topaymyng (Lean manufacturing v Lean production 1 Lean), tov gumodiwv
EQUPUOYNG TNG, TV gpyaieimv ko mpokTik®v Lean kot g emidpoong tovg otnv
amoooon ¢ EAAnvuac Popnyaviag tpoeipmv. o ™ ocvvolikn katovonom g
epappoyng g Armmg Hoapaywyng omv EAnvikn Pounyavia tpogipwmv, 1 epyacio
nepthoppdvel T€ooepa KeaAao:

210 mpdTO KEQOAao yiveronr o siooywyn ot Avm Hopaywyn. Zto 2° kepdioio
TapoLGLaLeTal (o ovaoKOTNGN TG oVyxpovng PipAtoypapiag, Paciopévn og Pifiia kot
EMGTNUOVIKA ApOpa, TapEYOVTOS YVAOGCELS YOP® omd Tn At mopaymyn OTMS IGTOPIKY|
avadpopn|, 11§ Pacikés apyés g Artng Hapoaywyne kot to eumodior EPapUoynS g, To.
gpyareio Ko T TpakTikég Lean, to 0QEAN, TIG S10pOPEC TOV VILAPYOLY GTNV EPAPLOYN
Lean ot Puounyavio ocvvapuordynomng (assembly industry) kot m Propnyovio
petoamoinong (process industry), 6mmg givar Ko 1 fropmyovia Tpopipmy.

Y10 3° kepdhoio meprhopPdvetar pior €pgvva Kol TO. OmOTEALCHATA TNG, M omoia
oeénydn otig EMnvikég Brounyavieg tpopipmv Ko mpoontadel va kabopicel 1o eninedo
epapuoyng Armg Hapaymyng, To epumoddior EQapROYNS TG Kot TV TOpAcT oL €L N
Lean giAoco@ia otnv amddoon Tov v AOY® KAASOL.

Téhog, ot0 4° keedhao €EQyovial GLUTEPACHATH Kol YIVOVTOL TPOTAGELS Yo TNV
amoteAecpatikotepn pappoyn ™g Aung Ioapoyoyng omv EAlnvikn Propnyoavia
TPOPIH®V.

Aééeic ke Aum Topayoyn, Popnyoavia tpoeipmv, Pounyovie petamoinong,
eUmOOLa, 0mdOooN
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1. Ewoayoyn

1.1 Avti Hopayoyq ko Biopnyoavia Tpogipov

210 oUYYPOVO OVTOY®OVIOTIKO TePIPailov kabiotator OAO KOl O EMTOKTIKY 1
avayKn, ol EMYEPNOEIS VO PEATIOVOLV GUVEXDS TIC OPOCTNPLOTNTEG TOVG, (DGTE VO
eEaopariocovv ™ Procdmrtd tovg. H mieon ywo peimwon tov kKdctovg, evioyvomn g
eveMlag kot Pertioon g mowdtntag avédvetor cvveydc. O aviavopevog Aoimodv
avTayOVIoLOg avaykdlel Tig emyelpnoelg vo enovetetdlovv Tig Asttovpyieg Kot TIg
OTPOTNYIKES TOVG. LTO TAAIGL0 aVTO, TOAAL TPOYPAULOTO Kol TPOCEYYioElS PeAtimong
vioBetovvtar. H Av Tapaymyn etvon pia povtépvo grlocopio pe otdyo v evioyvon
™G OmAd00NG, TPOGAVATOAIGUEVT] GTNV IKOVOTOINGoT TOL TEAATN, He Pdorn ) peiwon
KOGTOLG, TNV eEGAEYN KAOE Lop@1|g OTTATAANG Ko TN PEATi®ON TG TOOTNTOG.

H Aun Hopayoyn kabopiletor o¢ Eva OGO TO 0010 YPNCLUOTOIOVTOS MYOTEPES
€10POEC, ONUIOLPYEL TIG 101EC EKPOES Kal TAPAAANAL OmOdidEl peyoAvTeEPN a&io Yo TOVG
neddteg (Womack, J.P., Jones, T.D. and Roos, D., 1990). TToAAéc épevveg €xouvv
amodeiel 6Tt  gpapuoy Tov Pacikov apyov Awng Iapaywyng, £govv Pondnoet
dapopovg KAAdoLg ¢ Propnyoaviog vo PEATIOCOVY TV TOOTNTO Kol TNV OTOd00T|
TOVG. XTOV avTinoda, £peuveg VITOSTNPILOLY OTL AVAAOYEG TPOCEYYIGEIS KOl TPUKTIKEG
Bedtiwong dev &govv mhvta BeTicd avtiktumo oy anddoon g Pounyaviag (Dow, D.,
Samson, D. and Ford, S., 1999). Znuoavtiki avagopd eniong yivetoan ot Biploypapia,
YL TO0 av OAEG o1 mpoaceyyioelg Pedtimong, o0mmwe sivon n Awtn Topaywyn, uropodv va
&yovv Oetikd amoteAéopato oe Oheg TIg Prounyavies. Mnmwg kdmoleg Prounyavieg
TOPOVCALoVY WLUTEPA YOPAKTNPIOTIKA, TOAOTAOKES TAPAYMYES, Ol OTOiES YperdalovTan
TPOGOUPUOYEG KATOL TNV EQPOPUOYN TPOKTIKOV PeATiOoNG 1 akOUNn Kol TUNHOTIKNA
EPOPLOYN TPAKTIK®OV, Owg 1 Prounyavia tpogpipmv; Emmiéov, épeguveg emonuaivouv
TN oNUOVTIK) oyéon petald g epapuoyns mpoktikdv Avg Tlapaywoyng kot g
amoooons Tov Pounyaviov. Kupiog ot Propnyovie cvvappoidynong (assembly
industry) n oyxéon avt mapovotdlel peydAn Papvmra. E&icov onuavtikn eivor n ev
AMyom oyéon xou ot Prounyavia petamoinong (process industry), O6mmg eivor M
Bropnyavia tpoeipwv. I'vetor Aowmwdv avtiAnmtd amd T Topamdve Tt Kot 1 fropnyavio
TpoQipwv pmopel vo epapuocel mpaxtikég Avmg IHopaywyne, ekpetaiievouevn ta
TAEOVEKTNUATA TNG, OCTE VO OLENGEL TV OTOSOTIKOTNTA TG KOl VO LEUDCEL TAL KOOTN
napayoyng ¢ (Mahalik, N.P. and Nambiar, A.N., 2010). Qot6éc0, amoterécpata
gpevvay, oOtgiyvouv 6tL o Pabudg epoppoyng Armg IHopoaywyng ot Propnyovie
Tpopipmv etvor yapnidg ko oe apywd otédo (Dora, M.K., Van Goubergen, D.,
Kumar, M., Molnar, A. and Gellynck X., 2014).
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H mAetoymoeio tov peletdv yia tov KAAd0 Tov Tpopipwv oyetiloviot pe tig pnebodoovg
KOl T0. GUOTNUATO SLGPAALOTG TOWOTNTOG Kot Oyl TOG0 pe Prhocopieg Pertimong g
TOWOTNTOG KOt amodoTikodTTOS, Omwg N Aty Tapaywyn (Caswell, J.A., Bredahl, M.E.
and Hooker N.H., 1998), ev® 1 duvatdtmrta Qoproyns Kot 1) OTOTEAEGLATIKOTNTO TNG
Avwmg Tapoaywyng ot Propnyovio tpoeipwv cvveyiCet vo  eivor  oavrtikeipevo
aKaONUaikng ovlftnone. Ymapyetl n avaykn Yo TEPULTEP® EPELVA YOP® OO TPOUKTIKL
Oénata to omola oyetiCovror pe v epopuoyn mpoxtikdv Lean otn Propmyoavia
tpooipwv (Scott, B.S., Wilcock, A.E. and Kanetkar V., 2009). EmumAéov, Aiyec eivar ot
épevveg o1 omoieg oyetiCovron pe v epapuoyn Avmg Iapaymyng oty EAAnvum
Brounyavia tpoeipmv (Psomas, E., Antony, J. and Bouranta, N., 2018). Aapfdavovtog
VoYM TO TOPATAvVE Kevd otn PipAloypagio, m mapovoo epyacio mpoomabel vo
dtepeuvnoel to TEPIPAAloV YOp® amd v epoppoyn ™ Aung Ilapaywyng otmv
EXMmvikn Bropnyavia tpoeipwv. To mpdto Poacikd epdTnue t0 0omoio emyepel va
amavTioel 1 Topovca epyacia sivat: TlTown givor ta epumdol Ko mO6co ennpealovv v
epapuoyn mpaktikdv Aimg Tlapayoyng otmv EAAnvikr Buounyovio tpoeipmv;
KpOpovton mapdyovieg mov cuvoEovTal LLE TV TOPOY®YIKN O10d1Kacia, TN OpUoOpPOon
TOV EYKATOOTAGE®MY, TN VON TOV TPOIOVI®V, TOV avOPOTOV TOv EUTAEKOVTOL, TWV
AmOTNoE®V AGY® NG O10GQAAONG TOWOTNTAG TPOPIL®V, TNG YOUNANG dtdpkelag (ong
TPolovTeV Kot epmodifovv v EAAnvikn Bropmyavia Tpoeipov va epopUoGel TPOKTIKES
Avtig Hapaywyng; (Dora, M.K., Kumar, M. and Gellynck, X., 2016). Emupdcbeta, 1
napovoo epyoacio e&etalel mowo gival ta 0@EAN Kot moto M ohvoeon peta&d g
epapuoyng mpaktikdv Awng IMopayoyng kot g Pedtioong oty oamdooon 1ng
EAMnvikng Propmyaviag tpogipmv. Ta amotedécpata g épevvag, Bo Pondncovv
UEALOVTIKG TOLG EMIKEPAUANG KOl Managers vol OVTILETOTIGOVV TG TOVEC TPOKANGELS
Kot TV epappoyn Avmg Hoapaywyng otnv EAAnvikn Brounyavio tpogipmy.

1.2 Xk0om0G KOl AVTIKELPEVIKOL 6TOYOL

Ot andyelg mov cvvaviavior otn Bifioypagio yio ) Aum Hopayoyn pmopovv vo
Yopotovy og 3 katnyopiec. Ipdtn Katnyopia, TpdKettan yio pio. GIA0GOQio 1 omoia
elvar koBolkr] kol OUVOTOL VO EQPOPUOCTEL OMOTEAEGULOTIKA O KOOE TEPINTOON.
Agbtepn katnyopia, n Aun Hopayoyn elvar mepimiokn kot mapovstdlel SLGKOALEG
KOTA TNV €QAPLOYN TNG, EVO TEAOG LE TIC OVOAOYEC TPOCAPUOYEG UTOPEL VO ETPEPEL
Betikd amoteléopota og kb opyoviopnod (Dora, M.K., 2014).

2KOmOg NG epyaciog sivor 1 katovomon kKot aSloAdynom TG EQOPUOYNG Kot
arotedecpatikomtag e Armg [Hopaywyne omv EAlnvikn Brounyavio tpoeipwmv.
Etvol onuovtikd, va katavonbei to mepiBaArov kot OA01 01 TapayovTeS TOL EMNPEAOVV
mv epapuoyn ™c. Ta witepo yopaxTnpoTikd TG €v Adym Bropnyoaviag Onme To
eomobn mpoiovta, 1 SbeCIUOTNTO TPOTOV VADOV, Ol OPOPETIKEG OCLVTOYEG, Ol
TapTideg UiKpov peyéBovg, 1 kovAtovpa tng Propnyaviag Tpoeinwv eivar onueio to
omoia ypnlovv mepetaipm depevvnon. H epyacio neptropPdvel ta epumodoo epoproyng,
TG pokTikég Lean kor v emidpaiom] TOLG OTNV EMYEPNUOTIKY OTOJ0O0T|, GE Lo
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npoomddeio va eEoyBovv yproa coumepdopoto yoo Ty epoppoynq Avtng IHopaywyng
omv EAMnvikn Bropnyavia tpogipwmv.

Ao eivar to KOpLoL EPELVNTIKA EPOTNUOTA GTO OTOI0L EMYEPEL VO OMAVINGEL M
Topovca. EpyocioL

1. [Towo eivon ta epumdOl Ko wOGO MMPEALOVY TNV EQAPUOYN TPAKTIKOV ALTNG
[Mopaywync otnv EAAnvikn Brounyavia tpo@ipmv;

2. Yrapyet ovvdoeon petald g epappoyng tpoktikov Atng [apoaymyng kot g
BeAtimong oty amddoon g EAAving ropnyavia tpoeipmv;

21010 ™G epyaciog amoTeAel | GLYKEVTPMOOT GTOYEI®V Yo TV €QapUOYN TS ATNG
[Mopayoyne omv EAlnvien Prounyovio Tpo@ipov. AVTIKEWEVIKODS GTOYOVS TNG
TOPOVCAG EPYOCIOG ATOTEAOVV:

e H xatavonon tov emmédov epappoyng mpaktikedv Armg [Hopaymyng kot tov
GLOTNUATOV O10GPAMONG ToldTNTaG 6TV EAA ViKY Bropnyavia tpoeipmy

e O xabBopwopdg TV gumodiov mov mAPOLSLALOVTOL KOTA TNV  EQOPUOYN
mpokTikov Artg [oapaywyng otnv EAAnvikn Brounyavia tpogipmy

e H a&ordynon mg emidpaong ToV eUTOdi®V, KOTA TNV EQUPLOYT TPOUKTIKOV
Lean

e H a&oloynon g enidpaonc e epaproyns mpaktikadv Lean otnv amddoon g
EXnvikng Bropnyaviag tpopipwmv

1.3 Iotopu] avadpopn)

Metd tov 1° Taykoouio norepo ot Henry Ford xou Alfred Sloan tng General Motors
odnynoav Vv maykoéca Popunyovia and ™ Proteyvikny mapoaywyn (craft production)
ot polikn mopaywyn (mass production). Amotéhecpo nrav ot HILA. va
Kvprapynoovv oty Ioaykdéoua otkovouio (Womack, J.P., Jones, T.D. and Roos, D.,
1990). Zoppwva pe tovg Bhamu J. et al. (2014) n Lean ¢ilocogio mpwtogppoviotnke
omv loanwvia petd to 2° Maykdouio mOAepo, Otov ot [Am@VEC KATOUCKEVAGTEG
avTIAnednKav 6Tt dev pumopohv va, avtéEovy To TePAOTIO KOGTOG OVOGVYKPOTNONG TMV
KATESTPOUUEVOV  gykataotdoewy. H poviépva avtiinyn g Aung [Hopaymyng
ocvvoéetan pe toug Eiji Toyoda, tovg lamwveg unyovikovg Taiichi Ohno, Shigeo Shingo
kot to Toyota Production System (TPS) ¢ Toyota Motor Company. H évodog g
larwviog ko n owkovopukyn Tpdodog Npbe ypiyopa kot TOAAES lammvikég eToupieg kot
Bropnyavieg avtéypayav to orovdaio Tpoypapupa mapaywyns g Toyota (Womack er
al., 1990). O kauwvotopieg g Toyota, amotéAespa TG EAAEIYNG TOP®VY KOt TOV £VIOVOL
TOMKOV OvTAY®OVIGHOV TG lamwvikng avtokivntofrounyaviag, cvumepieAaupovoy to
Just-in-Time (JIT), ™ péBodo Kanban, v moapaywyn éAEng (pull production system),
10 ogfacpd otovg epyalopévoug kot ta VYNAG eminedo emihvong mpoPAnpdtwv amd
tovg vrroArnovg (Hines, P., Holweg, M. and Rich, N., 2004). Avty n At dwoiknon
Aertovpyl®dV TpocavatoAlovtay oty eEGAEIYT TG OTATAANG KOl TOV TAEOVAGUATOV,
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Topovoldlovtag €va EVOAAOKTIKO HOVIEAO amévavtl otn HallKn Topoyoyn HE TIG
TapTideg peyahov peyéboug kot ta kpvpupéva koéotn. H Toyota mapnyaye avtokivita pe
Myodtepa amoBépata, Arydtepn avOpodmvn mpoomdbeln Kol €MEVOLGELS, AlYOTEPQ
ENITTOUATIKG, TOPOoLGiale TEPIGGATEPA KOl SLOPOPETIKA TPOTOVTA, EVM MTAV UKL OO
11§ Tpwteg lamwvikég etapiec ot omoieg Eekivnoay T0 GTATIOTIKO EAEYYO TOLOTNTAG TO
1949 (Dahlgaard, J. and Park, S., 2001).

Ov Bhamu J. et al, (2014) avaeépovv 011 0 yevikog 0pog tg Armg [Hapaywyng,
EUQOVIOTNKE OmO TOLG €PELVNTEC TOL Tpoypdupotog International Motor Vehicle
Programme tov Ivotitobtov teyvoroyiag tov mavemotpiov g Macayovcétne Kot
tov unyovikod John Krafcik. To mpdypappa emxtyelpovoe va YEQUPAOGEL T CNUOVTIKN
Spopd amddoone petald tov Avtikdv kol lomovikov avtokivntofopunyoviov. O
Krafcik (1988) oto dpBpo 100 610 Sloan Management Review, ypnoyonoince tov 6po
Lean yw va meprypayer to TPS, 1o ocvommua mopaywyng g Toyota. To TPS
YopokTNPICETOL MG L0 GUGTNUOTIKY TPOGEYYIOT TAPAYWOYNG, 1| ool divel Eupocn ot
eEdieyn OAV TV HOPEOV oTaTIANG, dtaceoiilovtag 6Tt M aflo péel opaAd Kot
dueca otov mehdtn (Monden, Y., 1983). Qotdc0, T0 gvdlapépov yio T At @rhoco@io
NTav TEPLOPIGUEVO amd TOVG AVTIKODS KATOOKELOOTEG, HEYPL mov to PifAio “The
Machine that Changed the World”, dwopotice Tic dtopopés amdooong HeTald Tng
Toyota kol TV VTOAOIT®V KOTACKELAOCTOV Ko avedelEe tov Opo A [Mapaywyn
(Womack et al., 1990). [1évte ypdvia diepedhivnong ypetdotnkoy yio vo kabopiotovv ot
dtpopég peta&y g poalikng kor Avmg Hopaywyng, eved copmepoacpatikd to Pipiio
avaeépel: [...] n epopuoyn g Aitng Hopaywyns, rabas avomopevkto elomdmveral
TEPO. amo TV avtoxivyTofrounyovia, Qo allolel ta wavia ayedov oe kabe Prounyavio —
TIG EMAOYES TV KOTOVAADTOV, TH QOGN THS O0VAEINS, TNV TOXN TWV ETAIPIOV KO TEAIKO.
™ Hoipa Twv eGvav.

H Aun Hopaymyn givor pia and tig mo yvootég npoceyyioelg Bedtioong (Bhuiyan, N.
and Baghel, A., 2005). Alleg mpooceyyicelg PeAtimong Kot TOlOTNTOG, Ol Omoieg
epeavionkay kotd t dekaetia Tov “90, 6mmg 1 Aroiknon Oikrg [Towvttag (TQM),
Six Sigma, Reengineering, Emysipnuotikny apioteio, JIT xo, éovv OAeg Kotvovg
OKOTOVG OTMC TN LELMOT TNG GTOTAANG KO TNV EAN(IOTOTTOINGT T®V TOP®V, TN Helwon
TV (poéveov mapddoons kot  PeAtioon g woavomoinong tov meAdtn. EmmAdov,
Kowég etvar ot pileg OAMV OVTOV TOV TPOCEYYIcE®V, TOL OV elvarl GAAN amd TV
enavdotoon mowotntog oty lanwvia, petd tov 2° Ioykdowo mdrepo (Samuel, D.,
Found, P. and Williams, S.J., 2015).

1.4 Awoyeipron Hovotnrog

Inuovtikny elval 1 kaTovonon tov dotdoemv tov Opov  “Iloidthro” Kol TV
cvotudtov dayeipiong mototntog, mpw Vv mapovsioon ™ Aig Iapaywmyng. O
Crosby (1979), avoaeépelr 0TL " moi0tnta €ivar Owpeay, O0ev ivar 0wpo, all0 €IVl
owpeay”, dtvovtag EREacT oty TPpoAnyn Ko Kabopioe éva mpoypapupo 14 Pnudtov
v TN BeAtioon moldtTag HECH g PIA0GOoPiag undevikmv eAlotopdtov. H attio g
Kakng moldtnrag cvpuemva pe tov Deming (1982), eivan to chotua kot ot managers
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Kol Oyl ot epyalOUEVOL, VM TPOTEIVEL TN XPNON OTATICTIK®OV HEBOd®V Yoo TOV EAEYYO
moldTNTog Ko 14 onpeio omoteAespoTIKNG S0 EIPIONG TOWOTNTOG GTOVG OPYAVIGLOVG,
yvootd o¢ ta 14 onueia tov Deming. Tleptypdeovtog tnv 0éa g OAkng [Totdttog o
Feigenbaum (1991), avayvopiler 6t1 1 modtnta dev eivar amhd Eva cOVOAO epyoreimv
Kol TEYVIK®OV, OAAG vmootnpilelr ™MV OAOKAP®ON TOV CTOTICTIKOV HeBOd®V Kot
dwdkaclav otn Asttovpyia tov opyavicpmv. Emmpdcbeta, o Juran (1989) oo Pipirio
tov “Juran on Leadership for Quality” avogépetal o TPeLS Ol00IKOGIES, TOL
GYESOG OV TOOTNTOG, TG PEATIONG TOIOTNTOG KO TOV EAEYYOV TOLOTNTAG MG YEVIKO
mAaicto g Aloiknong OAkng Tlowdtrog (TQM), kot ftav 0 TPMOTOS TOL AvaPEPONKe
GT1 LETPNON TOV KOGTOVS TOLOTNTOG.

To TQM é&yxet 115 pileg Tov 6TV évmon TV [andvov ETGTNUOVOV Kol UNYOVIKOV, Ol
omoiot oynudrticav po enttponn 10 1949, yuo va BEATIOCOVV TNV TOPAYOYIKOTNTO KoL
mv mowotnto TG Lmng Toug, uetd to 2° Maykoouo norepo (Powell, T.C., 1995). Eivat
p ethocogion management, 1 omoia €0TIALEL 6€ OAEG TIG AclTOVPYiEC EVOG OPYOVIGHOD,
(MOGTE VO IKAVOTOCOVV TIG OVAYKEG TOV TEAATY, OAAG KO TIG OVAYKEG TOV OPYOVIGLLOD
(Ehigie, B.O. and McAndrew, E.B., 2005). Eivon pio moAvmAevpn mpocéyyion mov
ONuovpyel TV 0pPYOVOGLOKY OAACYY] KOl CUUTEPIAAUPAVEL TOPAyOVTEC OMMC TNV
TOLOTNTA, TOVG TEAATES, TOVG £PYALOUEVOVC, TNV TTapaywyn kot T oloiknor (Hackman,
R. and Wageman, R., 1995). To TQM mnpocavatoAiletor otn Omupovpyion €vog
nepPaALovTog 10 0moio VTooTNPilEL TNV KovoTopia, T ONLoVPYIKOTNTA, THY OVAANYM
piokov ®oTE v KOvVOTomBohv Ol OmATNOELS TOV TEAATH, YXPNCUYOTOIDVING TNV
OCUUUETOYIKY  €miAvon  TPOPANUATOV  EVOOUOTOVOVIOS TOLG —Mmanagers, TOUG
epyalopévoug ko tovg meddteg (Noe et al., 2000). Xe avtiBeon pe v €otioom oTov
oyko g moapaywyns, 1o TQM mpocavatoAiletor otnv mowdTTA, TIC OVOYKES, TIG
embopieg ko 11 mpoodokiec tov meddtn (Landy, F.J. and Conte, J.M., 2004). T tov
TPOGOI0PIGHO TG TOdTNTOG £Y0VV €Miong amodobeil mollol opiouoi. O Crosby (1979),
kaBopiletl TNV TOOTNTA OG GLUUOPPMOT| GTIS TPOILAYPAPES, EVG ot Parasuraman et al.,
(1991) og avtd oL cuvvavTasl 1| Eemepvael TIG TPOcsdokieg Tov meAdtn. Ta Telgvtaio
xpoVIO, 1 avayKn Yoo cuveyT BerTioon TG amddoong TOV OPYOVIGUAV, ival pio omd Tig
LEYOADTEPEG TPOKANGELS YlOL TOVG GLYYPovovg managers (Pozo et al., 2018). T'a
Bopunyovia tpoeipwv m  peyoALTEP TPOKANGY GLVOELETOL HE TNV OmOJ00T TMV
CLOTNUATOV dlayeiplong mowdTNTAG Ko TV ac@diein. Tpopinwv. H motdtnta kol n
ACQAAELD TOV TPOPIHL®OV givol Auesa cLVOEdenéVN He v vyeio Tov TANOLVGHOV GE
TOYKOGO EMIMEDO.

H Bopnyavia tpoeipmv ofuepa, dev eivar vrevduvn pHovo yo Ty mTotdtnTo Kot Ty
AGPAAELD TOV TPOPIL®V, 0ALG VTTELOVVA KOl LE SLOPAVELD TPETEL VO SLACPOAMGEL OTL 1
TAPOy®YN TPOPIH®V yiveTor oyedtoouéva Kot eyyvnpéva. Avtd katopOdvetol pe tnv
AVATTUEN TOV GLOTNUATOV JAYEIPIONG TOLOTNTOG KOl ACPIAELNG TV TpoPinwy. Ta
cvoTiuata dlayeiptong molotntag mpémel va kabopilovv mwg n mwodtnTa Acttovpyel
péoa oe £vav opyovioHd, TPocdoKOVTag KaAvtepa anoteAéspata (Ishikawa, K., 1987).
Xy mpoonadeld Tovg ot frounyavieg TPoPiL®V va SlcAAIGOVY TNV TOLOTNTO Kol TNV
OACQAAELDL TOV TPOIOVIMV, YPNOILOTO0LV debv] cuoTnuaTe SGPAAoNG TO1OTNTOG
onwc tao HACCP, 1SO 9001, ISO 14000, ISO 22000, FSSC 22000, IFS, BRC «ka. H
VOUIKY] LOYPEWMOT] TOPUYDOYNS OCPOADY TPOPILMV EMTUYYAVETOL LE TNV EPOPUOYN
tétolwv ocvotnudtov. Ta cvotiuata modtntog dc@aiilovy v modTNTa Kot THV
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ACQAAELD TOV TPOPIL®V Kol YTilovv oYE0elg eumoTocvVNG e Tovg meAdtes. Kabéva
amd TO TWOPUTAVED CLOTAUATE ScPAAIlel OTL Ta. TPOQIUA E£XOVLV GLYKEKPIUEVA
YOPOKTINPIOTIKE o€ KAOE GTAd10 TNG Tapaymyng kat ¢ dtavoung toug (Fotopoulos, C.,
Kafetzopoulos, D., and Gotzamani, K., 2011).

To Hazard Analysis Critical Control Points (HACCP) xoBopiler kpiowyo onpeio
eEAEYYOL  OTNV  TOpOy®YIKN Oldlkacio, To omoio  glvol  ONUOVTIKE Yoo TV
mapakolovOnon kot Tov €Aeyyo TG Ooo@dAElng Tov mpoidvrog (Semos, A. and
Kontogeorgos, A., 2007). O yapoakmpag tov HACCP givar mep1ocdtepo TpoANmTTIKog.
Evtomiler kivdvvoug té€totag pvong, mov 1 eEAAEYN TOLG 1| 1 LELMOT] TOVE OE AMOOEKTO
enminedo, eivar onupavtiky yoo v mopoyoyn aceoiov tpogipmy (Orriss, G.D. and
Whitehead, A.J., 2000). Emnpocfeta, o1 kavoviopol vyewng g Evpomnaixig Evoong
emPdrovv og Oha ta péEAN g amd to 2005/2006, 6Aot o1 Topeig ™G aAVGidaS TPOPIL®mY
va gpappolovv orokAnpotikd to cvotnuo HACCP. ‘Epgvveg 0nmg avt tov Gillespie
et al, (2000), ot omoiot owpmTiIcaY TV omotelecpotikoTto. oo HACCP ko
KatEANEay OTL 1| LIKPOPLOAOYIKT TOLOTNTA TV TOPAYDUEVOV TPOPIU®V CE EXLYNPNOELS
pe HACCP ntov moAd kaAdtepn amd 11§ emyelpnoels mov dev epapuolov HACCP,
€xovv avadeiEel To OPEAT amd TNV EPOPUOYN TOV &V AOY® GLOGTHUATOC. XTNV 1d1o
katevBvvon kot ot Semos & Kontogeorgos (2007) ocuvvéreEav dedopéva  omd
emyepnoelg ot Bopeta EALGSa kKot katénéav petad dAiov 6t n epappoyn HACCP
avEAVEL TNV KOVOTNTO PEATIOONG TOV TAPOYOYIKOV SOdIKACIDV, €V TOPAAANAL
LELOVEL TOVG HKPOPLOAOYIKOVG KIVOUVOUGS, PEATIOVOVTAG £TGL T YOPOKTNPLOTIKA TOV
TPOIOVTIMV.

Xoupova pe toug Gotzamani & Tsiotras (2002), 1 epappoyn tov ISO 9000 eivan to
TPAOTO Py Yo T dnpovpyio vog TepPAAAOVTOC TPOGAVATOAMGUEVOL GTNV TOLOTNTA,
evd mopdAAnAo elvol kol 10 TPOTO Prpa Yoo v vioBétnon g Awoiknong OAKMg
[Towdmrag (TQM). To ISO 9000 Bewpeitar 6Tt evappoviCer OAa Ta €Bvikd Kot o1e0vN
TPOTUTOL KOL OVOQEPETAL OTL EANYIOTEG OMOITNOES €VOC GLOTNUOTTOG Olayeiplong
TOWOTNTOG TIS Omoieg MPEMEL va €xel €vag OpYaviGUOc vyl vo miotomonfel kot va
dwceaiicel T otabepdtTnTa TOV TPOIOVTOG, TNG VANPECING KoLl TNG TOLOTNTOG TMOV
dwdkaciav (Singels ef al., 2001). To ISO 9001 Beswpeitor w¢ £va amd Ta TO SNUOAVTIKE
npoyphupoto dtuc@diiong moldtntoag twv TeAevtainv dekaetidv (Djofack, S. and
Robledo Camacho, M.A., 2017). To ISO 9001 &ivon éva debvég mpoTLTIO, TO OTOiO
Bonbd Tic emyEPNOEIS KOL TOVG OPYOUVIGHOVS VO €POPUOGOVV Kol VO avamTtHEOLY
moldtta, OcPoAloviag OTL T TPOIOVIO KOl Ol VANpecieg tovg otabepd Oa
KOVOTOL0VV TIG OTOLTHOELS TOV TEAATMV, Kol oTafepd 1 mo1dTTd ToVg Bor BerTidveTaL.
Mmnopetl va epappootel amd PIKPoUS Kol HEYAAOVG OPYOVIGHOVS aveEdpTnTa amd TO
nedlo dpactnpomtdg Toug Kot givar Paciopévo oe évov aplBpd apymv dloiknong
TOLOTNTOG, TPOGOVATOAGUEVO GTOV TEAATT, EUTAEKOVTOG TO TPOCOMIKO, TNV NYESLA, TIG
owdwkaoieg kol ™ Peitimorn. H épevva tov Fotopoulos & Psomas (2010) yw v
epapuoyn tov ISO 9001:2000 ctov EAANVIKO KAGOO Tpoditmy, avédelEe onUavTIKa
0QEAN TTOV £YOLV VO KAVOLV e TNV avamtuén KovAtohpag moldtnrag, T PeAtimon twv
SLOOIKACLOV, TNV EIKOVO TOV ETALPLAOV, TNV TOLOTNTO Kol 0EI0TIOTIO TOV TPOIOVIMV Kol
BeAtioon omv wKavoroinong tov meAdtn. EmmAéov, n Gotzamani (2005) mpotpémet,
TS Yo va dtatnpnovv kot va peytetoromBovy ta oeén and to ISO 9001, Oa mpémet
0l TPOOTAOELEG VO EVTEIVOVTOL TTEPA OO TNV IKOVOTTOINGT TV EAIYICTMOV OMOLTCEWDV,
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Kol va gpappolovrol Kot GAAe TpOTVTTOL O10iknonG, epyareia Kol TEXVIKEG PeAtimong
mowwttag. To vedtepo mpoétvmo ISO 9001:2015 diver éppacn omv nmyecia, otnv
avdAvon kot dwoyeipon KvdOVEOV, GTOVG GTOYOLG, TN HETPNON Kol TN Olayeipion
aALOYDV, OTNV EMKOWOVIO, Kol €VOoONTONOINGT Kol TEAOG OTOV TEPLOPICUO TMOV
anortnoewv tekunpioong (Tuv-Nord, 2015).

Ot avnovyieg ¢ Kowmviag yio T pOTAVOT TOL TAAVATY, TN UEI®OTN TOV QLGIK®OV
ToOp®V, TOV EMKiVOoLvev amoPfAntov kol GAA®V mEpPailoviik®v Bepdtov £xovv
avénbel 11g televtaieg dekaetieg (Rezaee, Z. and Elam, R., 2000). 'Etot o1 emyeiprioeig
KOl Ol OPYAVICUOT TTPETEL VO OVTILETMTIGOVY amoTEAECUATIKG TTepPariovTikd BEpata,
elte Myo e£mTepkdv KIVITPOV (T.Y. KuPepyNTiKol Kavoviool), eite AOY® E0OTEPIKMOV
KWVATpOV (T.y. TOMTIKY| TG €Toupiag). H amoTeAecpaTIK] CUUUOPOP®ON HE TOVLG
TEPPAALOVTIKOVS KAVOVIGLOVG OotTel 0md T1G €TOpieg 0EGUEVOT| OTIC TEPIPAALOVTIKEG
avnovyies, kabmg emiong Kot £va cvotnua TepiPaiiovtikig dlayeipiong (Environmental
Management Systems 1 EMS). 'Eva an6 ta mo onpovtikd cuotipoto TepBoiiovTikig
owyeipiong etvar to ISO 14001. Ta kdpra otoryeia tov ISO 14001 mweprhapfdvovv v
TEPPOALOVTIKT] TOALTIKY], TOV GYESAGUO, TNV EQAPLOYN KoL TN AETOVPYIO, EAEYKTIKEG
Kol doplwTIKEG evépyeleg katl TEAOG TNV avaokomnon dwayeipiong (Liyin et al., 2006).
Me G Aoy, o pdtumo ISO 14001 meprypdpet TNV 0pyovmGLlokT dour, opyovavel
dpdoelg, opilel KabMKOVTO, TPOUKTIKES, OOIKAGIES KOl TNYES Yol TNV TPOETOLOGIa,
oxedldlel ™V €QOpUOYN, TNV OVOCKOTNOYN Kol TN OaT)pnon G TEPPAALOVTIKNG
TOMTIKNG piag entyeipnong 1 evog opyavicpov. H doun kot n rocogio tov ISO 14001
elvar 6powa pe avtv tov ISO 9001 (Marimon et al., 2009). Ov Georgiadou & Tsiotras
(1998), peretdvtag v epappoyn tov EMS oy EAAnvua Bropnyavia, kabopioav ta
EOMTEPIKA OQEAN YO TIG EeMEPNoEl; Omwg 1M Peitioon mowdtnTac, 1 pHeiwon
TOPAYOYIKOD KOOTOUG HECH TNG EANYLOTOTOINONG KATOVAAWGONG EVEPYELNS, TO
neporiroviikd evotopépov ka. H épguva tov Psomas et al., (2011) oe 53 EAAnvikéc
emyepnoelg  motomomuéveg pe ISO 14001, oavédeite o@éAn otn  dayeipion
AmOPPLUUATOV Kot amoPANT®V, PEATIOON GTNV TOLOTNTO TOV ECMOTEPIKOV JLOOIKAGLOV,
Bedtioon oty ewova TV gtaipldv, oefacud oe mepParioviicd Oépota kot Pertioon
TOV EMTEOOV AVOUKVKAMOTG.

To ISO 22000 eivan éva mpdtLmO dlaxeiplong acpaielng Tov Tpodinmy (Food Safety
System 7 FS) 10 omoio ocvumAnpovel, evioybel Kol OAOKANPOVEL TNV
arotedecpatikotnta tov HACCP (Faergemand, J., 2008), divovtag éueoacn otnv
yvnAdtnon, TV EmKovoVvia, TNV ETOWOTNTO KOlU TNV OVIOTOKPION O EKTOKTEG
KOTOOTAGELS Ol OTOieg Umopovy va. PAdyovv v acedieln tpoeipmv. To ISO 22000
avantoyOnke mapdAinia pe to ISO 9001, ®ote va Peitidoet v cupPatdTnTo Kot vo
oAoxkAnpaoel to mpdtvmo dwyeiptong mowdtntog (Escanciano, C. and Santos-Vijande,
M.L., 2014). Avtd ta 600 TpdTLTIO e TaPOHOLL dOUY|, CLUTANPOVOVY TO £Val TO GALO,
YL TNV OMOTEAECUOTIKOTEPT] SLOYEIPIOT TOV ETOPLDV, HE GEPACUO GTNV TOLOTNTO KO
mv aocedarela tpoginmv. H epappoyn tov ISO 22000 to omoio eivar dSeBvdg
avayvoplopévo, elvar €vag TpoOmoc doPAAong, OTL Ol JldIKOCIEC TOPOy®YNS
TPOQIU®V €QOVV TNV 1KAVOTNTO VO TOPAYOLV OGQUAN TPOIOVTIO, TPOAUUPAVOVTOC
ac0éveleg 01 0moieg TPOKAAOVVTOL OO TPOPLU KOl ATMAELEG CGYETIKEG LLE TEPIGTATIKA
7ov mpokaiovvtor omd pun aceain tpéea (Pozo et al., 2018).
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To FSSC 22000 (Food Safety System Certification) éyet avayvopiotel ond Ttov
opyavioud Global Food Safety Initiative (GFSI) to 2010. Eivot puo mAnpng miotomoinon
Yoo cvoTHHATo dteiptong acpdAelag Tpopipwy, Bactopévn ota ISO 22000:2015 ko
BSI-PAS 220:2008. 'Eyxet avamtuybel yio etoupieg tpo@ipwv, 1660 QUTIKOV 060 Kot
oK@V TPoidVIMV, KOl Yo TOPUy®YoLS TPOIOVI®OV OTWG GUUTANPOUATE SUTPOPNS,
Prropivec kth. To FSSC 22000 peta&d GAAwv mepthapfaverl TiG OpactnploTnTeg
petapopmv kot arobnkevong (Condrea et al., 2015).

EmunpocBeta, to IFS eivan éva mpdtumo avayvopiopévo and 1o GESI kat anevbiveton
0€ TOPUYM®YOVS TPOTOVI®MV O1OTIKNG eTkéTog (private label) kol mpoceépel acpaieia
KOl GUUUOPPMOT] OTIS VOUIKEG AOTIOELS KO TIG AOLTIOELS TOLOTNTAGC, TMOV TPOIOVTIOV
aAvcidwv super markets, to omoio. mapdyovior amd TOVS TPOUNBELTEG TOLG HE TO
Wwwtikd tovg brand name. To IFS (International Standard for Food) ompileton otig
apyés tov HACCP xou emitpémer v afloddynomn Kot €QApPLOY] TOV GULGTHLOTOG
TO1OTNTOG KOl ACQPAAELNG TPOPIUWV, GE OAO TOL GTASLN TNG TOPOAYMOYIKNG OlOIKAGTOG,
HETA TNV TPOTOYEVN TOPOAYMYT, KOl TEPIAAUPAVEL AETTOUEPEIC AMAITNOELS OYETIKEG UE
VTOOOUES, TO MEPPAAAOV GTO OTO10 TTaPAyOovVTOL T TPOIOVTA, OAAGL Kou HE TIG opBEég
mpoktikés  vyiewng (GHP) wov 1 opbég  Propmyoavikés mpaxtikés (GMP)
(Constantinescu, C.G. and cel Mare, S. , 2016).

Téhog éva and ta TpdTa WIwTIKA TpoTVTa gival 1o BRC tov cuvdéopov Mavépmopwv
g Meyding Bpetaviog (British Retail Consortium) 1o omoio dnpociomomnke 1o
1998. H mwotomoinon eivar ovayvopiopévn amd peydio oplBpd etoipudv Kot
TOPAYOYDV TOV KAAOOL TOV TPOPIL®mY 6& OAO TOV KOGUO Kol 1010iTEPA OTOV TPOKELTOL
v v agloAdynon wavotntov tov npoundevtdv. To mpdtvmo BRC daipeitan oe
ENTO TOUEIC e YEVIKEG OMOUTNOELS, evd KAOe Touéag mepthapPavel (o cepd amd
OLYKEKPIUEVEG TTPOOLOYPOPES. O YeVIKEG amattnoelg etvan 1 d€opevon g dloiknong, N
ocuvveyng Pertioon, 10 ox€do acedarelag tpoeipmv yioo to HACCP, ta npdtuma tov
EYKOTAOTAGE®V, 0 EAEYYOG TPOIOVTI®V Kol TOV TpoowmikovL. Emmpocheta to BRC eivan
EVOPUOVIGUEVO HE GALO TPOTLTIOL SloyEIPIONG TOV VIOKEWVTOL GTIG TAPOUETPOVS TOV
GFSI (Rincon-Ballesteros et al., 2019).
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2. Biphoypagwn avaockonnon (Ocmpntiké mraiclo)

2.1 Opwopoi e Aveic Hoapaymyng

Aldpopot epguvnTég avd ToV KOG, £XOVV LEAETIHOEL KOl OTOOMGEL OPIGHOVE Y1aL TO Tt
etvonr At Hopaywyn (Bhamu, J. and Singh Sangwan, K., 2014). To Lean givar o
Svvopikn owdikacion aAAayng, oOMNYOUUEVN amd Hwo. dEoun apy®vV Kot PBEATIOTOV
TPOKTIKOV, 1 Omoiol otoyevel ot ovveyn Peitioon. Zvvovdler ta KoAdTEPQ
YOPAKTNPIOTIKG TNG MalIKNG Tapaymyng kot e Proteyvikng moapaywyns (Womack et
al, 1990). H Avm Ioapayoyn propet va kabopiotel og €vo evaALOKTIKO OAOKANP®UEVO
HOVTEAO TOPAY®YNG TO 0TOi0 GLVOLALEL Waitepa epyalreio, HeBAOOVG, KOl OTPATNYIKESG
avAnTTLENG TTPOTOVTOG, OlayEpIoNG €POOIOGHOL KOl Ol0IKNONG AETOLPYIDV GE U0
oAoKANpwTIKn Aoy (Womack, J.P. and Jones, D.T., 1994). Ot Arlbjgrn & Freytag
(2013), kabopilovv 1o tpia enineda g Awrng [Hopaymyng. Zmmv kopven PBpioketar 1
QLA0GO0i0 TOV OeV gival GAAN amd TNV EANYIGTOTOINGT TNG CTATAANG Kot Tr dnpovpyio
a&lag v Tov meAdtr, oto pecaio eminedo mapovcsidlovion ol Pacikég apyEs Kol 6TO
TPito eminmedo o1 TPoKTIKES Ko T epyareio tng Artng [apaywyng (ewova 1).

Philosophy:

To reduce waste
Develop customer value

Principles

1. Specify what does and does not create
value from the customer’'s perspective and not from
the perspective of individual firms, functions and
departments.

2. Identify all the steps necessary to design, order and produce
the product across the whole value stream to highlight non value
adding waste.

3. Make those actions that create value flow without interruption, detours,
backflows, waiting or scrap.

4. Only make what is pulled by the customer.

5. Strive for perfection by continually removing successive layers of waste as they are

uncovered.

Tools and techniques, such as:

Value stream mapping, 53, kanban, pull production, reduced change over time (Single digit Minute
Exchange of Die, SMED), group layout, tact time, Total Preventive Maintenance, bottleneck and constraint
management, information boards, performance management, continuous improvement (kaizen), cause and effect,
analyses, demand smoothing (Heijunka), overall equipment effectiveness (OEE), etc.

Ewoéva 1. Ta tpia enineda g Avtng [Hapaywyng
IInyn: Arlbjern, J.S. and Freytag, P.V., 2013

Ovopdletor Aurr, KaBdg ypnoyomolel Ayotepa 1 To €AdyloTO. OO OTIONTOTE
amotteiTol Yoo TV mopaywyn evog tpoidvtog N Ty moapoyn pog vanpeciog (Hayes, R.H.
and Pisano, G.P., 1994). H Aum Iopaywyn etvor pia grhocogio mov 6tav epoppoletan
LELOVEL TO ¥pOVO amd TNV TapoyyeAla Tov TEAATY £WG TNV TOPAd0cT), £E0AEIPOVTOG
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Kké0e mnyn omatdAng otnv pon g mapaywyns (Liker, J.K., 1996). EmmAéov, kavet
BEATIOTN (PNION TOV IKAVOTHT®V TOV EPYOTIKOD SLVOUIKOV, dIVOVTAG GTOVG VITUAANAOLG
TEPLOCOTEPO amO £va KAONKOVTO, OAOKANPOVOVTAG GUECT KOl EUUECT] EpYOcio Kot
evBappOvovtag dpdacel cuveyovg Peitioong. Q¢ amotélecpa, mopayel UeyoADTEPT
oMo TPoidVI®V, YOUNAOTEPOL KOGTOVG KOl LYNAOTEPNG TOWOTNTAG, HE AyOTEP
OTOLOONTTOTE E1GPOT, OLYKPWVOUEVN pe TN Hallkn mopaywyn: Aydtepn avOpomivn
Tpoomdheln, AyoTEPO YMPO, HKPOTEPN €MEVOLON Kol AlyOTEPO Ypdvo (Dankbaar, B.,
1997). Ot Liker & Wu (2000) opilovv t Aun [Tapoaywynq og o priocopio Tapaymyng
N omoia TPOocavaTOMIETAL TNV TAPAOOCT TPOIOVTI®V LYNAOTOUTNG TOLOTNTOS £YKALPQ
Kot e 1o xopmAdtepo k66Tog, evd TéAog, ot Hallgren & Olhager (2009) avaeépovtot o€
£va TPOYPOLLLLO TO OTTOT0 OVEAVEL KLUPIWS TV OMOTEAEGLATIKOTITO TOV AEITOVPYIDV.

Emunpdcheta, moArd Ilavemompia kot Ivetitovta £xovv amoddoet optopods yio
Aun Iopayoyn (Papadopoulou, T.C. and Ozbayrak, M., 2005). Zoppova pe to
American Production and Inventory Control Society (APICS) Dictionary (Cox, J.F. and
Blackstone, J.H , 1998): H Aty Hopaywyn eivor pio. piAocopio. Topoywyns, mov Oivel
EUPOON OTNV EAGYLOTOTIOINGY OAWV TV TOPOV (GOUTEPIAGUPBAVOUEVOD KoL TOV YpOVoD)
OV  YPNOLUOTIOLODVTAL OE OILOPOPES OPATTHPLOTHTES TOV 0pyaviouov. Eumléxer tov
kabopiouo wor v eldletyn TV OpacTtHplotTWV TOL Jev mpoalétovv olia GTo
OYEOLATUO, TTNV TOPOYWYH, OTH OLOXEIPLTN EPOOLATTIKNG OAVGIONS KOl OTH GUUPMVIO. e
ov¢  wedares. O1r  Lean mopoywyoi  mpocloufavovy  oucoes mOAD-EIOIKEDUEVOD
TPOCOTIKOD G€ OAOL TO ETITEDO. TOV OPYOVIGUOD KOL YPHOYUOTOIODV GUTOUOTES UNYOVES
LYNANG eVEAICIOG, OOTE VO. TOPAYOVY TOCOTHTES TPOIOVIWY T UEYOAN TOLKIALQ.

To Production System Design Laboratory tov MIT (MIT, 2000) mpoPdAier puo
kaBapotepn katovonon yw ™ Aun [Hopayoyn: [...] ortoyeder oty eldleryn tng
OmOTOANG 0€ KABe TEPLoYN THS TOPAYWYNG, COUTEPIAOUPAVOVTOS TIGC GYECEIS UE TOVG
TEAGTES, TO OIKTVO TPOUNOeLTOV Kal T O10IKNGN TOV £PYOOTATIOD. XTOXOS THS €ival 1
evooudtwan lyotepns oavlpamvng mpoorabelog, Aryotepwv amobsudtwv, Aryotepov
XPOVOV OVATTOENS TPOIOVTWV Kl AIYOTEPOD YWPOL WATE Vo, EXEADEL vYNAY avTomokpion
otV OTOITHON TOV TEAATH, KOOMS TopayovIol mpoiovia vynANg ToI0TNTAS UE TOV IO
OTOTELEGUOTIKO KOI OLKOVOULKO TPOTLO.

Ta Baocwd otoryeia g Avtng [opaywyng eaivovral oty gikova 2. Bacwod ototyeio
elval o1 MyOTEPEC €10POEG MOV OMOLTOVVIOL Yo TNV Topaywyn (Aydtepa LAIKA,
eEAPTNUATA, UIKPOTEPEG TOPOUYMYIKES AEITOVPYIES, AYOTEPOG UM TOPAYWOYIKOS XPOVOG
ko). [TapdAAnia, aockeitor mieon yio mePIOCOTEPEG EKPOEG KO VYNAOTEPT OTOOOGN
(koAVTEPN TOOTNTO, VYNAOTEPO TEXVIKA YOPOKTNPIOTIKA, UEYUADTEPN TOIKIAMN
Tpolovtwv Ka.). 'Etol emrvuyydvetor peyoddtepn Kovomoinon meANTOV Kot diveTon 1)
gukalpio. GTOVG OPYOVIGHOVG VO KEPSIGOLV HEYOALTEPO HEPIdO Oyopds amd TOV
avtayoviopo (Katayama, H. and Bennet, D., 2006).
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Fewer Pressure for
resources higher perrormance

e ™y =
Resource Man ufacturing Output Customer
inputs system performance satlsfactlon

ngher
market share

Ewoéva 2. Ta Bacikd otoryeio tng Aig [apoaywyng
IInyn: Katayama, H. and Bennet, D., 2006

2.2 Baowéc Apyéc s Aveng Hoapaymyng

Ot Apyég g Aung Iopaywyng (ekdva 3) eivor evpemg AmOOEKTEG OO TOALNL GTEAEYM
™G O10iKNOoNG AEITOLPYIOV KOl TNG TOPAYMYNG Kol EXOVV EMTVYNDC EPAPLOCTEL OF
dapopovg kKAGdovg g Propmyaviag. Ot Womack & Jones (1996) oto Biprio tovg Lean
thinking: Banish waste and create wealth in your corporation, oavo@épovtal otn AEEN
Muda, n onoio onpaivel omatddn. Mo cvykekpéva, Muda eivor 1 ka0e avBpomivy
dpacTNPLOTNTO 1] OO0 ATOPPOPA TOPOLG Kol deV TpocBétet a&ia. Agv mpocBétovv atio
AGOn to omola yperdlovror dOpBmon, mEPITTA PpaTo OTIC O0OIKAGIES, TOpAY®YN
TPOIOVTIOV Ta omoia dev OEAel Kavelc, AOKOTES UETOKIVIIOELS DMK®OV Kot avOpdmwv,
dokomn oavopovy ouddmv epyaciog €mEWN KATMOW OpacTNPOTTO  EUQOVILEL
KaBvoTépnon Kot TEAOC TPOIOVTO Kol VANPEGIES Ol OTOIES OEV IKAVOTOLOVV TIG OVAYKEG
TOV TEAATN. AVTid0TO 6T GTOTAAN cOUEmva pe Tovg Womack & Jones (1996), sivor
Av Tlapayoyn n omoio kaBopilel Tic evépysieg mov Oomuovpyovv aflo yio kdbe
TEPIMTOON, GLVOEEL TIG OPACTNPLOTNTES YWOPIG O1OKOTES Kot oEAVEL TNV amTOO0GT TOVG
OMO KOl TEPIGGOTEPO. LVVONTIKG, €ivarl AT €neld| TpoPAAel TOV TPOTO LE TOV OTOLO
umopoHv vo. dnpovpyndovv mepiocdtepa e OA0 Kot Mydtepes amattnoels. Atydtepn
avBpomvn mpoomadeia, Aryotepo e£omAMopd, Aydtepo ypovo Kot ydpo. Emmpdcbera,
npoomafel vo KOVEL TN OOVAEWL TIO IKOVOTOWNTIKY] KOL TO OTNUOVIIKOTEPO, OEV
KOTOOTPEPEL OOVAELES GTO GVOLLOL TNG ATOJOTIKOTNTAG, OAAG ONpIovPYEl VEEC.
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05.

PURSUIT
PERFECTION

04.

ESTABLISH
PULL

LEAN
PRINCIPLES

Ewova 3. Ot apyég g Avmig Hoapaymyng
IInyn: https://theleanway.net/The-Five-Principles-of-Lean

IIpocoiopiouocs Aciog (Value)

To apywo onueio e Avmg [Hapaywyng etvan n a&la, avapépovv or Womack & Jones
(1996). H o&ia m omolo umopet vo kaBopiotel amd tov TeEMKO KATOVOAMT Kot £XEL
onuocio 6Otov ekEpdaletanr 6 oy€on Ue Eva TPOIOV 1 Hid LINPEGIN 1) OTOlN IKOVOTOLEL
TIC OTOLTNGELS TOV TEAATN, OE GLYKEKPIUEVT] TIUN Kol GLYKEKPIUEVO ¥pOvo. Q6T0C0, N
a&io dnpovpyeital amd Tov TOPAy®YO, TOV KOTOUCKELOGTN Kot Yio TOAAOVS AOYoug elvat
dvokoro vo kaboprotel. T va yivel avtd, ol EMYEPNCELS KOL OPYOVIGHOT TPENEL VoL
avafempnoovy Kot e KoBapn ONTIKN, VO dOLV Tl TPAYUOTIKE ¥PELOLETOl KOl OV
onuovpyeitan a&ia.

Kobopiouog Pong Aliog (Value stream)

H pon a&log eivor pio 0éoun dpactnplot)tmv 1 omoio amotteitor yioo va @Epel Eva
TPOToV M pi vanpecion ota ¥EP TOL TEAATN, UECH TPUOV PACIKAOV S0IKNTIKOV
Oepdrov. Tng enilvong mpoPfinudtov amd 1t oyedioon &vog mPoidoVTog HEYPL TNV
napoywyn tov. Tng owyeipiong g mAnpogopiog amd v mopoyyeAic pExpt v
TapAdooT £vOG TPOIOVTOG Kol TEAOG TNG UETATPOTNG TV A VAGV o€ TeMK TTpoidv. O
kaBopiopdg Aowmov g pong a&lag givon to emdpevo Prpo g Lean griocoeiog, oto
omoio ovvnBmg o1 emyEPNOELS omAvio €0TILOVV Kol oYeddvV Tavta gpgavitovv
tepbotio peyedn omatding (Womack, J. P. and Jones, D. T., 1996). O opyavicpdg ctov
0Tto{0 M CLVEXNG CLUUETOYN OA®V TOV EVOLOPEPOUEVOV UEADV, dNUovpYEl Eva Kavall
Y T0 6OVoAo NG pong adiag eEovdetepdvovtag Kabe poper| omatding, eivar avtdg o
omoiog ovopdalovpe Lean opyaviopd. Anmovpyovtag éva Lean opyaviopod, amotteitot
évag véog TpOTOG okéyng, dtapavela o Oha ta Pripata e pong a&iag, £T61 MoTE o1
CLUTEPLPOPEG KOt GYECELS OAMV OGMV GUUUETEXOVV VoL SLETOVTOL At TNG PACIKES apyES

¢ A [Hapoaymync.
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Anovpyia Loveyois Pong (Flow)

H 1pitm Paocum opyn g Aumg IHopayoyng eivar m dnuovpyio cvveyovg Kot
elevbepng pong. Tlpémel va amoeedyoviol 1 Vo HELOVOVTOL Ol OLPEG KOl Ol HEYAAESG
TopTidES, OTWG Kot To EUmHOLa oL Tapovstaloviat oty Tpoondeia avtr). H elevBepn
pon omoutel peydAn opactnpiotnta mpoetopaciog (Bicheno, J., 2009). Méocw g
e€doknong Kot TG EKTOIOEVONG, 1 TPOETOWACIO LT HTopel va yivel cvvroun, M
aAlayn epyodeiov pmopel va yivel ypiyopn kot okping yio TNV TOPAY®YN TOL
emopevov mpoidvioc. 'Eva mpoidv umopel vo oAokAnpwBel omoteAeopoTiKg Kol UE
peyodotepn akpifeta, 0tav amd v A VAN PEXPL TO TEAKO TPOIOV, 1| PO TOV EPYUCIDOV
etvar ovveyne. Ta mpdypata dovAehovv KOADTEPO OTAV VTAPYEL EGTIOGCT GTO TPOIOV,
TopPA GTOV OPYAVICUO M TOV EEOTAICUO. XVVETMG, OAEG Ol dPOCTNPLOTNTEG TPEMEL VL
oYEOOOTOVV £TG1, MOTE VO TAPEYETOL GLVEYNS pon Tpoidvtog (Womack, J. P. and Jones,
D. T., 1996).

EX¢n (Pull)

XOoupova pe tov Bicheno, J. (2009), to ovotmua mopaywyng €AENG onuaivel
aVTOTOKPION OTIC OMOLTNOELS TOV TEAATN Kot Oyl vrepmoapoywyq. H mpot opatn
CULVETELDL PETA TNV OAAOYY| amd TIG HEYAAES TOPTIOES OTIC OUAOEG TPOIOVIMOV Kot TN
ouveyn pon, eitvat 6Tt 0 aAmATOLUEVOG YPOVOG Yol TV TOPAO0CT GTOV TEAATY| LELDVETAL
dpapatikd, avagépovv ot Womack & Jones (1996). EmumAéov, ta cvotruata Lean,
UTOPOLV Vo TopAEOVV G€ 0TOL0dNTOTE GLVOLACUO £va. TPOIOV To omoio PpickeTal oM
TNV TOPOY®YN, MOTE OMOWONTOTE OAlayn otn {ftnon vo pmopel vo tkovomomet.
2NV TPAYUOTIKOTNTA VITAPYEL 1] OLVATOTNTA VO GYESOOTEL, Vo TapoyOel, avTd akpPmg
T0 TTPOTOV oL (NTé 0 TEAATNG TN OTLYUN OV TO {NTAEL, KOl £TCL OEV VTLAPYEL 1 AVAYKN
Yo TPOPAEYN TOANCEOV Yot amAd mopdyeTon 0Tt 0 meAdng yperdletan. ‘Etot, o
TeEAITNG €AKEL TOL TPOTOVTA OVTl TOL TPOTOVTA VoL wB0oVVTAL GE OV TOV.

Terciotnta (Perfection)

Kobnhg ot opyavicpoi Eekivovv va kabopilovv Tt etvan aia, va yaptoypagohv ) pon|
a&iag, va dnpiovpyovy Prpota ta omoio tpocsBitovy aio Kot emTpEmOVV TV EAeHOEPT
pom, Vo EMTPEMOVY GTOV TEAATN Vo €Akel aflo omd TOV OPYOVIGUO, 1 TEUTTY Kot
terevtaia apyn e Aung [Hoapaywyng n tekedtro, dev potdlel va eival Amootrn Wwéa
(Womack, J. P. and Jones, D. T., 1996). H teAeidtro dev onuovel povo undév
eEMOTONATIKG. Xnpaivel Tapadoon oTov TEAdTN avtd mov akpPog ypeldleTor ™
oTlyun mov ypewdletal, o€ Olkoun TN, HE TV Aot omatdAn. [ivetal ypiyopa
avTIANmTo, 0Tt ot mévie avtéc Paocwkés apyés g Awng Ilapoaywyng, oev elvon
dradoykég, mapd éva ateleiwto Ta&idt cuveyols Pertioong (Bicheno, J., 2009).

13



Lean Manufacturing

2.3 Okto popeéc omataing (8 Lean wastes)

‘Eva and ta Pacwd ovtikeipeva e Awng Topayoyng eivar o kabopiopodg kot m
ATOPLYN TOV JPUCTNPLOTHTMV Ol 0TOoieg OV TPOGAIdOLV Kapio aio TNV TAPUYWYIKN
dwdwaocio (Jasti, N.V.K. and Kodali, R., 2016). Zoppwva pe tov Ohno (1988), n
onatdAn pmopel vo ta&ivoundei oe entd katnyopiec, ol onoieg eivat: vrepmapaywyn,
OVOLOVT), (OKOTIN WETAKIVIOT, HETOPOPES, TMEPITTEC KOl OKATOAANAEG Stodikaocies,
mepttd@  omoBépato Kot EAMAaTopatikd mpoidvta. EmmAéov, or mo ovyypoveg
TPOCGGEYYIGES OVOPEPOVTAL GE O ETMAEOV HOPQOY| OMOTAANG, TO OVOEIOTOINTO
avBpdmvo dvvakd (eikova 4), KabOC Kol 6€ HOPPES OTATAANG OTwG: TAsovalovoa
TANPOPOPIOL KO EMKOVOVIO, OKOTAAANAG GULOTAUOTO, VEPO KO EVEPYELD, QUOIKOL
TOPO1, GTATAAN YVMOOTG, SLUKVUAVOELS KOL.

DEFECTS OVERPRODUCTION WAITING UNUSED TALENT

TRANSPORTATION INVENTORY MOTION EXTRA-PROCESSING

Ewova 4. Ot okt®d popeég oTaTaANg
IInyn: https://theleanway.net/The-8-Wastes-of-Lean

Yrepropaywyn (Overproduction)

2oppova pe tov Ohno (1988) n vrepmapaymyn elvar n kKoptdTEPN Amd OAES TIG LOPPES
onatdAng kou givor n pila yio moAAd mpoPAnuata kol dAiec omatdiec. [Hapdyer mapa
TOALG, TOAD Vopic. Zkomdg elvar va Tapdyels akpimg 0Tt ypetdletal, Oyt TEPIGGHTEPO,
o0te Myotepo, okpPdS T oTiypn mov ypewdletor otnv KoAvtepn mowdtnto. H
VIEPTOPAYMYT amoBapphvel TNV EAeLOEPT POT TPOIOVIMV 1) LANPECIOV Kot 0dnyel o€
avénpévoug ypovovg mapadoong otov mehdrtn (Bicheno, J., 2009). EmmAéov, €&yet
apVNTIKY €midpacm otnv Kivnor, kobmhg amoutel kivnon mpoidoviov to omoio oev
yperdloviar auecsa. Xvvnwg 1 vrepmapaymyn AaUPAvEL XDPa, Yo Vo OTILLOVPYNCEL £Vl
aloOnuo acedrelng, oAAG TeEAMKG TopAysl €KPoEC Ol omoieg dev yperdlovion. Xe
avtifeon, n mopaywyn EAENG Pondd onv TPOANYN TNG VIEPTAPUYWYNG KOl EMTPETEL

NV TOPpay®yn LOVO OGMV OTOLTOVVTOL.
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Avouovy (Waiting)

H dgvtepn mo onpovtikn HopeY| 6TaTdANG, £Vl QDTG TNG AVALLOVIG KO TOV YOLUEVOL
xpévov. Eivor dueco cvvdedepévn pe v eredbepn por mpoidvimv Kot LANPECIOV.
2mv Toyota cképtoviatl 4Tt ot dvBpwmol £x0vv TOAD KaADTEPA TPAYLOTA VO KAVOLYV,
amd TO VO TEPIUEVOLV ML Unyavr). ZkEWYN 1 omoio €xel HEYOAN YPNOYWOTNTO OTIG
vanpeciec, O010TL MOAAEG @OpEG amalteitol amd Tov TEAATN VO TEPUEVEL. ZTNV
Bopunyovia, kdbe otiyun mov €va avtikeipevo potdlel vao unv Kwveitor, M vo punv
npocBétel aéia, eivan £voelén onatding (Bicheno, J., 2009). H avapovn etvar o £x0pog
g elevBepng pong. Eivar modd duckoro va expndeviotel, oAAd 6 6TOYOG Yio undevikn
avapovr] mpénel vo mopouével. H avapovr] €xet otevr] oyéom pe TtOvG YpOVOLG
TAPASOCTG KOl GUVETMG LLE TNV OVTOY®OVIGTIKOTNTO KOl TNV 1KOVOToinon tov meAdtn. H
otévoon (bottleneck) mov mopovcidletal o o Agttovpyion TOV TEPIUEVEL, amoTeEAEl
onatdAn. H omoteleopotikny dwayeipion t@vV oTEVOGE®V GTOVG YPOVOLG, UTOPEl va
EMOPACEL OMOTEAECUOTIKA GTNV TOLOTNTO KO TV TOPAYOYIKOTITOL.

Kiviyon (Motion)

Ov doxomeg KWWNOELS, €lvol O EMOUEVOG MO ONUOVTIKOG TOMOG OMOTAANG Ko
avaQEPETAL TOCO GTOVS avOPMOTOVG, OGO Kot 6T O1dTan TOL YMOPOL EPYNCiag M TNG
gykatdotaons. H avOpomvn dSwdotaon oyetileton pHe TNV ONUOVTIIKOTNTO  TNG
gpyovopiog Yo TOWOTNTO KOl TOPAYOYIKOTNTO KOl TO HEYOAO TOGOGTH YPOVOL TOV
onataloOviol o€ kiBe oTabud gpyaciog, Adym kakng yopodidraing. H epyovopia tov
YOpov epyaciag Oev elvar poOvo BEpa epyactokng Oeoviohoyiag, OAAG €xel kot
owkovoutkd avtiktvomo. Xtnv Toyota, yvoot) ywo v moOWOTNTE TNG GTOLG YDPOVG
gpyaciag, 6AoL ot epyalOUEVOL £XOVV EMYVMOGOT TOV EPYUCLOKMOV GLVONK®OV, OCTE Vo
GLVEICQEPOVY GE LTOV ToV TOTO omatding (Bicheno, J., 2009). EmmAéov, onjuepa n
omatdAn Kvnoewv givar B€ua vysiog ko acedieiag. H kaxn ddrtaén tov epyaciokon
YOPOL, OOMYEL O WUIKPEC GOKOTMEG HETAKIVAGELS. AVTEC Ol UETOKIVIOELS GLYVA
emovaloppavovior ToAAEC PopEG PECH GTNV MUEPD, YMPIC KOVELG Vo TIG TOPATPNOEL.
‘Eva gpyoieio g Aumg [Hopaymyng to omoio pmopel vo KOTOTOAEUNGEL T GTATOAN
Kwnoewv givor ta 5S, Ta onoia Tapovctdlovtal TapaKATE.

Meragpopég (Transportation)

21c petapopés emiong speavifovrar eoawvopeva omatding. Kdébe kivnon vlkov 1
TANPOEOPLOV €lvarl omaTdAn, M omoio dev pmopel moté vo, e&aherpbel TAPwS, ALY
umopel pe v mapodo tov ypoévov va meploptotel. H mbBavomro {nuidg ko n eBopd
TOV VMKOV, €ivor ovoloyikn pe Tov aplfud TV HETOQOPOV KOl TOV AELTOLPYIDV
owyeipiong towv vakov. H doxonn petapopd vAIKOV emnpedlel v molOTNTO KOt
napayoyikoétta. Ot petapopés o pmopovoay vo cuvdedovv e v emkovovia. Otav
0l amooTAcelg sivor peydAec, m emkowovia amoBappvvetal kot To Bdpo eivor m
mowdtnta  (Bicheno, J., 2009). Xt Puoopnyovio kot v mwopoyn vANPEciag, 1
avatpopodotnon (feedback) otnv Kakn motdTTA £XEL AUEST GYEON UE TNV OTOGTOOT)
petagopdc. Eivatl yvooto, 01t yuo Behtiopévn modtnta ot Popnyavia 1 Tig vanpecieg,
oL ympol epyaciog tv cvvepyaldpevov opddov mpémel va Ppiokovtar kovtd. [Ma
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TOPAELYLLOL, TO CYESOOTIKO YPOaPelo TPEMEL Vo fPIOKETAL KOVIA GTNV TOPAYWOYT, OOTE
N oandoTAoN EMKOWVOVING Vo gival Pikpn, KaBdg eivat dvo tunfpata Tov cvuvepydlovral
dueca. Ivetar edkoha avtiinmtd, OTL T0 GLYKEKPIUEVO €100¢ omatding Ba mpémel va
napokolovbeital. Qo mpémel vo mopaKoAOVLOEITAL 1) PO KOl Ol OOCTAGELS 7OV
SLVOOVV T VAIKA, Ol TANPOPOPieEG ALY KOl Ol AvOP®TOL, MOTE VO, TEPLOPLOTOVV TO.
Brinata Ta omoia dev TpocsBEétovv aéia.

Lepittég i axotaAinies diadikaaies (Overprocessing)

H mepirt drodkoacio mapopoldletol e T0 “yYpnoiuomold Eva apopl yio Vo oreow Evo,
Kopvol”, OTMG yapakTnplotikd avoaeépel o Bicheno (2009) oto PBiprio tov The Lean
Toolbox. v 1010, katevBVVoN givon Kot N €KOVa EvOG HEYAAOV aEPOTAGVOV, TO 0010
YOPAEL TOAAOVG emPdTec Kol HmOpel Vo OVOGEL HEYAAES OMOGTAGELS, OAAQ
yxpnoonoteitor yioo vo e&umnpetel Tomkd pKpd SpopoAdYle. XTIV TOpAy®YY|, Mo
LEYAAN UMYOVT] OVTL TOAADV HKPOTEPOV UNYAVAV, OTOBaPPOVEL TO YEIPLOTY], 0ONYElL o€
mieon va SovAedeL n unyavi 660 o GLYVA yivetar Kot Oyl 0mote ypetdleTon Ko Balet
QPOYLOVG GTO YeVIKO OKOTO Yo gveMéia tov pnyovav. EmmAéov, odnyel oe Kok
YOPOSATALY), TEPIGCOTEPES UETOPOPES Kol KOKN emkowvavia. [davikd, Oo mpénel va
YPNOLOTOLOVVTIOL Ol MKPOTEPES UNXAVEC, KOVEG VO TAPAYOLV TIC OITOLTOVLEVEG
mocdTNTEC Kol va givon Tomobetnuéveg exel mov mpayuotikd ypsralovror. H ypnon
UIKP®OV KOl EVEAIKTOV UNYOVAOV: o) omoutel €ukoAdTEPT cvvtipnon, B) Ponda v
amoPLYN| OTEVOGE®V Kol ) Peitidver v eiebBepn pon. Emmpodcbeta, m ayopd
LIKPOTEP®V UNYAVAV GUYVOTEPX, OVTL LG LEYOANG unyovig omavidtepa, fonbd oto va
elvar 0 g£omMopdg texvoroyiKd mo cvyypovos. Ot axkatdAAnieg dtadikacieg emiong,
ava@épovtol oe pNYovEG M dlodlkacieg ol omoleg Oev €ivol TOLOTIKGL 1KOVEG Ko
TOPAyoLV EAUTTOUATIKA TPpoiovTa. ['evikd, pa tkavh dwadikacio omaitel coot nébodo
Kol EKTaidgvoT), Kabmg kol EEKAOUPES OMAITNGELS TPOSAYPUPDV.

Amobéuora (Inventory)

o va Aertovpynoet o Popnyovio yopis kaboAov amoBépata powalel amibavo,
®otoc0 to. amofépata givor xBpdg ™ moldtNTOg Ko mapaymytkdttoag. To peydio
arobépata avédvovv touvg ¥pdvovg mapdooons, Eumodilovy 1o ypryopo kabopioud TV
TPOPANUATOV Kol amaltovy yMPO Kol xpripe yio tn dtatinpnon tovs. Ta cvotiuarto
®0Onong (Push systems) cuvn0wg nyovvtar avtg g onatding (Bicheno, J., 2009). Ta
amoféparta yopilovrar oe Tpelg katnyopies: a) g A VAeg, B) TG epyacieg oe eEEMEN
(work in process-WIP) kot y) ta tehkd mpoidvta. H dmapén ko tov 1pidyv amoteAel
OTATAAY, UE OLPOPETIKEG outieg Vmapéng kol TPOTOLS avTieET®TIoNS. Ta amobépata
TEMKOV TPOIOVTOV TOAAEG QOpEG €lvol omapaitnto, OCTE VO OVIIHETOTILOVV TIC
dtakvpdvoelg ot {on, ootdco ta TAeovalovta arobépata amotelobv onatdin. Ta
amobépata A VAOV UmopovV Vo €IvVOl OTOTEAEGUOTIKA GE TEPITTMOT JLOUKLUAVOEMY
moldtToc 1N avaSlomotiog Tov Tpoundevtdv, evd ol gpyaocieg oe eEEMEN eivan
amopoitnTo o€ KAOE TEPITTOON VAL ELUYLGTOTOLOVVTOL.
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Eiattauara (Defects)

AxorovBovtag ™ Alota tov Ohno (1988) 1 tedevtaio Kot TOAD OMUOVTIKY LOPON
onatdAng etvar avt) TV ehattopdtov. Ta elattdpota kootilovv 1660 Gueca, 6060 Kot
paxponpodBeoua. ‘Eva  ghattopatikd mpoidv  kootilel eomtepwkd o QUpEC,
enavekatepyaoio, kabvotépnon, evd KooTilel Ko eEMTEPIKA GE EYYVNOELS, EMOKEVEG
aALd ko mbavég anmieieg melatdv. 'Etol, Pacikdg otdyog Kabiotatal 1 TpdAny”n Kot
oYL M aviyvevon TV EAATTONATIKOV Ttpoidvtov. H grhocopia tg Toyota givor 6t éva
EMUTTOUATIKO TTPOTOV TPEMEL VAL ATOTEAEL TPOKANON Ko gvkaipio yia Bertioon, kot oyt
KAt pe To omoio mpémet va, supPipactode otov dvoua TG Kakng dtoiknong (Bicheno,
J., 2009).

Avaciorointo avBpamivo ovvouiko (Unused Talent)

Ol oveKUETAAAEVTEG TKAVOTNTES KOL 1) ONUIOVPYIKOTNTO TOV VTOAANAW®V OVOPEPOVTOL
OT OMOTAAN TNG O0BECIUNG YVOOTG, EUTEPIAG Kot OEEIOTNTOV TOV VITOAANA®VY, LECH
™G UN COGTAG TOTOOETNONG TOVG GTO KOTAAANAO TUNWO 1) TNG OKOTAAANANG avdBeong
epyaciog (Mostafa, S., Dumrak, J. and Soltan, H., 2015). O Ohno (1988), avapépet 6t
o10)0¢ Tov Toyota Production System ftav va dnpovpyncel GKETTOUEVOLG AvOpDOTOVG.
‘Etot, kKot avth 1 Hop@1| OTOTAANG cuvoetat aueca pe ) Alota tov Ohno (Bicheno, J.,
2009). Ta tehevtaio xpoOvVia YIVETOL OVAPOPA, GE AVTOJIOIKOVUEVES OLADES EPYOTTOG Kot
o1 OOVOUN TG XPNONG NG OKEYNS OAMV TMV VIOAANA®V Kot Ol LOVO TOV CTEAEXDV
ototknong. Qo1660, o1 avlpmdmveg duvotdtnTeg dev ypetdlovtar pOvo ameAevfépmon.
Xpetbletor emmAéov  emkovovia, OEC0UELON Kol LIOOTNPLEN, KOLATOLPO KO
EUTIGTOCVVT] KOl TOAD BOotkd, EKTOIOEVOTN KO ETUOPPOOT.

2.4 O¢épora HRM ko 0pyavooloKNg KOVATOUPES KOTG TNV £@oppoynq Awvtig
Hapayoyng

2opeova pe tovg Bhamu er al., (2014) n oxéon peta&h opyovocslokig KOLATOHPAS Kot
™m¢ epappoyng Avmg IHopaywyne eivar moAd egvaicOntn. AloQopetikés ydpeg £xovv
OLPOPETIKEG cLVNOELEG Kol KOVATOVPO, OLOPOPETIKOVS TEAATES Kol Babud avamTuéEng,
OLOLPOPETIKY EPYOCIOKT TOALTIKY], HIGOOVG Kol TIHES TPOIOVTWV. XOPAKTNPIOTIKA OTMG
TOL TOPATAV®, TPETEL VoL AAUBAVOVTOL LITOYN OO TIC ETALPIES, KATA TNV EQPOPUOYN TNG
Avmg Hopayoyne. Tétoleg dapopég kovATOVpag, oxeTiloviol HE TNV E€0MTEPIKY
avtiotaon kot tn dextikdotnTo otnv aAlayn (Delgado, C., Ferreira, M. and Branco,
M.C., 2010). Mepikég amd TIG TO OTUOVTIKES OPYOVOCLOKES TPOKTIKEG TOV VIoBEeTEl N
Av Topaymyn eivar n meBapyio Kor o ELeYX0G, M oLVEYNG EKTAIOELON, N EpYacia
Baociopévn o opdoeg, 11 GUUUETOYN Kol 1 EVOLVAUMOT TOV EPYOLOUEVOV, 01 TOAAATAES
0e&l0TNTEG KOl 1 TPOGUPUOCTIKOTNTA, Ol KOWEG afleg, TO GLOTAUATO KIVATPOV Kol
apolmv, N eUmoTocLVY, 1 déopevon kot 1 emkotvovia (Olivella, J., Cuatrecasas, L.
and Gavilan, N., 2008). Xtov mivaxko 1 @oaivoviol Kémolol amd Tovg O CNUAVTIKOVG
napayovteg HRM mov oyetiCovrtan pe v epapuoyn Armg Hapaymyns. H opyovooioxn
KovAtovpa glvar 1 PAom Yo OAES TIG GUUUETOYIKEG dPAGTNPLOTNTES, OTMOS KOl Yo TNV
emtoyn kot Prooun epapuoyn Lean (Liker, J.K., 2004). Onwg oe kéBe ailayn, €161
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kol ot Av Topayoyn, arotteitol yvoorn Kot eknoidgevon. Lopeova pe toug Storch &
Lim (1999), n amoteleouatikry Asrrovpyia g @riocooiog Lean, omottel kabapn
emkowvovia, oyt LOvo HETOED TV AEITOLPYIKOV HOVAO®V, OAAGL OA®V TOV TUNUATOV

™ ponig aiag.

KovAtovpa AvaTpo®oddTnoT amddoong
Aéopevon [ToMtikég & AvdmToén
Emoyn mpocomikov & ekmaidevon Avantuén epyalopévav
Emxowavia Hyeoia [Towdttag

High Performance Working Systems [ToAvAettovpyicég opadeg
I'vooeig yopw amd ™ Aqyn ano@dcemv PoLot ko kabrjkovta

[Tivaxog 1. Znuavtikoi mapdyovieg HRM yio tnv emroyn epappoyn Avmg Hapoaymyng
IInyn: Bhamu, J. and Singh Sangwan, K., 2014

2mv €pguvd toug ot Bortolotti et al., (2015), avadeikvoouy 10 SNUOVTIKO POAO TNG
0PYOVAOGIOKNG KOVATOVpOG Kol Twv “soft” mpaktikdv Lean mov €yovv va Kavouv e
TOVG aVOPOTOVS KAl TIG AvVOPOTIVEG GYECELS, OTWG 01 OPAdES eMiAvoNg TPOPANUdTOY, 1
EKTTAIOEVOT TOV TTPOGMTIKOV, Ol GUVEPYUGIEG LUE TOVG TPOUNOEVTES, OL GYEGELS LUE TOVG
TeEMITEG Ka., Yoo TV emtuyn epappoyn Armg Iopayoyne. Ta amoteAéopato TG
€peuvag KataAnyovv, OTL ot “soft” ouTEC TPOKTIKEG Kol TO YOPOKTNPLOTIKE TNG
0PYOVMOIOKNG KOLATOVPOS EIVOL GTPATNYIKOL TAPAYOVTES TOV KAVOLV T1| S10POPa GTNV
epapuoyn Lean. Téhog, 10 GpBpo mpoteivel Otav €vag OpyovVIGUOS OavTILETOTILEL
dvokoAieg oy epappoyn Lean mwpoxTikdv, vo unv €nevovel POVO GE TPOKTIKEG Ol
omoieg mEPIAAUPAVOVY AVOALTIKA Kot TEXVIKA epyoAeio PEATimoNg TV TOPAYOYIKOV
cvotnudtov (). otatiotikdg €heyyos, Kanban ktA.), aAAd va avoAdovv Kot Tig
GUVONKEG OTNV OPYOVMGLOKT KOVATOUP KOl VO, ETEVOVOVV GE TPOCTADEIES KOl OTIG
“soft” mpaktikég Lean. EmmAéov, o Bhasin (2013), kataAnyst oto dpbpo tov “Impact of
corporate culture on the adoption of the Lean principles” 0Tt 01 opyavicuol ypelaletot
Vo V100eTOVV TPOANTITIKEG OpAGELS MOTE Vo feATidVoLY TO Pabud epapuoyng g Altng
[Topaywync, ot omoieg £XOVV Vo KAVOLV LE TV 0PYOVOGLOKT KOVATOVPO, OTMG:
- Ikavn emowvovia. Bpébnke oty £pevva TV ENTA peEAET®V TEPimTOONS TOV APOBPOV,
OTL dev VIPYE EvePYN aKkpOAGT), KATL TO omoio vrédelse 10 S0% epyalopévav.
- Aev vdpyetl povadikn cvvtayn enttvyiog. Kébe opyaviopdg Eexivd to Lean ta&idt tov
Ao OLOLPOPETIKT APETNPin, VIO SLOPOPETIKEG GUVONKEC.
- To Lean ogev &ival éva oet amd epyoreia, TeVIKES Kol TPakTkEG. Eivar pior oMotk
TPOGEYYIoN, N omoia Eemepvael T epmodia, oev kaBodnyeitoar pOVo amd TN AELTOVPYIKN
amod001), dAAE TPOGAVATOAMEETOL GTOV TEAATN KOl TO LEALOV.
- To Lean mpémetl vo, avTIHETOMOTEL OC Lo LOKPOYPOVIO OEGEVOT] Y1 TNV EMLTELEN TOV
TEMKOV GTOYOV, VO OVTILETOTIGTEL G PLAOcOPiaL.
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2.5 lpoaxtikég kon gpyoreio Avtig Mapayowyng

Tig televtaieg dekaetieg moAlol opyavicpol mpoomadobv va viobeticovv ™ A
[Mopaymyn. Amotélecpo avtg TG TpoomdBelag eivarl 1 avanTuEN TOAGDV epyareimv
kot TpokTikdv Lean, evd véa epyaieia cvveyiCovv va epeavifovtal. Mepikd amd ovtd
ta gpyadeio ko mpaktikég eivar ta 5S, JIT, kdtropa (keid) mopaymyng, TPM, ta
ovotiuata Kanban xo. [ToAAd amd avtd to epyoieio xpnGUYLOTOOVVTIOL GE GLVOVAGHO,
vy TV emrvyia BEATIOTOV AmOTEAEGUAT®VY. XTOV Tivako 2 TapovotdleTal (o cuvoyn
TOV PACIKOV EPYOAEIDV KOl TPAKTIKOV TOL GLVOVIOVTOL 6T PAoypagio.

Vsm SMED

Just in Time Avantuén [pounbevtov

Kanban/ pull Ontkog éleyyog (Andon)
5S Svppetoyn Epyalopévav
TPM Poka Yoke

Kaizen Tvmomoinon

Jidoka Keld mapaymyng

2T0TIOTIKOG EAEYYOG

[Tivakag 2. Zovoyn epyaleiov kol tpoaktik®v Artig [apaymyngs.
IInyn: Bhamu, J. and Singh Sangwan, K., 2014

[ToAAG epevvnTiKad dpBpa mapovcsidlovv ddpopa epyoreion Kot TPOKTIKEG TG A1TNG
Mopaymyng. Mepucol amd Tovg epevvnTéG £X0VV TPOGTAONGEL VO S1|LLLOVPYHCOVY TANPN
Mota epyaAeiov Kot TPAKTIKOV To, omoio cuvavtdvtol ot BipAtoypagio. Evisiktikd, ot
Shah & Ward (2003) xaBopioov 21 mpoaktikég Lean, ot Anand & Kodali (2009)
deEnyayav Piproypaeikn épevva kol katéAnéov og éva mlaiclo pe 69 otoryeio g
Avng Topaymyng, evd ot Nordin, Deros & Wahab (2010) ta&wvouncav to epyaieio
Lean og 5 xoatnyopieg: a) Swocikacieg kot e£0mAMopUOc, P) oxedlacudg Kot EAEYYOG
TopAYy®YNG, Y) Oloiknon avlpomivov dvvoutkov, 0) oYECES UE TPOUNOELTEG Kot €)
eotiaon otov weddtn. To 2007 o1 Shah & Ward kaBopioav 48 mpaktikéc/epyareio yio
VO TTOPOVCIACOVY TO AETOLPYIKO TAaiclo YOopw amd 1t Aun IHopayoyn xot
Katnyoplomoinoav avtég T1g TpokTikés e 10 opdoeg. Ot Tpelg opddeg mepthappdvovv
TOVG TpouNBevVTEG, pio PETPAEL TNV GLUUETOYN TOV TEANTMOV, Kol Ol VEOAOmeS €61
eomTeEPIKA Bépata tov opyavicpov. Ot 10 avtég opddes, amOTEAOVV TN AELTOVPYIKN
mievpa g Lean @rhoco@iag kot mapovsialovior otov mivako 3. Mo dmoym, OTmg
avt tov Khusaini et al., (2014), o1 onoiot die&nyayav Epevva yioo v epapuoyr Lean
gpyoreiov ot Popnyovia tpoeipwv kot motdv ¢ MoAaiciog, ovoaeéper 0Tl M
epapuoyn Lean epyareiov dev givor tOco gbkoAn otn Prounyavia petamoinong 6mmg
elvat oty avtokwvntofopnyavic 1 ) fropumyovio NAEKTPOVIK®OV EW0MOV. ZOUGOVO. LLE TO.
amoTEAESUATA TOVG, M Propnyavia Tpo@ipwv kot Totdv dev givarl axoun Lean, KaBodg
oNUavTIKA epyadeia 6mwg n yaptoypdoenon pong a&iag kot to JIT dev epapuolovrol o
avtéc. Avtd umopel va ovuPaiver, efoutiog g doug g eOong ™V &V Ady®
Bropnyaviag. Qotd60, LEAPYOVY AAAEG EPEVVEG TTOV AvAPEPOVY, OTL deV €ivol adVVATO
yw ™ Prounyavio tpo@ipmv vo emm@eindel amd v epappoyn epyoreiov AT
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[Topaywyne ko 0Tt 1 epapuoyn Lean epyoieiov Ko TpokTik®V givol KOTAAANAN Yo
mv ev Ay Popnyavia (Lehtinen, U. and Torkko, M., 2005). Ztv mapovoa epyacia,
nmapovctalovior pepikd Pacikd epyoieio ko mpoaxtikés Lean, xkabmdg dev gival to
HOVOdIKO OVTIKEILEVO NG, OAAL M TpooTabelo TG GLVOAMKNG KoTavonong ¢ Lean
Qrocopiog otn Prounyavic Tpoeipmv kot wwotepa TV EAAvK.

SVUPETOYT TEAUTAOV

[Tapoyn avaTpopoddTnong 6tovg TpounfevTtég
[Tapdooon JIT and tovg TpounBevté
Avantuén tpoundevtadrv

Hopayoyn €Adng

ElebBepn pon|

Meimon ypOvev TPOETOLAGING TOV UNYAVAV
Ol mopaymywkn cvvtpnon (TPM)

. 2TOTIoTIKOG EAEYYO0G SLOO10KOC DY

10. Zvppetoyn epyalopévav

XN A WD =

[Tivaxog 3. Ot déka opddec towv mpaktikadv Artng [Hapaywync kotd tovg Shah & Ward
IInyn: Shah, R. and Ward, P.T., 2007

Xaptne pong ociog (Value stream mapping-VSM)

‘Eva amd ta mo onuavtikd epyareio g Avmg Iapaywyng ivoar o xaptng pong aéiog,
0 omoiog xaBopilel kol peidvel Ta AdON, TIC AMOAELEG, TOVG YPOVOLS OVALOVIG, EVHD
TOPAAANAQ EVIGYVEL TNV TTOLOTNTO TOL TPOIOVTOG EANYICTOTOLEL TO TOPAYWYIKO PioKO
Kol HEWMVEL Ta KOGTN o€ pokpoypovia faon (Dadashnejad, A.A. and Valmohammadi,
C., 2018). O yaptng pong a&iag (VSM), evromilet Ta onueior OTOV VITAPYOVV OTOAELES,
BonBd ot MY COOGTOV ATOPAGE®V KOl TNV ETA0Y TOV KOTAAANA®V nebddwmv Kot
epyodreiowv Lean pe otoéyo ) Pertioon. Zoppova pe 116 opyés g Awrng [Hoapaymyng, n
yoptoypdonon pong a&iog odnyet oy mBavoTTa Vo KaBop1oToHV 01 dpacTnpLOTNTES
mov mpocBétovv alla. H yaptoypaenon g pong aflag pmopel vo opiotel ¢ to
OTOTEAEGLO TOV OPUCTNPLOTHTMV TOV OITALTOVVTOL Y10 TO GYESOGHUO KOl TNV TOPOY®YN
evog mpoidvtog N v mapoyn pag vanpesiog (Erlach, K., 2010). TTapovoidlel pua moid
amoteAecuatikn  UEBodo omTiKomoinong Kol avdAvong TG TOpUy®YNG Kol NG
€POOIOCTIKNG OALGIONG GLUTEPIAOUPOVOUEVOV TNG PONG TOV VAMKAOV OAAL KOl TV
minpoeopidv (Rother, M. and Shook, J., 1998). Xpnoiuomoteitor apywd ywo vo
kabopioet, va avadeiEel kol va peiwost-eEaretyetl ) omatdin (Seth, D., Seth, N. and
Goel, D., 2008), kaBdg emwiong Kot vo dSNUIovpyNoEeL pia eEevBepn por GTIC TAPUYOYIKES
owdwaoieg (Marchwinski, R. and Shook, J., 2003). To VSM mapovcialetl dwitepa
yopaxTnpoTikd. Zopeovo pe toug Kilpatrick & Osborne (2014), to VSM eivon oyetika
véa mposnkn oty opdda twv Lean gpyoieimv. Eivor moAd ypriowo epyoieio yio
MyM amopace®mv Kol ToV KaOopioHd £vOg KOAOD 0pyLKoy GNUEIOL Yo TNV €QOPLOYN
Lean mpoktikdv. Ameikoviler OAeg TIG OpacTNPOTNTEG OV AOUPAVOLY YMPO Kot
oyetiovtar pe éva TPoidv N Pio VINPEGIA, Amd TOV TPOUNOELTN UEYPL TOV TEANTY. Z€
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po PLOpmyovikn epyKOTAGTOOT) GVTEG Ol dPACTNPLOTNTEG TEPIAAUPAVOLV TNV OTOGTOAT,
OVOLLOVT), GUCKEVAGTO, EAEYYO, ETOVOKATEPYOCIEG KOl OAES TIC CVTOLATOTOINUEVES 1] OYL
depyaciec. H xopua epdmon yw kdbe Ppa mov ameikoviCetor oto VSM eivau:
[IpocBétetl to kaBe Prpa a&io 6To TEAKO TPOIOV, OId TNV OMTIKY TOL TEAATN; AVTA M)
gpMTNOT 00NYEl 0TO YEYOVOS, OTL KAOE Prpa TPEMeL v avEAVEL TV ATOd0TIKOTNTO 1) VL
BeAtidvel v mowdTa. TOL TPOidvTog. Ot dpactnpldtTTeC MOV Omeovilovtal 6To
VSM pmopodhv va yopiotodv 6€ TPELS KATNYOPIES: ) G€ OVTEC TOV TPocodidovy a&ia, )
6€ OVTEC OV deV TTPOGOIdoLY aia Kot dev UTopovV va amo@evyBodv kol TéA0G y) o€
aVTEG OV OgV TPOGdidovy ation AL pmopovv va amoeevyBodv 1 va e&aieipOovv.
Xpnowonowwvtag Lean peBodoovg kot mpoaktikég, o ybptng pong afiog amokaAvmTEL
EUTOI0. TOL OTOT0, SVGKOAELOVY TNV EAEVOEPT POT| TOV LMK®OV KOl TANPOPOPLDV, EVHD
AVOOEIKVOEL KoL EVKALPIES Y10, LEIMOT OTOAEIDV 1) CTOTAANG.

O mpaypatikodg otdyog Tov VSM eivar va oyedtdost T peAlovTikn katdotaon. Eivat
Lo KOToypoen NG TopoVcHS KATAGTOONG KOl £VOG OPOUATIGHOC TNG WEALOVTIKNG
Kataotaons. Mo KaAn yoptoypdenon tepthapiavet: o) TNV Topovco Katdotao, )
UEALOVTIKY] KATAGTAOT, Y) TNV W00VIKT KoTdotoon Kot 8) éva oyédio opdong (Bicheno,
J., 2009).

O “Learning to see” yOptng eivar ypnyopog oto va tov dwPdost kdmolog yloti
YPNOOTOlEl GVYKEKPEVE cOUPoAN OTWS PopTNYd, epyoctdcta, Kanban kdpteg k.a.,
YO TNV OTEWKOVIOT] TOV AELTOVPYLOV, TOV VAMKAOV, TOV TANpogoptdv. O yaptng
nepthoppdver dvo poég. Ov mAnpoopieg péovv o100 emdved pEPog tov VSM
OTOTLTTMOVOVTOAG TG UETAPEPETAL 1| TANPOPOPia HeTAD Tapay®YDYV, TPOoUNBELT®OVY KoL
TEAOTAOV. XT0 KAT® PEPOG TOV YAPTN PEOVY TO DAIKA KO YOPTOYPAPOVVTIOL COLPOVOL LE
ta frpota eneepyasiog akhovbmviag TAnpopopies Yo kdbe Prna OTmS w.y.:

Cycle time: O ypovog mov omoutel pwoe depyacio va mpayuatomombel kot vo
0AOKANpwOEL.

Changeover time: O ypdvog mov amortel pio diepyoasio yioo voo oAddéel and 10 éva
TPOio6V 6TOV GALO.

Available time: O d100éo110G XPOVOG UNYOVOVY Kot epYAlOUEVOV YO TV EKTEAEST] LLOG
gpyaciog.

Batch size: O ap1Buoc mpoidvtwv ta omoia Tapdyoviol | TUPOUOI®V DMK®V T OToin
petapépovrot poli.

Efficiency: O Adyo¢ TV amodeKT®V TPOoiOVT®V TPOog OAL TO TOPOYOUEVA TPOIOVTOL.
Value-creating time: Ti mpoc0étel a&ia oto TPoidv Pacel T avtiinyng tov mehdn, N
OLPOPETIKA 0 YPOVOG 0 0TOT0G O TEAATNG TANPMVEL.

Lead time: O ypdvog o omoiog amatteitor MGTE Eva TPOIOV Vo TEPATEL amd OAo Ta.
oTAdL TOPAY®YNG, N OAa Ta oTtddo TG pong a&lag, amd v A VAN péypt 10 TEMKO
TPoiov vo Tapadobel oTov TEAATY.

>10 GpOpo “Adaption of the value stream mapping approach to the design of lean
engineer-to-order production systems” (Matt, D.T., 2014), mapovcidletal o perémn
nepintwong oto  Popnyovikd mepiPdAiov  evog peydhov Itodod  KoTookevLAoTh
UETOAAMKOV KOTAGKELAOV, OTTOV Ue TN xpnomn Tov VSM kabopictnkav 5 onpeio ta omoia
napovsialov advvapieg Kot oyeTiloviov He TOVG ¥POVOVS TOPAS0oTG TOV GYESI®MV GTNV
TapOy®yn, TN AMOTO ATOCTOA®Y 7oL Ogv MTav ovyvd dwbéoun, v EAdewyn
GUVTOVIGHOV TO®V VAKOV TPOG GLVOPHOAGYNO™, TV avoroyio peta&d opykng kot
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TEMKNG GVYKOAANGNG TTOV OEV MTOV ETAPKNG KL TNV EAALEWYT YEVIKNG EIKOVAG GTO YDPO
AmOGTOAMV Vo 00Myel o€ AavBooUEVES OMOGTOAEG OTIS E€YKATOOTACELS KATOGKELNG.
Apov ovinmbnkov ot advvopie, o HEAAOVTIKOG YApTNG Omuovpyndnke Kot
EPOPUOCTNKE TPOCPEPOVTOS Mo KOA Pdon ywo v eEGAewyn NG OMATOANG Kot
001 YNGoE G Lo GEPE PEATIOCEWDV KOl £Va VEO GYEIOCUO GT S1000YT TV EPYUCUDV.

Opoiwg, oto dpBpo “Production efficiency improvement in batch production system
using value stream mapping and simulation: a case study of the roasted and ground
coffee industry” (Buddhakulsomsiri, J. and Parthanadee, P., 2014), kafopiotnkav péocw
tov VSM 1 mapodca katdotaon (Ewova 5) Kol Ol OTEVMOOELS KOl CTATAAEG GE VO
YPOUUES TOPAY®YNG TPOIOVIOV KOEE, OV €lxav vo KOvovv pe Agltovpyieg Ommg ™
Aoy Kot TNV Tavounon Tov KOKKOV KagE, TNV avauén Kot 1o YNoHo, T0 GAECH
Kot TN ovokevocio. Me 1 Ponfela g TEYVOAOYiOG KO TNG TPOCOUHOI®ONS OF
VTOAOYIOTH, TO GPpOpo KaTOANYEL 6TO peAlOvVTIKO Ybptn pong aiag (swova 6) Kot
TPOTEIVEL avOAVTIKA PBEATIOOELS, OAAAYY] KATOIWV €PYOCSI®V Omd YEWPOKIvNTEG OE
OVTOUOTOTOMNUEVEG HE TNV EMEVOVOT OE OLTOUOTEC UNYOVES KOl ETOVOCYESIOGHLO
KaONKOHVIOV TOV XEPIoTOV, OTOL gpeavilovtay peydAotl xpOvol aVoLOVAG.
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Yearly bids
Fax or phone calls
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Filling, Weighing,
Sealing, and Packing £
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¥

Customers

Daily

Reoasting Zand T

Suppliers
A Sorting 2*
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2T Sorters Ly

C/T =0.48 min.

1875 | C/T = 24.05 min.

/0 =10 min.

ke & /0 = 5 min.

Available Time

Available Time

= 80.92 min,

Uptime = 87.654%
0.48 min.
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Z: 4160 min,
T: 24.05 min.

2 10 O

2 O

C/T(Z) = 18.00 min.
/T (T) = 20.00 min.

C/0 = 2 min.

Available Time

=960 min.

/2\

Uptime = 50.00%

134
ke.
Z: b days
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Z: 18 min.
T: 20 min.

O
2 hiid Total production lead time = 9 days @ Mznt- to
adt.
C/T = 23.00 min. Total cycle time = 83.08 minutes
C/0 = 6 min, »  Shipping
Available Time
= 395 min.
Uptime = 23.29%
Grinding T Filling and Seaming T Packing T Product T:
E Weighing T E &
1O 2 O 1O 1O Tatal Prudu:tlur‘
iE ead time = 5 days
C/T = 17.78 min. 205 C/T = 15.25 min. C/T = 10.03 min. C/T = 5.00 min. Total cycle time
kg. =152.59 minutes
C/0 =2 min. »* Cf0=2min. |—w C/O=0min. > C/0 =0 min.
Available Time Available Time Available Time Mwailable Time mz’f;ﬁ:‘:dmg
=480 min, =480 min, =480 min, =480 min, ‘? .
degassing time)
Uptime = 85.20% Uptime = 73.07% Uptime = 48.06% Uptime = 23.96%
T: 1day
£ 23.00 min,
T: 17.78 min. T:15.25 min. T: 10.03 min. T: 5 min.

Ewova 5. VSM napovca katdotoon

IIny"Y: Buddhakulsomsiri, J. and Parthanadee, P., 2014
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: 1 Shift/day = 540 minutes
R Pr:::i'.';:tlm Lunch break = 60 minutes
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\\/’\.’j_/-ﬁ Pack 12 cans/case |
Roasting 7 I Filling, Weighing, Product Z: Rl
astirg Sealing, and Packing 7
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e 1
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sorting machine —= Uptima = 26.67% Uptime = 23.29% operators to control the grading and
::?f:e | ‘7\_fﬂ____ﬂ__.—_______h 7 = - sorting machines
beans Thrice a week Weekly Daily Daily \,//\_
i K_? _ o " \ T
i wil | | : | ' Filling and | i Product T:
GradingZand T Sorting Zand T [ Roasting 1 Grindirg T Welghing T | Seaming T Packing T
2 T Packers: 2T packers (U 1 o] 1 O 2 O 1 1 & Total production
| 2: 544 A | lead time = 9 days
u i kg ” 4 - " i & -
/T = 0.48 min i €T = 0.86 min — €/T = 20,00 min /T = 17.78 min /T = 15.25 min €/ = 10.03 min ¢/T = 5.00 min retllaiitiie
| kg ke 1 405 kg = 6940 minutes
Cf0=10min ———» C/O = 18 min — C/0 = 2 min — C/0 =2 min P £f0 =2 min g C/O =0 min > C/O =0 min
Available Time Available Time Available Time Available Time Awailable Time Available Time Available Time E:‘T ;E::dl ng
= 80.82 min = 440 min = 420 min = 480 min = 480 min =413 min =413 min .
1 degassing time)
Uptime = 87.64% ] Uptime =31 60% | Uptime = 64.17% | Uptime = 85,20% Uptime = 73.07% Uptime = 55, 86% Uptime = 27.85%
Z: 3 days Z: b days
T: 3 days T: 5 days T: 1day
| 0.86 min I l Z: 1B min Z: 23.00 min ] ] [
0.48 min i : | T: 20 min | T-17.78 min__ | T:15.25 min T: 10.03 min T: 5 min

Ewéva 6. VSM pedhovtikn Katdotoon

IIny": Buddhakulsomsiri, J. and Parthanadee, P., 2014
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EmmAéov, 6o mpémer va avapepbel 1o Spaghetti Diagram 1o omoio avagépetor ot
yopotatia Kol Tr GTUTAAN TV peTapopmv kot g Kivnone. To Quality Filter Mapping
éva yphonua, to onoio evromilel elattodpota. To Demand Amplification Mapping to
omoio acyoleitor Kupiwg e TIg dtakvudvoelg otn {RTnomn Kot T€A0g 0tKovopKol xapteg
OV TOPOVGIALOVV TNV ToPEin TOL YPNLATOS, XAPTES avOpwmivov duvapkod ot omoiot
TOPOVCIALOVY TO LIAPYOVTO OAAG KOl TO OOLTOVUEVO EMMEON 1KAVOTNTOV TOV
VIOAMA®V, YAPTEC CLGGOPEVUEVDV XPOVeV K.a. (Bicheno, J., 2009).

2votiuoto Just-in-time

‘Eva Baocikd Prpa yio ™ petdPfaon ot A [Hopayoyn eivor avtd tov Just-in-time
(JIT). Ot Baowkég apyés tov JIT mapovoidomray apyikd and tov Taiichi Ohno g
Toyota Motor Company (Keller, A.Z. and Kazazi, A., 1993). Zxondg tov JIT eivor n
Tapoy®yn OQopwV TPOIOVI®OV G€ MKPOLG YPOVOLS, HE WKPO KOGTOG, VWYNANG
TOWOTNTOG Kot PE Ta Aydtepa AdOn. Zopewva pe tov Potts (1986), ov mpaxtikég JIT
elval TpoocavatoMopéveg oty eEGAEYT TG OTATAANG, OOV GTOTAAN €ival OTIONTOTE
pocbétel k6oTOg AALG Oyt a&ia o va mpoidv. O Bicheno (1987) avapépel mwg to JIT
mapdyel dpeca pe téAew mowdTnTa Kot eAdloTn omatdAn, eved m Heeley (1991)
AVOQEPETAL OE L0 KOTAKTIOT AVIOY®VICTIKNG APLOTEING, SIVOVTAG TPOGOYT OTN GLVEYXN
BeAtioon péoa amd v 100% cvppetoyr, dote vo €£0ANPOOVY OAEC Ol GTMATAAEG,
Beopobetdvtag povo TG dpactnploTTeg oL TPocdidovy atia pe 100% moidtnTo Ko
timota Aryotepo. [ToAdot givar ot optopoi yia o JIT mov cuvavtdvior ot BifAoypapia.
I'evikd, eivar cvotuata ta omoioe 0dnyodv ot cvveyn Peitioon oe Oha to enimeda
evog opyaviopov. Agv givor éva mpdypappa, o péBodoc N o texvikn. To JIT yyver
va Bpet ta aitio Tov TpoPfANUdTeV Kot TIg ADGELS TOVG, e TNV cvupetoy] OAwv. Eivat
cuoTHHOTE 6TO omoia eivon mhvta dbécipa ta KatdAAnio mTpoidvto, To KOTAAANAo
VMKA, 0TV KOTOAANAN TOGOTNTO KOl TOWOTNTO, GTO KOTAAANAO UEPOG, TNV KOTAAANAN
otiyun. Xt10xog tov JIT egivan m Pektioon g moOOTNTAG, TOPAYOYIKOTNTOS KO
OTOTEAECUATIKOTNTAG, TNG EMKOWVOVING UE TOPAAANAN Hel®OT TOLE KOGTOLG KOt TNG
onatdAng (Kootanaee, A.J., Badu, K.N. and Talari, H.F., 2013). ZvvoAikd ot kbplot
moAdveg Tov JIT meprlappdvouvy tn SEGUELGT TOV OPYOVIGHOV, TO GOGTA VAIKA G
OMOTY OTIYUY|, TIG GYECELS LE TOVS TPOUNOEVTES, TV TOLOTNTO KOl TO TPOCSWOTIKO.

Inuovtikog etvar o oxedaopog mpv v egappoyn tov JIT ko Eexwvd amd ™
déopevon g dwoiknong. H yvaoon tov K66TOUG Yoo TV aAloyn Kot 0 XpOVOg 7OV
arotteiton givon otoryeia to omoio TpEmeL va oTNPiEOVV 01 ATOPAGELS TNG d1oTKNoNG, Yo
mv emroyn epapuoyr tov JIT. EmmAéov g ompiéng g ooiknong, amouteiton m
oTpiEn Kot 1 TPOoNA®ON OA®V TV avBpdTwv Tov opyavicpov. OAlotl péoa oe Evav
opyoavicpd Ba Tpémel vo moTehovy Kot vo, TPooTafovv, MGTE Vo ETTELYHOVV 01 TEAIKOT
oTOYO0L NG ovveEXOLG Pedtimong Kot g eEdAetyng ¢ omatding (Swanson, C.A. and
Lankford, W.M., 1998).

2to ovotipata JIT, n mapayyedio T@v LAMKOV yivetol o€ WIKPEG TOGOTNTEG KOl
Tapadidoviar cuyva, akpimg ™ otiyun mov ypetdloviar oty mopaymyr. Ot pukpég
mopoyyehes, €£0c@aAilovy TV aVAA®OY TOV LAIKOV OUESMG HOAS (TACOLV Ko
ela1oTomTo10vV T0 YMPO amodnkevong mov Ba amaitovcay amofépato VAMK®VY To oToio
oev Ba ypnoipomolovvtay dueca. O yopog Ot mov efowkovopueital, umopel vo
ypnowonombel  yioo mapaymywkovg okomovs. Emmpdcobeto, or  pukpés maptideg
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Sl PaAlovV TEPLGGATEPO TNV TOLOTNTA TV VAK®V, Kabdg o avalmBodv dueco kot
dgv ypetdletar va amonkevBovv. [TapdAinia, 1 domdvn kepaiaiov yio TNV TaporyyeAio
HEYOA®V TOPTIO®V KOl TO KOGTOG dlaTPNoNG HEYAA®V amofelldTeV 0TI TEPIGCOTEPES
TEPMTMOOELS, EVEXOVV UEYOADTEPO KOGTOC OO TIG GLYVEG TAPOYYEAIEG HIKPOTEP®OV
TAPpTd®V, TOPA TIG KPOTEPEG EKMTAOGELS TOL GLVOOELOVYV GLVHOWG TIG HIKPEG
ToPOLyyEALES.

Extog and tic mopayyeiieg pkpaov maptidov, n JIT ¢rhocoeio amortel kot peimon
otov aplpd tov mpoundevtdv. To amotéhecpa ¢ peimong, eivor m advénon g
moldttog TG oxéong HeTald ayopaot kot mpounbevtr, kobmdG ol cvvepydTeg
gpyalovion o otevd. EmmAéov, kaddtepn emikovovio TapovstdleTol 68 TEPITTMOCELS
OALOYNG YOPOKTNPICTIKAOV OTIG TOPAYYEMES, OTAV TPEMEL VO EVNUEP®BOLV AlydTEpPOL
mpoun0evtés, evd mopdAAnAo peidveror M ypaeelokpatio. ‘Evoag opyoaviopog o
QOKTNGEL TOAAG OQEAN O€ KOGTOG Kol Peimon ypdvmv, LEIDVOVTOG TOV aplBpd Tomv
npoundevtadv. O JIT mpounbevtés mpémel va moapadidovv ta mpoidvto OGO Guyva
ypedletar, ot moocOHTNTA TOL YpeldaleTar, TN oTiyun mov ypedletal. Or ovyvég
TOPAOOGELS OEV ATOUTOVV GUYKEKPIUEVEG KEVTIPIKES TEPLOYES TOPAO0OoNG 1| AmOOT|KEC,
aAld mopadidovtal Katevbelav omv mopaywyn. Emiong ot mpounbevtéc €yovv v
€vBvVN Yo ToV EAEYY0 TOOTNTAG TV TPOIOVI®VY TOL TTapadidovv. Ot opyovicpol mTpémet
va ytilouv oIS EUMIGTOGUVNG e TOVg TpounBevtés. Ot opyavicpol emm@erovvTot
amd T pelmon KOoTovS, EVA 01 TPOUNBEVTES OO TIG LOKPOYPOVIEG GUVEPYATIES KAOMDS
ocvveyilouv va mapadidovy £ykapa TpoidvIa TOIOTNTOC.

‘Eva axoun Boaocikd cvotatikd tov JIT eivor 1 mordmta Kot 0 €Aeyyoc moldtntog, o
omoiog mpémel va €0TIdlel 6T TPOANY™N Kot Ol OTNV OmOPPIYN TOV EANTTOUATIKOV
npoioviov. H mpoinyn mpénel va eivar o Pacikdg porlog TV emBE®pNT®OV TOWOTNTOGC
KOl 1) LETOTOTION KaONKOVTOV ETBE®PNONG TOLOTNTOS GTO TUNHOTO TOPAYWOYNG, LTOPEl
VO LEIMGEL TO OMOLTOVLUEVO TPOCHOTIKO EAEYYOL TOOTNTOC, AP KOl TO KOGTOG EAEYYOL
mowdtag. Ot emBewpntég modTNTOG €ivar ovTol oV Ba EKTAOEHGOVY TO TPOCOTIKO
TAPUYOYNG OE TEXVIKES OTOTIOTIKOV €AEYYOL, dote va Kabopilovv Kot va emiAvovv
Baowkd Bépata modtnrac, AL Kol TOLG TPOUNOEVTEG MOTE Vo PEATIOVOVY TO TPOTOVTAL
toug. EmmAéov ot opyaviopol JIT, npénel va avalntovv mm @riocooia “moidtnta otnv
™myn”, N ™ ELA0Goeia “T0 KAV® GMOTA amd TNV TPpOTN oTIyun”, o€ OAa T emimeda
(Swanson, C.A. and Lankford, W.M., 1998).

EmmAéov, PBaocwog muidvog tov JIT elvor to mpocowmkd tov opyaviopov. To
TPOocOTIKO Bewpeiton mepovsia yio éva opyaviopud JIT kon diver v elevbepia yua
Mym anopdoewv (employee empowerment). Avapévetat ond To TPOSOTIKO Vo EKTEAEL
mowkilovg poAovg, KoBMG ekmodevetar e Odpopa kabnkovto (cross functional
training) xot emrpénet v eveMéio kot TN pElWON OTEVOGE®V, KAOMG Kol TNV
aVTIKOTAGTOOT VTOAANA®V mov amovctdlovv (Stevenson, W.J., 1996). Kabng
EMTPEMETOL GTOVS VTOAANAOVG UEYOAVTEPT €AevBepia kol amonteiton peyoAdtepn
vrevbouvotnrta, €161 KOt o0 TOVG Managers OTUITOVVIOL IKOVOTNTEG MNYECING Ko
owotknong. Ze éva ocvotnua JIT evBappivetal n emkotvovia HETaEd TOV TUNUATOV Kol
EVIOYVETOL M BETIKN CLUTEPLPOPE KOl Ol SLOTPOCMOTIKEG OYECELG LEGH GTOV OPYOVIGUO,
evo kpiveral arapaitntn 1 100% coppetoyn tov epyalopévav Kol TmV managers.
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2votiuata Kanban

Y10 ovotpato Tapaymyng just-in-time (JIT), 6ha to péprn evoc mpoidvtog mapdyovion
N mapoarapfPavovtal 6tav akpipog yperdloviar oty Topaywyikn dwdkacio. ‘Eva and
ta KOpla otoryeia tov JIT eivor o éheyyog g mAnpoeopiag o omoiog kabopilel mwg
“EAcovior’ To VAIKA oty mopayoyiky owdwoacic (Andijani, A., 1997). Ztig
TEPIOCOTEPEG TMEPITTACELS OVTOC 0 EAEYYOS TPAYLLATOTOLEITAL E TN YPNON TOV KOPTDOV
Kanban. Yrdpyovv diapopa €idn kaptdv Kanban. Ot mo kowvég eivar o1 Kanban képteg
mopayoyns kot Kanban xdpteg petapopdc. To cvotuo Kanban tg Toyota, givor éva
ocvoTnua 0V0 Koptdv. Ot KApPTEG GLVOOEVOLV doYEID TAPUYOEVTOV DMKOV 1 DMKOV
pog avdiwon. Otav n Tapoaywyn £vog 60yeiov VAK®V 1 TPOIOVTIOV OAOKANPOVETOL KO
vdpyer {Rmomn amd tov emduevo otabud mopaymyng, TOTE TO YEUATO dOYEl0
LETOPEPETOL OTOV EMOUEVO OTOOUO, VD €va GOEW0 EMOGTPEPEL GTOV TPONYOVUEVO
oTafud Yoo va yeUIoEL, GLVOOEVOUEVO KOl TOL OLO OO TNV KAPTO TOPOY®YNG Kot
petagopds ovtiotoyo. H swova 7 amewoviler éva Pacwd ocvomuo Kanban. ‘Eva
ocvotua Kanban omoteAeiton omd didpopovg otabuovg epyociag €k TV omoimv o
kaBévag moapdyst vAkd 1 eoptiuata Yo va avoloBobv otov emdupevo oTobpd
epyaociag. Kdabe otabudc epyaciog £xel Tpelg A1TOVPYIKOVS TOUEIG: TV TOPAY®OYN, TNV
avélmon ko v omoBnkevon (Ling, S. and Durnota, B., 1995). Xmv meproyn
amTOONKELONG CLYKEVIPMVOVTOL TO VAIKGE To. omoia mpoopilovtal yio Tov ENOUEVO
otafuo. H képta Kanban givon pa “opoty] kotoypor|” Le AETTOUEPEIES OO KMOKO
TPOTOVTOG, OMOLTOVUEVN TOCOHTNTO TOPAY®OYNG, omontoOpueveg A VAec, T0 oTOOUO
TAPOy®YNG Kot GAAES avaloyeg TAnpogopies. Xvumepacpotikd, n puébodog Kanban
“ghel” ta doyelo péow tov cvotnuatog mapoaywmyns JIT, dote va wovomomoet )
{qtnon og kaOe 6Tdd10 TNG TAPAYWOYNG, EAAYIOTOTOIMVTAS TEAMKE To. amoBEpata (Singh,
N., Hung Shek, K. and Meloche, D., 1990).

Basic Kanban System

When Material is finished
the Kanban Card or Bin is
Returnedto the previous — —
process to be replenished I

Only
Produces
whena
Kanban is
received

The next batch of material is
collected from the previous
process to be used.

Ewova 7. 'Eva Bacucod cvompo Kanban
IIny": https://leanmanufacturingtools.org/kanban/
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To 58

Ta 58S, sort (ta&wvounon), set in order (taktomoinon - evta&ia), shine (kKabapiotnra),
standardize (tvomoinom) Ko sustain (dtatrjpnon) sivon va omd T epyareia g Ag
Mopaymyng, yvootd wg 10 gpyaieio mov Ponbd oty Peitioon g amddoong evog
opyavicpov (Omogbai, O. and Salonitis, K., 2017). Ilpoépyetar and tic lomwvikég
AéEerg Sieri, Seiton, Seiso, Seiketsu, Shitsuke kot ypnowomoteiton yioo v avdmtuén
eVOG  OLOKANPOUEVOL GCULOTNHUOTOG Ol0iKNoNG e TOPAAANAN ¥pNom TS OAKNG
npoAnmrtikng ovvtinpnong (Total Productive Maintenance) (Bamber, C.J., Sharp, J.M.
and Hides, M.T., 2000). 'Evoag xowog opiopog twv 5S ot Avon elvar 10
“housekeeping"” , oniadn volkokvpld 1 dovAelég Tov omitov (Becker, J.E., 2001). To
TAaic1o Yoo TV eQapproyn Tov 5SS apykd tapovcidotnke and tov Takashi Osada, vopig
™ oekoetia Tov ‘80 (Ho, S.K.M., Cicmil, S. and Fung, C.K., 1995). Xxondc twv
TPOKTIKOV 5S €ivol vo, EVOOUATMOCOVV GE EVOV OPYOVIGUO TNG apyES TNG OpYAvVMOOTG,
g evtaiag, ™G kabopldtrag, TG TVTOTOINoNG Kot TG TEWBPYING OTOV EPYOCIOKO
y®po (Osada, T., 1991). O Bicheno (2009) ava@pépet OTL TO TPAYUATIKO OVTIKEILEVO TOV
5S elvar ) peiwon g omaTding, 1 Helmon TV SaKVUAVGE®Y Kot TEAOG, 1| abENon TG
nopayoyikoémroas. ‘Epgvva mov deEnydn oty lanwvia and tovg Gapp et al., (2008),
Omov PeTOEY GAAV peAétnoe éva detypo 86 loamwvikdv opyavicudv katéAnav 6t i
EQUPUOYT TOV S5S, dNovpyovv €va KOADTEPO YDPO epyaciag. AvaivTikOTEp T S5S
TOPOVSALOVTaL TOPAKAT®, EVO 0 KOKAOG TV 5S apovotdletal otny ekdva 8.

Ewova 8. Ta 5S
IInyn: https://www.whatissixsigma.net/5s/
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-Ta&vounon (sort)

To mpdTO PriHa TNV €QapoY TV S5S gival 1 amdPACT] Yo TO IO OVTIKEIIEVA ETvat
PO GTOV YDPO EPYATING, OTMG OVTIKEIIEVH TOV YpNGILoTotovVTIL KABE Efoopada,
N avTIKeipeva To, omoia ival GNUOVTIKG Y10 TV YPNYOPT| OVTATOKPLOT GTOV TEATN 1)
avTikeigeva yloo TNV vyeio Kol v ac@dielo oto gpyactakd mepiaiiov (Bicheno, J.,
2009). Emiong, mowo avtikeipeva givar Ayotepo ypfoipa, ta omoio Bo amobnkevbodv
mhava o KATOLo epudplo. LT GuvExela TG TaStvounong, o mpénel va kabopiotel av
N TOCOTNTO TV YPNOIU®V OVIIKEWEVOV Elval €MOPKNG, EVD OVTIKEILEVA TOVL OgV
yxpnoonoovvtor mwoté Bo TPEMEL VA AMOUOKPVVOVTOL, VO OVOKLVKAMVOVIOL 1 Vo
tonofeteital o€ AT E101KT GNUOVOT).

-Taktomoinon, evtaia (set in order)

Ta mavto mpémer va Ppiokoviol 610 c®OTO UEPOC, MOTE Vo UeEwOel o ypdvog
avalntnong omolodnmote avtikeywévov (Omogbai, O. and Salonitis, K., 2017). Ta
avTikeipeva Tpémel va torobetovvion emiong He po AoYikn epyovouiog, MoTe vo gival
gbkoAa TpocPaotipa, ywpic va xpetdletol kdmolog va TevtdveTot 1 va Avyilel To G
TOV OOTE va To PTAcEL. 'ETol av&aveTat 1 amodoTiKOTNTO Kol OTOTEAEGUATIKOTNTO, LUE
) (kpotep avBpdmivn mpoondOeia (Gapp, R., Fisher, R. and Kobayashi, K., 2008).

-KaBaprotnta (shine)

H xaBapiotta mepthapfavel 1o puoikd KabApIGHO TOV AVIIKEIEVOV KOl TOL YOPOL
EPYNCIOG, TOV ONTIKO EAEYXO TOL YMPOL KOl TMOV OVTIKEWWEVOV OAAG Kol TNV QuUeoN
dopbwon tovg (Bicheno, J., 2009). Yrdpyovv emyeipnoelc ol omoieg £xovv vioBetnoet
GLYKEKPLUEVO XPOVO KaONUEPIVE, Y100 TOV KABOPIGUO TOL YDPOV KOl TOV OVTIKELLEVOV
Ao TOVS VITOAANAOLS. ZnpavTiko ival va yvopilel o Kabévog Tig evBiveg Kabapldtntog
OV TOL OVOAOYOVV, OAAG Kot ¢ yivetoar 1 cwot kaboapidtra. H olokAnpopévn
kaBapromta ivorl kKot Edeyyos. Iapdiinia pe v KabBaptotnta yiveror Kot EAeyyog yio
@Bopéc M avopoiieg Kot avalntnon Tov atudv Tov Ti§ Tpokdiecav. H eE€taon avt
umopel  va  mepthapPaver  pvbuicelg, mopatnpnoels, mapoakorovOnom, Aimavon,
avalntnon oratdAng 1| service povtivag Ka.

-Tvmomoinon (standardize)

H Sadwkacio g Tumonoinong avaeépetal oy kataypoen tov uebddwv epyaciog,
OTN YPNON TLTOTOMUEVOV EPYUAEIDV KoL GTNV KOWVOTOINGN TOV KAAVTEP®V TPAUKTIKMOV
(Al-Aomar, R., 2011). H tvmomoinon eivar évag amd Ttovg mvuimveg tov Toyota
Production System (Bicheno, J., 2009) kot otoygvel omn onovpyio dadKacIdV Ot
omoieg etvan emavaloppavopeves, a&omoteg kot tkaveg. Eivarl n Bdon yia v Bertiooon
KOl O UNYOVIOMOS Yy TNV emitevén ¢ tumomoinong &ivol Ol TLTOTOUMUEVEG
Aertovpykég dwndikaocieg (Standard Operating Procedures 1§ SOPs). H koAvtepn kot
Blooiudtepn Tumomoinom, givar n Tvmonoinon 1 onoia eivar TOGO KOA Kol TPOPAVIG,
7oV KAvel kaOe dALo Tpdmo va potdlel akatdAinioc. Zopewvo pe tov Ohno (1988): “n
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opOn dwadikacio oev umopel vo. ypoptel amo éva ypagpeio. Ilpémel vo doxyuaotel TOAES
popég oe éva epyootaoio. Emmiéov, mpémel vo. eivar pia diadikaocio thv omoio o kabévog
Oo. umopovoe vo. karalafer oe o eykotaotooy. H ikovotnta twv ovOpadrwv e
TOPAYOYNS VO, YPOYOVY EVA POALO TOTOTOINUEVHS OLAOIKOTLOS TO OTOLO 01 GALOL UIoPOHY
Katodafoov, eCoptdtal TPWOTO OTO TO OTL TPETEL TPATA Ol 10101 VO TEIGTOVY VIO THV
onuavtikotnta tov”. O Ohno (1988) micteve emiong OtL LOVO ETOWALOVTOC O YEPIOTEG
TIC OwéG TOug 0omyieg, xotaloPaivouv TIG AENMTOUEPEIEC TNG OOVLAELG TOLG Ko
yvopilovv yloti Tpémel va. TNV KAVOLV LE GLYKEKPIUEVO TPOMO, Kol HOVO TOTE givan
KOVOl VoL avaKOAOYOUV VEOUS, KOADTEPOLG TPOTOVS VO KAVOLV T OOVAEWN. ATO TO
TAPOTAvVe Yivetor €OKOAN KoTavontd, OTL 1 TLTOTOINCT] T®V JSLOIKAGIAOV OgV gival
OTOTIKY, 0ALY BEATIOVETOL LLE TO TEPAGLO TOV YPOVOVL, deV EMPAAAETOL A0 TN O10iKN O™
KoL €tvat amd T UGN TNG TPAKTIKY).

-Awatpnon (sustain)

OMlot oe évov opyovIoUd TPEMEL VO CLUUETEXOVY GTNV EQOPUOYN TOV 5S, o
ocvveylopevn Paon. H dwatnpnon oyetieton pe tn cupupeToyn kot m cvveyn Pertioon,
Kkévovtag Tic dpactnpomreg 5SS ocvvnbewn (Bicheno, J., 2009). Awrtipnon ot
Bedtimwon, éheyyog TV neBdd®V epyaciog Kol EVEMUATOON TV 5S 6TV KOLATOVPO TOV
opyavicpov (Al-Aomar, R., 2011) givor facikd GLGTATIKA YO0 TV EMTUYN EPAPLOYN
toug. H dtumpnon emmAéov amartel eEdoknon Kot eknaidgvon, evioyboviag to noko
TV gpYOlOHEVOV 0dNYOVTOG GTNV oENOT TG TOLOTNTOG TNG EPYACIOKNG (MG KO TOL
gpyactakol emmeédov (Gapp et al., 2008). Kamolor opyavicpol mpocétovv kot £va 60
S, v acedieln (safety). Qotdc0, N Tavounon e acearelng EexmploTd, UITopel va
TPOKAAEGEL CUYYVON. L€ U0 EMTUYNUEVT] EQOPUOYN TOV 5SS TPAKTIKAOV, 1| AGPAAELN
TPEMEL VoL efval EVeOUOTOUEVT o€ KABe éva amd Ta mévte Prjpata. To emimeda Kot ot
dwdkacieg ao@AAElng TPEMEL €mioNG VO OWTNPOLVTOL Kol Vo PEATiOVOVTOL, ®F
aVOTOGTOGTO KOUUATL TV SS.

Ohikn Hopoywyikn Zovinpnon (Total Productive Maintenance-TPM)

2m Pounyavia, m ovviypnon BOewpsitor  avtikeipevo 10 omoio pmopel va
eEowovounoet yprpata. Ot TeplocdTEPES EMYEPNOELS, LTOPOVV VA LELDGOLY TO KOGTN
GLVTNPNONG TOVAAYLETOV KOt TO 1/3 KO va BEATIOCOVV TO EMIMEDO TOPAYWYIKOTNTAG
ToVG, divovtag otnv cuvtipnon v mpotepardtnTa Tov omorteiton (Ahuja, I.P.S. and
Khamba, J.S., 2008). Ot dwadkociec cuvinpnong umopotdv vo suppdriiovy ot peiwon
g omatdAng kot Bertioon e anddoong o€ mePloyEg ot omoieg mpocsBEétovy aia yio
toug meAdteg (Hammer, M. and Champy, J., 1993). Ztpomywég enevdhoelg ot
Aertovpyio TG CLVTAPNONG UITOPOVV VO AVENGOVY TNV adO0CT Kot Vo BEATIOGOVV TNV
avTayovioTiky 0éom evog opyavicpov oty ayopd (Coetzee, J.L., 1999). Ola ta
TOPATAVE® £XOVV 0ONYNGEL TOLG OPYAVIGUOVS GTNV VIOOETNON OMOTEAEGUATIKAOV KOl
ATOdOTIKMV OTPATNYIKOV cvvtipnons. H dwoiknon ocvvtipnong pe v mipodo tomv
YPOVOV £xel TEPACEL amd Odpopa otddio 6mwg 1o Breakdown maintenance (mpwv 1o
1950), Preventive maintenance (1951), Predictive maintenance, Corrective maintenance
(1957), Maintenance prevention (1960), Reliability centered maintenance (1960),

Productive maintenance kot Computerized maintenance management systems.
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H Ol Tapaymyikr Zovmpnon (TPM) elvatl g pilocopio mpogpydpevn and v
lamwvia  oroia vrootnpiletl Ta cvotiuata Attg [Hopaywmyng, kabmg o a&dmioTog Kot
amotelecpatikdg eEomAiopds, eivar Pacikd mpoamattodpevo yuoo v gpapuoyn Lean
otovg opyoviopovs. To TPM, Poaociotnke ot pebodoroyia ¢ Ilapaywyikng
Xuvtnpnong kot Tpmtonapovcidomnke and v lanwvikn Nippon Denso Co. Ltd.,
npounBevty| g Toyota Motor Company to 1971. Eivar po koawvotdpo mpocéyyion
GLUVTNPNONG, N OOl PEATIDOVEL TNV OMOTEAECUATIKOTNTO TOV £EOTAIGHOV, eCOAEIPEL TIG
PAaPeg, mpowbel TNV avTOVOUN GLVTIPNON OO TOLG YEPIOTEC HECH KOOMUEPIVOV
EVEPYELMV GLVTNPNONG Kol CLUTEPIAAUPAVEL GUVOAIKAE OAO TO Tpocwmikd (Bhadury, B.,
2000). XOppovo pe tov Nakajima (1989) to TPM Oewpeiton por fropmyovikn
oTPATNYIKY, I omoia TepAapPavetl o axdlovba Prpota:

e Meylotonoinon TG  OMOTEAEGUATIKOTNTAG TOL €EOMAMOUOV, HEC®  TNG
BeAtioTomoinong ¢ S10eGLOTNTAS TOV KOl TNG Om0d0TIKOTNTAS TOV

e EykaBidpvon otpatnytkng TpoANTTIKNG GLVTHPNONG Yia OAN T ddpketa {ong
Tov eEomMapo0

o Kd&loyn 6Awv tov TUNpATOV OTOG 0VTE TOV GXESIOGHOV, YEPICUOV KOl
GLVTIHPNONG

e Zyuupetoyn 6AOL TOL TPOCMOMIKOV, OO TO AVATEPO CTEAEYT O101KNONG UEXPL
ToVG £pYALOUEVOLG OTNV TAPAYMYN

o [Ipom®Bnomn g cvuvtpnong Pertioong, HLECH PKPDOV OVTOVOL®Y EVEPYEIDV

To TPM omoutel emkowvovia. Eumiékel Tovg YE€1PlOTEG KO TOVG  UNYOVIKOUG
GLUVTNPNOMNG, Ol OTOI0l TPEMEL VO GLVEPYALOVTOL KO VO KOTAVOOUV O £VaG TN YADGGO
tov dAhov (Witt, C.E., 2006). Ileprypapetl o cuvepyatiky] oyéon UHETaEd OA®V TV
OPYOVAOGIOK®OV AELITOVPYIDV, EWIKOTEPO PLETOED TNG TOPAYMYNG KO THG GLVINPNONG Yo
™ ovveyn Peitioon g moOWOTNTOG TPOIOVTOG, TNG AELTOVPYIKNG ATOI0ONG, TNG
napoyoykdTrag Kot e acedaietog (Rhyne, D.M., 1990). Ta Bacikd yopaKTtnpioTikd
tov TPM egivar 1 owovopiky] amddoomn Kot 11 KepSoeopia, 1 TPOANTTIKY GLVTHPNON, N
BeAtimon ¢ kavOTNTAG CLVINPNONG KOl 1| OAKT) GUUUETOYN OA®V TV PYalOUEVOV.
Boaowm mpoondbeio tov TPM givan var pépel Kovid Tovg avOpOTOVE GLUVTHPNONG Kot
nmapaymyng (Labib, A.W., 1999). H cuvolkn cvppetoyn tov epyalopévey, 1 avtdvoun
GLUVINPNOTN OO TOVG YEPLOTEG, Ol EVEPYELEG WIKPMOV Opddwv yio T Peitioon g
a&lomotiog Tov £0TAMGHOV, 1) IKOVOTNTO GLVTHPNONG, 1 TOPUYOYIKOTNTA, Kol TEAOG M
ocuveyng Pertioon sivon Pacwkég apyéc tov TPM. Eva tomkd mpdypappa TPM, avéavel
NV VIELOLVOTNTA TOV EPYALOUEVOV TAPOYWYNG OO TOV OTAO YEPIGUO TOV UNYAVAYV,
o€ MEPLOYEG OMMOC TPOANYN amd O10KOTEG Asrtovpyiog Unyavav, ekTédeon Poctkng
GULVTIPNONG KOl JLATHPNGN TOL YOPOL gpyaciag kKabapov kot opyavouévov. Emmiéov,
¢€1 Paoikég opdoeig tov TPM (McKone, K.E., Roger, G.S. and Cua, K.O., 2001) givou n
EKTOIOEVOT, 0 £YKOPOG GYESAGLOS TOV EEOTAIGLOV, O £YKOLPOG GYEIOGLOC TPOIOVTMV,
ol opddeg PeAtioong, Ol VITOCTNPIKTIKEG OPACEIS, 1 OVLTOVOUN KOl GYESUGUEVN
ocovinpnon. To TPM emmpocBeta, evoloeépouv mn  acediewn, 1 oavénon g
TOPOUYOYIKNG IKAVOTNTOG XOPIG EMITAEOV ENEVOVCELS KOl PUOIKA 1| LEIOOT) TOL KOGTOLG
cuvtnpnong kot 1 Pertioon g AETOLPYIKOTNTAG KOl OTOSOTIKOTNTOS TOV UNYOVOV.
Ta 0@éAn amd v emtuynpévn epappoyr TPM mepilapfdvouv pikpdtepo Aettovpykd
KOoTN, peEYaADTEPN Otdpkeln (NG TOv €£OTAIGHOD KOl GUVOAMKE kpdTEPE KOGTN
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cvvtnpnong. Ot oktd Pacikoi ToAdveg tov TPM, v tnv odokAnpwon g Peitimong
GTNV TOPAYOYIKOTNTO OTEKOVILOVTOL 6TV €1KOVaL 9.

7
, |

Autonomous Maintenance
Focussed Maintenance
Planned Maintenance
Quality Maintenance
Education & Training
Developmenl Management

Safety, Health & Environment
Office TPM

Ewova 9. Ot oktd Pacucol muimves tov TPM
IIny"n: Ahuja, L.P.S. and Khamba, J.S., 2008

‘Etot to TPM cuvoAikd, pmopel va meprypapel og po dounpévn o1adtkacio cuveyovg
BeAtimong, mpocavatolcpévn otov eEomAMopd, 1 omoia mpoonabel va PeATioTOTOMOEL
TNV OMOTEAEGLATIKOTNTO TNG TApAy®YNS, Kabopilovtog kot eEaAelpOVTaS TIG ATMAEIES
AOY® TOL EEOTAGLOV, LEGM TNG EVEPYNG CLUUETOYNS TV OLAd®V epyalouévav, 6e OAN
ta emineda ¢ epapyiog (Ahuja, I.P.S. and Khamba, J.S., 2008).

Dilooogia Kaizen

[Iepiocotepa amd Tpravia ypovio €xovv mepdoet amd tOTe mov o Imai (1986),
napovcioce to Kaizen ¢ tov mupriva g lamovikng aviayovietikng emituyiog
(Carnerud, D., Jaca, C. and Backstrom, 1., 2018). To Kaizen givoar cvvevopo 1ng
ouveyolg Pertioong. Zopowva pe tov Brooks (1993) 1o Kaizen onpaiver “change for
the better” ka1 eotidlel ot ocvveyn Peitioon. Kabe dpactnpiotra kot Kabe mpoiov
etval kavo yia Pedtioon kot 1o Kaizen kaAdmtel moAEg texvikég Pertiong OTmg ot
KOKAOL TOdTNTOG, €AEYY0g molotntag, TPM, Kanban, JIT, Beltioon mapoaymywotrog
Kao. Avtd mov dev meprapfPavet ivar 1 kKavotopia, 1 omoia givon avtifetn oto Kaizen
(Wittenberg, G., 1994). H xowotopio cvvodevetal and omdtopeg dAAayés, Ve TO
Kaizen 10 omoio eivor o mpoodevtiky Swadwkaocic, mapovoidler Peitivoesic. H
tononoinon eivar  Pacwd yopoakmpiotikd tov Kaizen. H dwdikacio eivor va
kabiepwBovv T TpodTLTO, Vo GVVTNPNBOVY Kot TEAOG Vo BeAtiwBovv. Kaizen onpaivet
LIKPEG PEATIOOEIS ®G amoTélecpa o cuveyoVs mpoonddeioc. To Kaizen mpowbel tov
TPOGAVUTOAGUO TN dladiKacia, Tov avBpmmo kot Tic Tpoonddelég tov. [Ma 1o Kaizen,
N Pertioon ot avOpOTIVEG CLUTEPIPOPES KOl TPOOTADEIES, UTOPEl Vo EMPEPEL
poaxpoyxpovia PBertiopéva amoteléopota. To Kaizen Eexwva pe toug avBpomovg kot
eoT1alel otig TpoomdBeléc Tovg. I'a to Kaizen ot dvBpwmor epydlovtorl 6Tic dadkacieg
Kot ot dradkacieg ocuveyms Pertidvovtat. Ot BeAtiopéveg dadikacieg PeAtidvouy Ta
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ATOTEAECUATO KOl TEAOG TO PEATIOMEVO OTOTEAECUOTO 1KOVOTOLOUV TOV TEAATN.
JUVENMG, &Yel va Kavel pe v moldtnrta, Oxl HOVO TV TPOIOVI®OV, 0AAL Kol T®V
avOporov. H egpapuoyn tov Kaizen Eexwvd pe 1o Gemba, 10 Y®po epyociog Kot
€101KOTEPO TO Prounyovikd yopo epyacioc. Gemba sivor ekel mov yivetar 11 dovAELd,
exel mov dnuovpyeitar a&io ko Advvovtor o TpoPAnuata. Me to Gemba walk, pio
BoAta otV mopaywmyn, umopel vo  avadeyBodv  dpactnpldtre omATAANG, Vo
eEepeuvnBel n pon a&ilag kKo ta wpoPAnuatikd Prpata, vo avadeyBovv ta yoti (5
whys) tov mpoPAnuoTIK®V onueimv akoOyoviag Tovg avOp®OTOVE NG TAPUYM®YNG,
avalnTdvToc TivTo To TPOoPANUATA OTIC O1001KAGIES, e oefacd oTov AvOpmTo.

MebBoooloyio Single minute exchange of die (SMED)

Ot meploodTEPES EPOPUOYEG UEIMONG TOV YPOVOL TPOETOLACIOS LG TOPAYDYIKNG
owdwkaciog (setup time), oyetiCovion pe ™ peBodoroyio tov Singo (1985) “single
minute exchange of die”, 1 SMED, 1} aALoyn KaAoLTIdV 6€ LOVOYNPL0 aplOUd AETTOV
n omoia Eexivnoe and v Toyota ) dekaetio Tov 50 cav Quick Die Change ) QDC. H
pebodoroyic SMED kaf161td tkovn v TpoeTolasio Tov e£0MTMGHOL 6 AyOTEPO amd
10" ko ovykekpyéva oe povoynelo apBpd Aemtov. Eivorl éva and ta epyodeia g
Aug Tlopaymyng to omoio peudver tn omatdAn kot PeAtidver v gveMéla Tov
napoyoyikov dwdwoctodv (Ekincioglu, C. and Boran, S., 2018). Bon0d omv peioon
TOU pHEYEBoLg TV mopayOUEVeV TOpTIO®V Kol PeAtidvel Tn €Aevbepn pon otnv
Topoy®yn. MEDVEL TOVG PN TOPAYOYIKOVS XPOVOLS Kol TUTOTOLEL TIC OPUCTNPLOTITEG
TPOETOLOGIOG YPNOLOTOIDOVTAG OMAEG TEYVIKEC KOl €£QUpUOYEG. XN pebBodoroyia
SMED, ot opactnplotteg mpoeTolaciog tov eE0mAouol yopiloviol oe 6MTEPIKES
Kol eEmTepkec. O e€MTEPIKEG eVEPYELEG UITOPOVV VO AAPoLvV Ydpa KoTd TN SldpKeld
Aertovpyiog pog pUnyavig, Yo Topdoetypa, EXoviog Tov E0MAMGUO ETOLO Yo ooy,
Tpw 1 unxovy otapotnost. Ot ecmTePIKEG evéPYElEg UTOPOoHV v TPOYUATOTO 000V,
Uoévo OTOV M pUNYOVY OTOUOTAGEL TN Agtovpyio TG, Yoo mopadelypo. tomofétnon 1
eCayoy Kamowwv efoaptnudtov. Ot  eowTePKE Kol eEMTEPIKEC  EVEPYELES
mepAapfPdvouy 01popeg Asrtovpyieg OTMC mpoeTolnacio, pvOuicels, mpocapuroyec,
éEleyyo vAIKAV, tomoBétnon ko e€aymyn eEaptnudtov, petpnoelc xka. (Ferradas, P.G.
and Salonitis, K., 2013). H pebodoroyio SMED emtpénetr 1 PeAtiotomoinon g
YPNONG TOV HNYOVAV, TNV TOPAY®YN HIKPOV Taptidmv, TN Helmon Tov ypoveov
TAPOy®YNG Ko puOpicemv twog unyovng, t peiowon amobepdtov kot eOpag, ™ peiwon
TOV KOGTOVG TPOETOLOGIOG TOV EEOMAMGHOD KOl TOL EPYATIKOD KOGTOVS, EVIGYVEL TNV
napoayoyikdémra (Pannesi, R.T., 1995), eved mapdiinia Pertidvel v ac@dieia kot
vyela Tov epyalopévav 6To YOPO EPYUciog Katd Tn SLUPKELN TIG TPOETOUACING TMV
ypopumv mopaywyns (Deros et al., 2011).

2ratiotikog Eleyyog diepyaoctav (Statistical Process Control-SPC)

Ot otatotikég pébodot mailovv onuavtikd porlo ot Peitivon modtrTag TG0 TV
TPoiovVTeV, 660 Kol Twv vInpectdv. O otatoTikog Eheyyog depyoacidv (SPC) sivar
TOUENG TOL OTOTIOTIKOL €Aéyyov mowdtntag (Statistical Quality Control-SQC), kot
nepthopPdver peBddovg katavomong, mapokoiovdnong kot PeAtioong g amddoong
tov depyacidv (Woodall, W.H, 2000). Apyikd, n kotovonon g OlaKOUOvVeNS EVOG
TO10TIKOV YOPOKTNPLETIKOD ivon ToAD onpoavtikn Yo to SPC. Ot tuyaieg d10KvUdvVoELS

33



Lean Manufacturing

(kowd aitio) Bewpovvion pEPOG TG EOONG NG OlEPYACING KOl OEV UTOPOLV Vi
e€arelpBolv, yopic va aAddéel 1 idwa 1 diepyasio. Qo1d00, 01 UN TVYAIES SLAKVUAVGELS
(eWdwd aitia) eitvor acvvnBioTol kpadacpol 1 avopoiies ot diepyasio, Ta aitio TV
omoiwv pmopohv kot mpémel vo.  eEoreipbovv. ‘Evag amd Tovg oKOmovg TmV
SwypappdTov eréyyov, epyaieiov Tov SPC, gival va dtakpivel Tovg 600 0LTOVE THTOVG
dtakvpdvoewv, ®ote va tpoinedel n vmepPfoin M M adpdvein ot oepyacia. Ta
SlyplppoTo  EAEYYOVL  XPNOULOTOOVVIOL Yo, VO €AEYYOLV TNV oTtafepoTnTa NG
dtepyaociag, vo TopakoAoLOOVV TN GTOTICTIK 1GOPPOTIN TNG TOPUYMOYIKNG OLUOIKACTOG.
‘Eto1, o depyaocia Bpioketar vnd otatiotikd éAeyyo Otov eivar otabepn kotd TO
TEPACUA TOL YPOVOL, evd givar kavr Otav Topdyst HECH OTO OPLO. TPOSLUYPAPADV.
Ewdwdtepa, ot fropumyovio tpoeipnwv 1 omoia givat yvootn yia ta evadn Tpoidvra,
dtkOpaven oty moldtnTo A VAMV, TIG TOIKIAEG GLVTAYES KOl TTOPOYMYIKEG SL0dIKAGIES,
v enoykdtnTa ot {\TNoT Kot TNV avaykn Topayoyng pikpav taptidwv (Dora, MK,
Kumar, M. and Gellynck, X., 2013), n mowdtnta &ivor eoupetikd onupoavtikn. Ot
OTOLTIOELS TOV TEAATMV, 01 KLPEPVNTIKOL KAVOVIGOL, 1] OVTOYWVIGTIKT 0yOpd 001yoVV
™ Bropnyovia tpoeipwv va avalntd 1oyvpic ACELS Yo Tov EAeyyo Kal TN Peiticoon
mowdtroc. O €heyyoc mowotntoag ot Prounyavice tpogipmv oyetiCeton pe Béuata
TEYVOLOYIKG, aicOnong (Gpopo, YpOUHA, VO, HVP®OE Kol YELOY), ACPAAELNG
(LpoProroyikd) kot dStatpopikng a&ioc. O cuveyeic amoppiyelg eToipwv TPoidvTwv, ot
QUPES KOl Ol AVAKANGELS EMPEPOVY CTLOVTIKA OIKOVOUIKA TANYUOTO, EVAD PLOKAPOVV
Kot v onun tov etaplov. 'Etol o otatiotikdg €leyyoc diepyacidv kobiotatol
witepa oNUOVTIKOS, KaOdg epguvd ™ UETAPANTOTNTA OTNV TOPAYOYN TPOPIUWV,
TPOAQUPAVOVTAG ELATTOUATA, TPV VTA ELPOVIGTOVY GTNV TOPUYMYIKN O100TKOGT.

Yvumepacpatikd, o SPC mapovoidler mieovektuato o€ oy€on HE TOV EAEYYO
To1dTNTOC O 0OTOoil0g amAd TPOPAAAEL TANPOPOPIEG Y10 EAOTTOUATIKG 1 OTOOEKTA
npoiovta. ['veton capég and ™ Piploypagio, 6TL N xpNon SOYPOUUATOV Kol XOPTOV
eléyyov oamd ™ Prounyavio Tpo@ipmv, €ivor TOAD onuoavtikny vy T PeAtioon g
mowdttag. H peiwon g petafintdétmrog ota mpoidvia pécw g epapuoyns SPC,
LELOVEL TO. EAOTTOUOTO, TIC EMOVEKATEPYUGIES, TAL KOGTN KOL TNV KOKN TOWOTNTA, EVO
enutpénel T PerTioon TV TPOoIOVT®V, Kot TV BEATIOGN GTNV TOWOTNTO TWV JEPYACLOV
(Lim, H.A.S., Antony, J. and Albiwi, S., 2014).
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2.6 Ta gpmodo epappoyns e Avec lHoapaymyng

Kobog n A Mopayoyn epoppdletor T1g teAevtaieg Oekoetieg omd OtPOpPES
EMYEPNOELG KO OPYAVIOUOVS GE d1APOPOLG KAAOOVG, £VOC LEYAAOG aplOUOC SVCKOALDV
N eumodiov epaproyng &xet kabopiotel otn Piprloypagio (Marodin, G. A., and Saurin,
T. A., 2015). Tww mopdoctypa, perétec mov €xovv oelaybel oe Bpetavikéc won
AVGTPOMAVEG ETYEPNGELS OAPOPOV KAAO®V, cuurepaivovy 0Tt Aryotepo and 1o 10%
amd avTéc mov Eekivnoay v epappoyn Artng [Hopaymyng, KaTaeepay vo o0moKopicouy
ta emBountd oéAn (Baker, P., 2002). Eniong o Bhasin (2013), tpocmafei va eEnynoet
TOVG YOUNAoVGg ap1Bpovg emtvyiog (Myodtepo and 10%) oe Bpetavikodg opyaviopovg
ov &youvv epappdcel ohokAnpotikd At [oapaywyn. M e&nynon propel va givar n
@von ¢ epappoyns Lean, n omola eivon mepimhokn kotd po Evvola, eEopTnuévn ard
t0 EPPArArov, evd amoutel ypovo kot avOpomvn mpoomdbeio (Marodin, G. A., and
Saurin, T. A., 2014). v épevvd tovg ot Marodin & Saurin (2014) peta&d dAlwv,
kaBopilovv 14 gumodia epapuoyng g Avmg Iopaywyng ta omoia otnpilovtal o
BAoypapio Kot GTNV TOPATAPNON TOV GLYYPOQE®V MUEPNCIOV Kol eRdopadiainy
CLVOVTNGE®MY OUAOMV dLOTKNONG Kol GUVEVTEVEELG LE OTEAEYN TOPAY®YNG, O10iKnong
Kot pnyavikovs, eve TopdAAnAa ETGNUAIVOVY TNV KPIGILOTNTO TNG GUUUETOYNG TOV
gpyolopévaov yoo v emrvyn eeoapuoyn ™ Aun Hopoayoyne. Ta 14 eumdon
EQUPLOYNG TNG EPELVAG TOVG TALPOLGLALOVTOL GTOV Tivaka 4.

B1: Ot avBpomor potdlovv amobappupévol petd amd Kamoo ypdvia

B2: "EAewym yvoong

B3: 'EMenym avBponivov & otkovoukdv topmv

B4: "EM ey emikotvoviog

B5: AvokoAio 0TV avaryvadpioT TV OIKOVOUIK®V OQEADV

B6/7: 'EXAetym vrootpiEng omd ta kopuaio kot pecaio oteAéyn dtoiknong

B8: "EAletyn vrootpiEng amd toug avlpdmous g Tapoymyng

B9: Avacedieia yep1oTOV OTIG VEES ATOJOOCELG

B10: ®6Pog xeptotdv Yo amoAVcelg Adym Twv BEATIOGE®V

B11: Ot geprotég dev voimBouvv vebBuvvol yuo v epappoyn tpaktik®v Lean kot tnv
enthivon mtpoPAnudTov

B12: 'EAAeym te)vIKOV YVOGE®V KOl IKOVOTNTOV TOV GTEAEXDV, MGTE VO 1yNBovV g
epappoyng Lean

B13: Aev dwotmpodvrot o1 BeATidoelg pecompdecpa kot LoKpompodesa

B14: AvokoMMa ot dtotpnon tov puipov Tov cvveyllopevov dpactnprotitov Lean

[Tivaxkoag 4. Epmooia epappoyng Avtng Hapoywyng
IInyn: Marodin, G. A., and Saurin, T. A., 2014

[ToAAoi epgvvntéc, dmwg ot Anand & Kodali (2010), avaeépovv 6tL 1 amotvyio ™G
epapuoYNg mpokTik®v Lean otn Prounyovio ogeiletal oy €0QAAUEVT] EPOPUOYN,
OmMG 1M €0TiOOT G€ CLYKEKPLUEVOL onpeio Tov opyavicpov N 1 eeappoynq Lean
TPOKTIKOV TUNUATIKA, OVTL TG CLUVOAMKNG EQOUPUOYNG TAVTOYPOVE GE OAOKANPO TOV
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opyavicpd. Xto apBpo tov Jasti & Kodali (2016) An empirical study for implementation
of lean principles in Indian manufacturing industry, emonpaivetor 6Tt ToAlol givar ot
napdyovteg mov emnpedlovv Vv epappoyn Lean mpaxtik®v O6mw¢ T0 TAOIGIO NG
emyeipnong, N Kotavonon tov facikov apymv Lean, ta kivntpa yio v epapuoyn, to
mpocdokopeva oPEAT Kot Téhog mown gpyadeia Lean ypnowomorodvtor yuo tnVv
epapuoyn tov apyo®v g Aumg Hoapaywync. 1o 010 apbpo efetdlovtar emiong ta
eumdOa ePapproyng Tov apy®v Lean oty Ivokn Brounyavia ta omoia eivor: n EAenym
VTOGTNPIENG NG O101KNoNG, N amoTVYio TaAMOTEP®OV TPOSTAOEIDV EPaPUOYNS AlTNG
[Topaywyne, n amoTuyic ovoyvmOPIoNS TWV OIKOVOUIKAOV 0QPEA®V, 1 EAAELYN YPOVOL Kol
YVOONG, 1 €TOPIKN N €BVIKN KOLATOVPA, 1 EAAELYT OIKOVOUUKOV TOPWV, 1) AVTIGTOON
TV £pYaloUEVMV, 1 ETGTPOOY 0 TOALEG HeBOdOVS epyaciog, 1 EAAEWYT ETKOVOVIAG,
ot eAumelg Propmyovikég eykotaotdoels, 1 AWy vrootNPENng mpoundevtdyv, ot
OLYVES OALOYEG GYEOIACLOD VAOTOINONG, N HEYOAN SlokOUOVOT OTI TapayYEAlES TV
nelotdv Ko n pkpr {mon. Ta aroteAéopato ™ £peuvag avadElKVHoOUY MG KVPLo
eundo1o g epappoyns Avmg IHoapaywyng mv e6mTEPIKY AVTIOTACT TOV VTUAANAW®YV.
Y& TMOALOVG OPYOVICHOVG TOPOVGLALETOL EAAELYT EPYOCIOKNG OCPAAELNG KOTA TNV
epapuoyn Lean, xdtt mov omv mpaypatikdtnta eivar poboc. ‘Etor mpoteivetor ot
0pYaVICHOl VO TOPEYOLY EKTOUOELOT Kol VO KOAMEPYOLV €va KAILO EUTIOTOCVVNG
GTOVG LIOAANAOVG, TPV TNV eapproyn Tav opyxdv Artng [Hoapaymyng. To dedtepo kan
Tpito Pacikotepo eumodto cHppmva pe v épevva tov Jasti & Kodali (2016) sivor m
ENAELYT YVAOOTG Y10 TV EQPOPUOYN KOl Ol TEPLOPLGUEVOL OIKOVOULKOT TOPOL.

‘Epevva 6t Meydin Bpetavia mov 61e€nyn o 68 opyavicpovg ot onoiot epapuolovv
At [opaywyn, mpocmadnoe va avaAdceel Kot vo, kaBopiocel TouE TapAyovTeS EKEIVOVG
ol omoiot eumodifovv v emrvynuévn epapuroyn Lean (Bhasin, S., 2012). H épevva
neptehdpPave epotnuatoldylo To omoio amgvfuvovtay 6e managers ol 0Toiol ETTAEOV
TOPOYDOPNCOV  GUVEVIEVEELS, &va  OleENyOnoov Kot entd  eKTETAPEVEG  WEAETEG
opyavicudv. Emiong, xobBopiotnkov ta eumdde oe oxéon pe 10 péyebog TV
0pYaVICUAV Kot 1 £peuva KOTEANEE o€ EEY®PIOTA OMOTEAEGLOTO KOl GCUUTEPACLLOTO Y10l
UIKPOVC, HEGOIOVG KOl LEYAAOVG OPYAVIGLOVG.

Ot eTtaupieg opadomom ko avaroyo Le To 110HTEPA YAPAKTNPLOTIKE TOVG OTMG:
o Teoypapwn Béon
e M¢éyebog
e Emninedo epappoyng Armg Iapaymyng
o Hlwio opyavicpov
e 'Em gpappoyng Avmg Hopaywyhg
e  BaOudg morvmlokdtnTog Tpoidvtmv Kot SlodKocLOV
e Emninedo emrvyiog
o KAddo dpactnpromrag

To detypo Tv 68 0pyoviIoUdV GUVOAIKA, VTESELEE Ta KOpLa epmdda Tov epgaviCoviot
Kot TV epappoyn Avmg Hoapaywync, 0ntoc mapovsialovtol otov mivaka S.
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%
Avemapkeic ovoTnTeg EmLTpNoNg Yo tnv epappoyn Lean 66
Soumepipopd epyalopévov/Aviictaon oty aAlayn 60
Avemapxkeic wovotnteg epyalopévav yo v epapuroyn Lean 59
Avemopkeic ikavoTnTeg TG avdTEPNS O10iknong yio v epappoyn Lean 58
Avemapkng xpovog amd 1 dtoiknon 54
®¢pata KoLVATOVPOG 51
Kootog emévdvong 50
AVeETOPKNG KOTAVONGN TOV SVVITIKOV 0PEADV 47
AVETOPKNG ECOTEPIKT| YPNUOTOOOTN O 46
AvemapKNg £MTEPIKT| YPMNULATOOOTNON 39
H avéykn va meiotovv ot HETOYOV1010KTNTEG 22

[Tivaxkag 5. Epmoodia epappoyng Avtng Hapoywyng oe 68 opyaviopodg otn Meydn
Bpetavia
IInyn: Bhasin, S., 2012

AvoAvtikdtepa, To KOOTN €lvol TO UEYOAVTEPO, EUTOSIOL Y10, TOLG UIKPOTEPOLS
OPYOVIGHOVS, EVA YL TOLG MEYOAOLG KOTATAGGOVIOL OTO TEAOC NG MoTog TOV
eumodiov. ' Toug pecaiovg Kot peyGAovg OpYOVICUOVS, Ol OVETOPKEIS TKOVOTNTES
egmpnong g eeapuoyns Lean gpeavifetor ¢ Kopveaio eumddo. Ofupata
KOVATOUPOG QPOIVETOL VO OTOCYOAOVV TEPIGGOTEPO TOVS UEYOAOVS OPYOVIGLOVG, EVHD
TPOPANATO KATOVONONG TV 0PEADV amtd TV gpappoyr ¢ Awtng Iapaywyng £xovv
ot pkpoétepol opyavicpoi. EmmpocBeta, ot cvumepipopéc twv epyalopévav kot m
avtiotaon oty aAlayr] a&loloyeital ¢ TOAD ONUOVTIKO EUTOOI0 GTOVE UECAIONE KO
UEYAAOVLG OPYOVIGHOVS KO Elval €MIONG GYETIKA CNUAVTIKO Yol TOLG HkpdTEPOLS. Ta
GUUTEPACUOTO TNG £PEVVOC VTOOEIKVOOVV TI GNUOVTIKOTNTO TNG KOVATOVPOS KOl TNG
KavOTNTOG OTNV OAAOYn Yoo ol emrvoynuévn epapuoyn Lean, eved moapdAinia
AVOOEIKVOETOL 1] ATTOHTNON Yot AVOPOTLVY] KOl OLKOVOULKT] OEGLELON).

To gumodra epopuoyns e Aitng Hapaywyns oty Biounyovie Tpopiuwv

[pwv v avagopd Tov eumodivv mov mapovotdlovtol Katd v epoppoyn Lean ot
Bounyavia tpo@ipwyv, kpivetal oKOTUN 1] KOTOVONOT TOV TAUIGIOL TOL TEPPAALEL TN
Av Topoyoyn Kot TOV OQOPETIKOV  YOPOUKTNPIOTIKOV 7OV  TAPOLGLAlovV N
Bounyavia cvvappordynong (assembly industry) kot 1 Bropnyovie petamoinong
(processing industry) 0nwg etvar ko n Propnyovia tpoeipwyv. I'a wapdderypa, n Toyota,
po peydAn Bropnyovia cuvappordynong oty lonwvia, Kataeepe SNUOVTIKEG EMLTLYIES
0G0 aVOPOPA TO KOGTOG, TNV TOLHTNTA KOl TV TOPAd0oT) TPOTOVI®MVY, OTOV EQPAPLOCE TN
Av Topayoyn ota téAn g dekoetiag tov '40 (Spear, S. and Bowen, H.K., 1999).
Apydtepa, moALEG eTapieg amd S1aPopovs KAAOOVS, HEYEON KOl YE®YPAPIKES TEPLOYES
viwoBétnoay to cvoTNUe Tapay®yYng T Toyota otnv TPooTadeld Tovg va BeATidcovY
NV amodoTkdTNTe Kot Topay@ytkomtd toug (Dora et al.,, 2014). H migioyneia tov
GpBpwv mov cvvavidtar ot PiProypaeia oxetikdv pe v At [Hopaymyn, agopd
Bropnyoavia cvvapporoynong. IToAd Aryotepa eival ta dpbpa to omoio avagpEépovrtol
otV epappoyn Lean ot Prounyavia petamoinong (Abdulmalek, F.A. and Rajgopal, J.,
2007) kon €wdwoOTEPp TN Propunyovia tpoeipwv. To 1dwitepa YopaKTPIOTIKE TOV
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TPOIOVIOV Kol TOV S10O1KAGIOV TNG Bropunyaviag HeTamoinong Onws ol LEYAAESG UNYOVES
pe pkpn eveMéia, ot peyddotl ypovol TPoeTOaciog, Ot LIKPEG TOPTIOES TAPAy®YNG, M
TOALTAOKOTNTO TOV TOPOV Ko, €lvar PeYEAn TpoOKANon Yo TNV €@appoyn g Atg
Hopaywmyng (Abdulmalek et al., 2006). EmmAéov, vmdpyovv €pevveg ot omoieg £xovv
vrodei&el 6t n amevbeiog epappoyn Lean otig Prounyavieg tpoipwy, umopet vo punv
emoeépet o emBountd omoteléopota (Cox, A. and Chicksand, D., 2005). Xtov
avtinoda, ot Jain & Lyons (2009) woyvpilovtor 6Tt pe pkpéc ahhayéc, n epappoyr Lean
0TIl Prounyavieg TpoPitmy, UTOpel vo EMPEPEL ONUAVTIIKA OQEAN OTMG YPNYOPOTEPES
TopaymYES, pelmon amobepdtov kot avEnon kepdav. Qotodco, 1 pappoyn twv Lean
apy®dv ot Pounyavia petamoinong yevikotepa eivor meplopiopévn (Panwar et al.,
2015).

Ot King et al., (2008) &ypayav €va evolapépov apBpo, to “Making Cereal Not Cars”
v va. avadeiEovv O0tL 1 gpappoyn Lean otic Propmyovieg petamoinong ypetdleton
Kémoleg aAlayég Ko oev umopel vo yiver amevBeiag. To dpBpo avoeéper O6TL M
Bropnyavia cuvappordynone mopdyel Eexwplotd EAPTNUATO, TO OTOI0. GTI) GLVEXELN
KoALOVVTOL, BLODVOVTOL 1] GUVAPLOAOYOVVTOL GE £VAL TEAMKO TPOTOV, TO OTO10 UTOPEl Vo
elvar évo avtokivnto, &va kvntd mmAépmvo 1M €éva aegpomidvo. H Propmyovia
petamoinong yopokmmpiletor amd JSwdikacieg ot omoieg meptAapPdvouvy  ynuIKES
avtpdoelg, pigelg, e£éhaor, avoOmTnoT, LOPPOToinomn, KOWIo, YAGIHO Ko., EVA To
TEMKA TTPoidvVTO Umopel va eivar VAIKG 6€ pord, @UALD, GOANvVO, GKOVN, N VYPA GE
containers kot urovkdita. [opadetypoto eivotl ot PIToylég oTTUOV Kol QUTOKIVTOV, TO.
€lon xapTod, To VMKA GLOKELOGING, VOAGLATO, KEPUUIKE KO QUGIKA TO TPOPLLL KO
motd. H onpaviwkotepn dapopd petald twv 600 Propnyoviov, givar 0Tt 1 Propmyovia
ouvappoAdynong Eexwva pe €vo mOAD peydho oplOpud A VAMV Kol KOTOANYEL GE €va
UiKpo apBuod etoipwv tpotoviov (swova 10, “A” Type Process), evd otn Brounyavia
petomoinong mn  owdikacio  eivar  avtiotpoen. Mikpéc mocoOTNTEG A VAMOV
S10popomoloHVTAL KAOMDS T VAIKE pEOLV GTNV TOPAYMYIKT SodKACio Kol KOUTAAYOUV
o€ éva Leyaro apBud teAkmv mpoiovimv (eikova 11, “V” Type Process). Emnpoceta,
10 apBpo avapépel 60Tt N Propunyovia petamoinong £xel va avtipetonicst to 3 V7,
Volume, Variety xot Variability, to omoia oavoeépovior otov peydio OyKo
TOPAYOUEVOV TPOTOVI®MV Kol TN UEYOAN TOIKIALN, AL KO T HEYOAN OLOKOUOVGT OTN
Omon. Znuepa ot meAdteg givor mOAD €0KOAO va 0AAGEOVY TPOTUNGELS, OTOTE M
{mon ota teAKd Tpoidvta gvkoAa peTafaiieTon kat oev ivan TpoPAEYUN. ‘Epngoon
Otvetal Kol 6€ YOPOKTNPIOTIKA TNG Propnyaviog petamoinong 0nme ot peydAol o OyKo
eEomlopol mov givar dvokoho va aAraEovv Béom KabBdg cuvodevoviar amd dikTva
COANVAOCEMY, VOPOAVAKES YPOUUES, TOADTAOKES NAEKTPIKEG KaAwdlhoelg Ka., Eniong,
OVOPEPETOL 1] TOAVTAOKOTNTO TTOL TOPOVGLALEL I OAAOYT) TPOTOVTWV KoL 1) SOVGKOALD VoL
oTopOTNoEL Kot va Eavapyioet pia dtadtkacio, OTmG Y. TO GVOULL TOV QOVPVOV GE
pa Bropnyovio pmiokdtwv 1 omoia Kootilel 6€ xpdvo aAAd Kol o€ ypraL.
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Part nos.
or SKUs

Material Flow

Sub-
assemblies

Z
/T i)

Ewéva 10. Bropnyavia cuvappordynong
IInyn: King, P. L., Kroeger, D. R., Foster, J. B., Williams, N. and Proctor, W., 2008

Finished Products

Material Flow

“V” Type Process

\/

Ewova 11. Bropunyoavia petamoinong
IInyn: King, P. L., Kroeger, D. R., Foster, J. B., Williams, N. and Proctor, W., 2008
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[Ipocpatn épevva oyetikn pe ta TpoéQua, twv Shah & Ganji (2017) mov o1eénydn oto
Hvopévo Baocilelo, n onoio cupmepthapPdvel Kot 100G TEAATES, 0POPOVGE EVO TOTIKO
mpounBevty| TPOIdvTV PovPVOL Kol avESEIEE MG KVPLOL EUTOOI0 KOTE TNV EQOPUOYN
Lean mpoxtik®v, v €AAetyn décpevon g dtoiknong, v EALElYT eKTaidevong, v
acaeel TV OedoUévev, TNV ovokKpifeld TV TANPOEOPLOV, TNV OVIIGTOoT TOV
VIOAMA®V TNV 0AAXYT] Kot TEAOG TOVS VOIGTAREVOVS KVBEPVNTIKOVG KOVOVIGLOVS Ko
TOMTIKEC,.

Idwitepn avapopd ota eumddlo Kavovv oto Gpbpo tovg ot Dora et al, (2014),
e€etalovrag v epoapuoyr Lean mpoaktikodv otn Prounyavio tpoeipwv. H €pevva
Eexivnoe 10 2010 wou Selnybn oe tpeig yopec, to BéAylo, ) [eppovio kot v
Ovyyapia evdy andvinoov 35 eknpOGOTOL UIKPOUESAI®V EMYEPNCEDV TPoPipnmy. Ta
AmOTEAECUATO OVESEIEAV MG KLPLOTEPD EUTOILOL, TOVG SLAS0YLKOVS XPOVOLG KaBapIG oD
ToV  €EOMMOHOD, TOLG HEYAAOVG YPOVOUG TPOETOOCIOG HETAED  OlOPOPETIKAOV
TPOIOVIOV Kol TNV eumabela tov mpoidvtwv. Emmiéov, mapdyovieg Onwg n EAleym
YVOONG, N 0BG LOTNTO TOP®VY Kol 1) EMMTNG GLUUETOYN TOV epyalopévay, Bpétnkav
va givor onuovtikd epmooto katd v epapuoyn Avmg IHapaymyng otov khdoo twv
tpo@ipwv. To o apbpo avaeépel O6TL Ta WBHTEPO YOPUKINPIOTIKA TNG Prounyaviog
TPOPIL®V dNUIOVPYOVV oNUOVTIKE gumddia Katd v epappoyn Lean. o mapdderypa,
YoOpol pe eheyyoduevn Oepuokpacio elvar onpovtikoi yioo Tpoidvia GokoAdToS, Yo
Kkpéato 1 epovTa. 'ETot ot xe1p1otéc €6TIalovV 0TNV 0cQAAELD TOV TPOPINOV Kot Thov
ayvooOv Ti¢ Lean mpoaktikés. Emmpdobeta, ov peydreg dakvpdvoelg ot (Rtnon tov
TPoiovVIOV, KafloToOV OVGKOAO TOV TPOYPOUUOTIOUO TNG TOPOY®YNS TOV UTOPEl va
oonynoel oe vmepmoapaywyn N EAlewyn mpoidvtwv. ‘Eva axoun eumddto to omoio
oyolalel 1o apBpo, eivar 0 SoY®PICUOG TOV YOP®V TAPUY®YNS HE TOVE YDPOVG
oVoKEVOCTOG EEAITIOG TV AMOLTICEWV TNG OCPAALCTG TOLOTNTOG TMOV TPOPIL®V, KATL
T0 omoio gumodilel Tnv eAevBep Pon LVAIKOV 0ALA Kol TV eAehBepn petakivnon twv
gpyoalopévav. Ztov mivaka 6, TapovcslaleTal GUVOYN TV WIUTEPOV YUPOKTPLOTIKMOV
g Propnyaviag TPoPipMV, avopopKa LE T TPOTOVTA, TIG TAPUYWYIKES SLOOIKAGIES KOt
TIG £YKATAOTAGEL cLUP®VA pe Toug Dora et al., (2014).

[Ipoidvta Evradn mpoidvta
AwxOpovon oty moldtnta Kot tpoundeio & vVA®V
Oykog mapaywyng
[Mopaymywés ddikacieg  Xelpokivntes | NUOVTOUATOTOUEVES AEITOVPYIES
MeydAn  dakvpoven € oLVTAyEC,  TPOIOVTA KOl
TOPOYOYIKES OLOOIKOGIES
Alokdpove”n oty amdooon Kol ToOLG XPOVOLS TOPUYWYNG
MetafAntn doun tpoidvimv
Mikpoti (amd 1-8 dpeg) ypdvotl Tapoywyng avd maptido
Eykotaotdoeig MeydAot ypdvol TPOETOUAGTIOG KOTA TNV oAAOYN
TAPOYDOYNG SLOPOPETIKMY TPOTOVTIMV
EyKot00tdoelg mposavaToMGUEVES GTNV TOPOYMYY|
SLPOPETIKMV TAPTIO®V HE dLO MG EEL YPAUES TOPOYWYNG
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H mapaymyn kor n cvokevacio sivor dtaympiopéveg Aoy
G OLGPAAIONC TOLOTNTAG TPOPIUOV

H dwBecpotto tov eEomhopod mapaywyng eEaptdatan
amd Tovug YPOHvVoLs kabopiGHov Tov

Mukpég Ko Hovadikég £yKoTaoTdoelg epyoostaciov pe 30
¢w¢ 100 epyalopévoug

[Tivakag 6. Ta waitepa yopaKTNPIoTIKA TNG Propnyoviag Tpo@itmy
IInyn: Dora et al., 2014

[T ovykekpéva yio to gumddia g epapuoyns Armg Hopaywyng ommv EAAnvikn
Bounyavia avagépoviar oto  dpbpo tovg “Drivers and Barriers of Lean
Implementation in the Greek Manufacturing Sector” o1 Salonitis & Tsinopoulos(2016).
YKxomdg tov dpBpov eivar o kaBopiopodg Tov Pabod KATavONonG Kot EQUPUOYNS TWV
apyov ¢ Aumg Toapayoyng otig EAAnvikée Popnyaviec. H épevva avédeiée ta
EMKPATESTEPO EUTOOLO EPappoyNG Lean, ta omoia cuvoEovtal e TO EPYATIKO OLVOLIKO
Kol Tn 0écpevon tov, Kupimg e€outicg Tov EOPov Y TNV am®AEL Epyaciog, NG
AOPAVELNG OTNV OAANYT, TNG EAAEIYNG KOTOVONONG TNG OVAYKNG Y10 OAAOYY] KOl TNG
EMewyng yvoone. Emumdéov, onueidvetar 6t n ovppetoyn tov epyalopévev givar
Kpioyng onpaciog yio v enttvoyn epappoyn e Lean grlocopiag, KaBdg ot xeiplotég
YL TOPASELYHO. £XOVV TN YVAOON Kol €ivarl avtol mov yvopilovv koAvTEPO OO TOV
kaBéva Ta BEpata Kot TIG dpacTNPOTNTEG TS MOPAYOYNG. XTN MOTO UE TO MO
ocvumepthapfavovion 1 EAkewym kotavomong g Lean ¢rhocoeiog, tOG0 amd TOLG
managers, 660 Kot amd TO EPYOTIKO OLVOLIKO, N EAAEWYN EKTOIOEVONG WG GLVEXELD TNG
EMAEWYNG KATOVONONG, M EAAELYT SECUELOTG TG MYECTOG Kol TNG O101KNoNG Kol TEAOG N
pébodog sloaywyng ot Lean prhocopia.

Ot Psomas et al., (2018), oto épBpo tovg “Assesing Lean adoption in food SME:s:
Evidence from Greece”, e&etalovv v epoppoyn Lean otig pkpopecaieg EAANvikég
EMYEPNOELG TPOPIL®V Kot emonpaivouy pe Baon ) BipAoypoeic, TOLG OIKOVOLIKOVS
TEPLOPIOUOVS Y10 TIG €V AOY® EMYEPNOELS, 0AAE Ko ta aféforo peEAAOVTIKE 0PEAN
(Bhamu, J. and Singh Sangwan, K., 2014). Qo1660, 01 [UKPOUEGOIES EMYEPNOELS
BempovvTol MO EVEMKTEG KOl TKOVEG, OTO VO OAAAEOLY TIG SLOOIKOGIES TOVG KOl VOl
avtamokpBovy ypnyopotepa oe véeg amoutnoelg tov mehatov tovg (Floyd, D. and
McManus, J., 2005). Avto givar moAd onpoavtiko yio Tig Propnyovieg Tpo@ipwy, d10Tt ot
neAdteg otabepd dokipdlovv véa Tpoidvta avEAVOVTAG TNV avAyKT Yo TV TOPOy®Yn
VE®V TPOIOVIMV, LE GLVETELD TNV AOENCT) TG TOAVTAOKOTNTOS TNG TOPAY®YNS, KATL TO
omoio amotelel eumodo yioo v epappoyn Lean mpaxtikov. Emmpdcbeta, 10 dpbpo
avaQEPEL OTL EUTOSOL OTOTEAOVV 1 EVTTADELD TTOL TOPOVSIALOVY T TPOPLUO AAAL KOl Ol
TOAVTAOKEC SL0OIKOGIES TTAPAYMYNG TOLG. ATO OAN TO TOPATAV®, YIVETOL EVKOAN
AVTIANTTO OTL T WOWHTEPO YOPOKTINPIOTIKA NG Prounyaviag Tpo@ipmy Onpiovpyovv
ONUOVTIKA EUTOOLR otV eQapuoy Lean Tpoktik®v.
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2.7 09l kon kpiopor Tapayovreg emrvyiog g Avtig lapaywyng

[ToAAég peréteg €xovv avadeilel o ONUOVTIKO OQEAN amd TNV EQOPUOYN TG ALTNG
[Mopaymyng oe dpopes LETAPANTEG OTTMOG N TOPAYMOYIKOTNTO, 1] TOWOTNTA, N EYKALP
Tapadoo, 1 avonoinon melatmv kot epyolopévav (Mann, R. and Kehoe, D., 1994).
H epapuoyn mpaktikeov Armmg [Hopaywyne, pmopel va Kotaotioel évav opyovicopo,
Kavd Vo TOPOLGLAGEL KOADTEPT OmOS00T UECH TNG UEIMONG TNG OTMATAANG KOl TNG
peiwong tov kdéotovg (Ohno, T., 2008b). Xdpewva pe toug Russell & Taylor (1999), ot
Kvprot otoyol g A Hopaywyng etvon n adénon e mopaywywkomrag, n fertioon
NG TOLOTNTAG KoL TOV YPOVOV TAPAYM®YNG, N HEIWON TV amofepdTmv Kot TV YpOvVOV
napddoong kot téhog, M e&dhenymn g Prounyovikng omatdAng. EmmAéov, moAloi
0pPYOVICHOL KOl EPEVVEG AVOPEPOVY OTL 1 €QOPUOYN TPOKTIKOV Lean amodidel opéAn e
duapopovg khadovg. Ot Ferdousi & Ahmed (2009), otnv £pguvd Tovg oTIg Propmyavieg
EVOLUATOV 0T0 MToyKAAVTEG, GUUTEPAIVOLV OTL OAEG OL EMYEIPNOELS TOV KAAOOV TTOL
epapuolovv A Iapaywyn oyt poévo onueimcay emttuyio 6T Helmwon Tov KOGTOVS Kot
™y adénon g ToPpoy®YIKOTNTAS, OGAAG ONMUIOvPYNoaV EMITAEOV UHOKPOYPOVIEG KOl
otabepéc oYEoEIS Le TOVG TPOUNBELTEG TOVG, VM TapAAANAa avénOnke N avTamodKpion
TOV TEAATOV TOVG. TNV £peuvd Toug ot Jasti & Kodali (2016) eEetalovv ta 0@éAN TG
epappoyng Lean oty Ivown Bounyavia kot kabopifovv oktd omd avtd (wivakog 7).
Avoeépouy 0Tt TOAAEG amd TiG Propnyavieg mov GLUTEPIAMNEONGAV GTNV £PEVLVA TOVC,
EMOPEMONKaV TEPIOGOTEPO ®G TPOS TN Helwon amobepdtov Katd Tn Sldpkeln
epappoyng Armg Hopaymyn, eved dAleg Pektiocav TV TOLOTNTO KOl TOPAYOYIKOTNTA
TOLG 1 pHel®oaY TIG PVPES TOVG.

Meiwon amoBepdtov

BeAtimon mototntag

BeAtimon mopoyoywotrog

Meiwomn oratdAng Kot gupog

Behtioon otovg xpovoug avtamdkpiong
AvENON KePOIDV

Meimon k66T0Vg

AvEnon eveMéiag

[Tivaxog 7. Opéln and v epappoyn Aung [Hapaywync.
IInyn: Jasti, N.V.K. and Kodali, R., 2016

[Ipdcpatn épevva twv Valente er al, (2019) ce 329 IMoptoyaiikovg opyavicLoUG,
vrootpiler v Betikn enidpaom g Avmg [apaywyng cuvolikd otnv amddoon Tovg,
Kol E01KOTEPO TNV AELTOVPYIKT] KOl OLKOVOUIKT TOVG amdO00T 0AAL Kot OTIC EMOOCELS
TOVG GTNV AYOpd, OT®G TO PEPIdLO ayopds Kot 1 abENoT TOANCEMV.

Ewdwotepa yio ™ Brounyovia tpogipwv, to dpbpo tov meprodikov “Trends in Food
Science & Technology” dilvel éupaon omv epoppoyn pebddmv Peitioong g
TOPAYOYIKNG amodoTikottog onmwg 1 A Ilopaywyn, vy 1t Asrtovpyikn
aroteAecpatikoOtntd TG (Mahalik, N.P., 2010). Ot Dora et al., (2013) ot0 dpBpo Tovg
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“Operational performance and critical success factors of lean manufacturing in
European food processing SMEs” onpeiwvouv 0t 1 epappoyn Avmg Hapaymyng otig
Evponaikég pikpopesaieg emyelpnoelg eivar oty apyn g Kot divetol mepiocdtepn
EUQOOT) OTNV ACPAAELN TOV TPOPIH®VY, Tapd ot PeAtioon Tov dadikaciodv. Qotdco,
Ol OmOVINGCELS OTNV £peuvd Tovg Oeiyvouv Peitiowon otV TOWTNTO Kol THV
TOPAYOYIKOTNTO KO 6TNV 0rdO0GT GLVOAKA amd TV epoappoyn Lean otic Bropmyovieg
tpopipwv. Emmiéov, emonuaivouv 0Tl Ol IKOVOTNTEG TOV TPOCMOTIKOV, 1 ECMOTEPIKY|
e€eldlkevon kol 1 OpPyOvVOCLIOKN KOLATOVPO €ivol KPiolHol Topdyovies yio Tnv
emruynuévn epappoyn tpoktik®v Artng [opaymyng. Alleg €pevvec mpoailovy Tov
woyvpopd 6tL ot wpaktikég Lean pmopovv vo Bonbncovv ) Propnyovia Tpoeipmy va.
yvivet mo avroyoviotikn (Mahalik et al, 2009). Ou Lehtinen & Torkko (2005)
peAétnoav o Propnyavio tpoeipmy, 1 omoio Tapdyel TPOPULO WOIOTIKNAG ETIKETOG
(private labelling) oyediaopuéva cOppova pe Tig amotioels tov teaatodv. H épguva
€0e1Ee 0TL 1 Lean gulocooia givor katdAAnAn yu Tig enyepnoelg tpogipmv. H A
[Topaywyn diver ta epyoiein oe o Prounyovic Tpo@ipmv, va avoaADCEL Kol Vo
eCalelyel To meplttd amobépata Kot OAOVE TOVG TOHTOVG GTATAANG GTNV EPOJIUCTIKN
alvoida. H perétn ovveyiler avapépovtag O0tL, m epapuoyn Lean omv mopaymyn
Tpogipmv pmopel va avénoet v aéia yioo Tov TEAATN HECH® NG HEI®ONG TOV KOGTOLG
Kot vo mopéyel mpdcobetn alla evioydovtog Tig VANPESieg OTMG oL UIKPOTEPOL YPHVOL
Tapadoons. Ze GAAo apbpo, evd onueldVETOL 1| SuokoMa epappoyng Lean Tpaxtik®v
o™ Prounyoavia TpoPip®v Kol ToT®V, To. anoteAéopata Epguvag o€ dvo Tloptoyaiikég
Bropnyavieg, avédeiEav 6t | epapuoyn Lean mapovsioce opén dnwg 1 Pedtioon oty
eveMla TG TapaymYNG, N EVIGYLON TS SECUELONG TV EPYOLOUEVMV Kol 1] VITOKIVIoN
pag KovAtovpag cvveyovg Bertioong (Lopes, R.B., Freitas, F. and Sousa, 1., 2015). To
010 apBpo emumAiéov avapépel 6Tt 11 Lean griocogio umopel vo €QoplooTel Kol o
Bropmyavia Tpo@itmy Kol ToTMOV, Kol KUPImg 0TS pecaie kot peydieg emyepnoets. Ot
Eroglu & Hofer (2010), Bprjkav woyvpn ohvdeon peta&d g peimong tov anobepdtov
Kol TG OmOd00NG TMV OPYOVICU®V, €V OAAEG épevveg avédelCav oTolyela, Tov
amodEkvooVy 0Tt M gpappoyn Lean empépel Oetikd amoteAécHaTO GTNV AELITOVPYIKN
amOoooN o€ oYéon He TN dlayeipion amobepdtwv, Tov EAeYY0 TV S1001KOCUDY, TN PON
TOV TANPOPOPLOV, TV avOpOTIVOV Tapaydvieov kot g eveMéiog (Dora et al., 2013).
Avtiotoyya n épevva twv Dora et al., (2014) oe 35 pkpoupecaieg Evpomaikéc
EMYEPNOELS TPOPIH®V, avESIEIEE OTL TO ONUOVIIKOTEPA OQEAN OmO TNV EQOPLOYN
mpokTikov Awtng [apaymyng eivoar n peimwon tov K66TOLE TOPAY®YNS, N AvENoN NG
KePOOPOPIOG, M avENCT TNG MOPAY®YIKOTNTOS Kot 1 HEI®ON TOV Topandvev Tov
TEAATAOV.

Elvar onuoavtikd va avagepbet, 6tt yuoo 11ig EAAnvikég Propnyavieg tpopipwv dev
VILAPYOVV HeAETES YOP® omd To BEpa g Arg [Hopaywmyng 6nmg vrootnpilovv kot ot
Psomas et al., (2018), ekt0¢ omd pwo, T OKn Tovg 1M omoio e€etdlel to Pobud
epapuoyns Aung Iopaywyng. Ot idtot cvyypapels avaeépouvv, OTL 1 emtvyio NG
epapuoyng Lean amottel déopevon g dtoiknong kot mpocrAwon ot Lean pilocopia
(Achanga et al., 2006). 261000, Ol [UKPOUEGOIES EMYEIPNOELS YopaKTnpilovion amd
EMlewyn mpoonlouévev €0IKOV Kol managers, KoO®G emiong kot omd Al
EKTTOOEVOT TPOCOTIKOV Kol EKTALOELTIK®V TTpoypoppdtov (Matt, D.T. and Rauch, E.,
2013). Avriotoyya ot Salonitis & Tsinopoulos (2016), avagepdpevor otnv EAAnvikn
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Bopmyovia yevikdtepo, CNUEIOVOLY MG KAEWWL NG emTuyiog Yoo T AT mopaywyn
TNV 0PYOVOGLOKY] KOVATOVPO Kot Tnv 1010KTNGio, Tn 0EGHELON TNG OloiKNnoMg, TNV
dwbeoudTTo. TOPOV, TNV £EMTEPIKT] VITOCTNPIEN amd EOIKOVG, TNV OTOTEAECUATIKY|
EMKOWVMVIQ, TN GTPATNYIKN TPOCNAMOT OTIG PEATIOCELS, TNV OLOOIKY| EpYOcio KoL TV
OTOTELECLLATIKY] OAAQLYY].

44



Lean Manufacturing

3. H Avm Hopoymyn oty EAAnvikn Bropnyavia tpo@ipmv

3.1 H EAnvi] fropnyavia Tpo@ipmv

H Bropnyoavia tpo@ipov Kot moTdv cuyKaTtaALyeTon avalesa oTic Bactkés Popnyavieg
g EMnvikng petamoinong kot amotehel £vav kKAG00, amd TOLG ONUAVTIKOTEPOLS TNG
EYYDOPOG OIKOVOUTNG, UE WOYVPT ETXEPNUOTIKY dpacTnploTNTa 6TV EALGOO 0AAG Kot
t0 efotepkd. Ta vyning mowdtrog mpoidvia, 1o eAAnvikd brand name kol m
opyovouévn mpominon Tov eAMVIKOV Tpoeiumv oTig oebveic ayopéc, sivar ta
ONUOVTIKOTEPO, GTOLXEIDL TOV EVIGYVOLV TNV €YXOPLN Blropnyovio TPOPIH®V Kol TOTOV
otV moaykocu  ayopd. O KAAOOC TV  TPOQPIH®OV PEATIOVEL OCLVEYDS TNV
AVTOYOVICTIKOTNTA TOV, YEYOVOS Tov oyetTileton dpeco pHe TO LYNAO EMIMESO TOL
avOpOTIVOL JUVOUIKOD, TO TPOGOHVIO TOL KOl TIC YVAOCELS TOV. XTNV TPOCOOTO.
onpoctevpévn €kbeon tov Idpvpatog Owovopukov & Brounyovikedv Epgvvav (IOBE,
2020), n omoia exmovnOnke Yoo Aoyaplacpd tov Xvvdéopov EAAnvikeov Blounyovidv
Tpopipwv (XEBT), avagépetal 6tL 1 eyyopila Pounyovio tpogipmy, 1o 2018 kdivrte
10 27.6% TOL GLVOLOL TV EMYEPNCEDV TNG EYYDPLUG LETATOINGNC, TOGOGTO TO 0010
TNV KOTATACGEL TPMTN OTOVS KAAOOVG UETOMOINONG, UE TO HETOAAKAE Tpoidvta v
axorovBovv pe 14.6%. IapdAinia, amotelel TOV LEYOAVTEPO €PYOSOTN TNG EAAMNVIKNG
petamoinong, anacyorlmvtag 10 36.8% tov GLVOAOL TV ATOCYOAOVUEVOV, EVAD 1 ol
Tapoy®yng e ayyiler to 25.5%. Xe evponaikd enimedo o kKAAd0G mapovoidlel aio
TAPOY®YNG IOV KOAOTTEL TO 16.4% NG EVPOTAIKNG PETOMOINONG Kol OmOCYOAEL GYEGOV
évte ekatoppdplo epyalopévoug, dnAadn to 16.5% tov cvvorov Tev gpyalopévev
otV evpomaikny Pounyoavia. Tivetar edvkoia oavtiinmtd, OTL Ge GUYKPION UE TNV
eVPOTAIKN Propmyavia o KAGS0G Tpopinmy oty EALGSa £xel peyalvtepn cupfBoAn ot
petomoinon. Oco avaeopd ta EAAMNVIKA GTOlXElD T®V LIOKAAO®Y, otV axkabdplot
npootiféuevn aéia Eeympilel n aptomolia Kot To aAevp®ON pHe T0cootd 20%, evd TO
ONUAVTIKOTEPO LEPIdIO otV 0&ia TaPUYWYNS KATEXOVV TO YOAUKTOKOUIKA LE TOGOGTO
16%. To peyoddtepo aplBpd emYEPNOEOV KATEYEL 1] OPTOTOLO, KOL TO OAELPMON GE
1060010 58%, evd akoAovBoOv ta €lota ko Admn pe 11%. To peyodvtepo kdxAo
gpyaoIdV Topovctdlovv emiong 1 apToTotio, Kol To GAELPMOT LE TOG00TO 16%, evid 0
010G VTOKAAS0G amacYOAEL KO TOVS TEPIGGHTEPOVS £pYALOUEVOVG GE TOGOGTO 39% e
OeVTEPO VITOKAADO T PPOVTA / ACYOVIKA KOl TO YOAOKTOKOUIKA [e T0G0oTO and 12%
avtiototya. Xt1o daypappo 1 wapovctdlovtal To T0GOoTH TV VTOKALIWV TPOPIU®YV.
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7%
1% 13% 14% 14% —
o 5% 2% 3% 9%

ApLBLOC Kokhog epyaouwy  Afla mapaywyng AkaBapilotn Ap1Buog
ETUXELPHOEWV npootiBEépevn agia epyalopevwy
B C101-Kptéacg W C102-Wapwa
B C103-Mpouta Kol Aayavikd 0 C104-Qutikd kol Twikd shata kot Airn
B C105-TaAaKTOKO LKA TipoiovTa W C106-Mpoidvra aAeUpOPUAWY
1 C107-Aptomotia katl ahksvpwdn C108-AM\a £ibn dwatpodiic
C109-Zwotpodic Cll-Motomolia

Audypoappa 1. Iocootioio Katavoun VTOKAAS®V TPOPIR®Y 6TO GHVOAO TOV KAAOOU
TPOPIU®V KOl TOTOV
IInyn: Eurostat, Structural Business Statistics, EEA-EA.XTAT., Enegepyacio IOBE

3.2 To mhaiolo TG épevvag

H octyypovn BipAoypapia avapépetor pe Eupaocn oty gpapuoyn Avmg [Hoapoaywyng

ot Popnyoavia tpogipmv. Qotdco, AMysg eivor ot épevveg mov eoTAOVV GTNV
epappoyn mpoktikdv Armg Iopaymyng otov kAAd0, VO Ol TEPIGCOTEPES EPEVLVEG
aQOPOLV TO. GLOGTNUATO SLCPAAIoNG ToldTNTaG. EmmAéov dev Ppédnkav Epguvec mov va
e€etdlovv Vv emidpaon g Ang ITlapoywyng omv amnddoon g EAAnviknig
Bounyaviag tpogipmv. o va kataeépst 1 wapohoo epyacio vo TPOSEEPEL Eva
ouvoAMkd mhaiclo xoatavomong g Awng Ilapaymyng oty EAAnvikn Propnyovia
TPoQipwV, mEPa amd M PPAOYPAEIKY] OVOCKOTNON 1) OmMOoid. TOPOVGLACTNKE GTO
KEPAAOMO 2, GE OVTO TO KEPAANLO TOPOLGLALOVIOL TO OTOTEAECUOTO EPEVVAG TTOL
oEeéNyon yopw amd to Bépa otov EAAnvikd kAddo. H épevva meptlappdvel to epmoddio
epappoyng e Avmg Iapaymyng, Tig TpakTikés kabmg Kol TV emidpUcT TOVG GTHV
amodoon g EAAnvikng Propnyaviag tpoeipmy.
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H ewéva 12 amewkoviler 10 poviéAo to omoio mpoomabel vo omaviioel o KOplo
EPELVITIKA EPMOTNUOTA, TO OTTOiaL gfvat:

1. Tlow eivon tar epumodO Kot TOGO EMNPEALOVY TNV EQOPUOYN TPAKTIKOV A1TNG
Mopaywyng otnv EAAnvikn Bropnyavia tpoeipmv;

2. Ymapyet ovvdeon HeToEL NG @approyng mpaktik®mv Atng Iapoywyng kot tng
Bedtiwong otv amddoomn g EAAnvikng Propnyavia tpoeipmv;

T ) T,

* Awoiknon ¢ [eldteg ¢ AmoBépata

* Opyavoookn dopn & * IIpounBevtég * Hoapoayoywdmro
KOVATOUpO * Hapoywyn EAEng e Xpovolmopaymyng

* Exnaidevon & yvoon * Por| mpoidviav ¢ TTowtnta

* [IpounBevtég ¢ [Ipoetopacio ¢ [apddoon

e OYHon Tpoidvtwv TOPOYOYNG » Kéotog

» OHON TOPAYOYIKOV * ZromoTikOG ELEYX0G * Kepdogopia
SLdKACIOV e Epyalouevol * TloMosig

* OYom eYKOTACTAGEMV * TPM * Topdmova

nehat@v/epyalopévov
\ J - J - J

Ewova 12. To gpguvntikd povtéro
IInyn: Dora, M.K., 2014

O oyxedaopuog xor 1 pebodoroyio ™ €pevvag axolovBodv TV £€pgvva. OV
npaypatonomOnke yio to “Innovative Management System for the SMEs” (IMSFood),
10 omoio &exivnoe to 2010 oto Béhyo, 'eppavia kot Ovyyapioa (Dora, 2014). H épevva
ocuumepteEAAUPave EpMTNUATOAOYIO TO 0010 AELOAOYOVGE TV EQOAPLOYN TOV TPUKTIKOV
mg Aung Tlopayoyng, ta eumoddio. EQPUPUOYNG KOl TO TPOGOOKMDUEVO OQEAN OTIG
UIKPOUECOIEG EMYEPNOELS TPOPIUOV TOV TPLOV YOPDOV, OTOV EAaPe ydpa 1 €PEvval.
Qotoc0, N Tapovoa Epevva apopd Lovo v EAAnvikh Bropnyavia tpopipmv kot 6Aeg
TIC EMYEPNOELS TNG YOPOS, OoveEapTNTMG HeYEOoVC amd KPEG £mG TOAD UEYAAEC
emyepnoels. Eywve emloyn epotoemv kot oAAOYEC OTO  EPMOTNUATOAOYO OV
ypnoporomdnke yio to IMSFood, dote va glval mo oweio oty EAAnviKn Bropmyavia
tpopipmv. Afoloyndnke kot Sopbdbnke amd v emPAénovca KaOMYNTPL TNG
Tapovoos epyaciog, KaOdg emiong £yve SOKIHLOGTIKY OTOGTOAY TOL EPMOTNUATOAOYIOV
0€ GLVAOEAPOVG TOL GLYYPOPEN, GE LEYAAO EPYOCTAGLO TOPAYMYNS WAV dtaTpoeng. H
JOKIHLOOTIKY 0mOGTOAN Ompknoe déka nuépeg peta&y 20/04/2020 kon 30/04/2020 ko
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otdxoc ™ NTav va depevvnBel o Pabudg kaTavONoNG TOV EPMOTACEMV KOl VO
emonuavlodbv toxydv AdOn mM eldetyerc. To dopnuévo avtd epotnpatoArdylo,
amevfOivinke oe otedéyn Kot epyalopévoug oTOL TUMUOTO TOPAY®OYNG, TOLOTIKOD
eAéyyov Kot cuvtnpnong v EXnvikav Bounyoviov tpoeipmy. H enionun amoctoin
T0V gpoTNUATOAOYioL €yve pe emails peta&y 03/05/2020 éwg 10/05/2020. Amd T1g
4.396 eyypapég g AMotag ICAP 6tov KAEO0 TV €100V H1ATPOPNC, TAEIVOUNUEVES Qv
KOKAO pyacidv eotdAncov 586 emails oe EAANvVikEG Bropnyavieg tpopipmy. Amd avtég
TIG amOooTOAEG VITOAOYiILeTal OTL GLAAEXON KAV Ttepimov 80 amavtioels, T0GOGTO TO 0010
ayyiler o 14%, 1kavomomTikd cuYKpITIKA pe dAAeg Epevvec. o mopdoetyua, n Epgvva
v to IMSFood &iye 15,2% ocvppetoxn, eved 11% gixe n épevva tov Scott et al., (2009)
vy tov Kavadikd xrado tpooipmv. Ilapdiinia, amd tig 14/05/2020 émg TG
25/05/2020, £€ywvav 6ToYEVUEVEG ATOGTOAEG TOL epwTnpatoroyiov péow LinkedIn, amd
TG omoieg vmoloyiletor 6Tl GLAAEYOMKAV Ol VEOAOmES 42 AMOVINGELS. XVVOAIKA,
ovyKevtpoOnkav 122 amavimoelg ond 11¢ 150 mov Moy o apykdc otdY0c, VO TO
EPOTNUATOAOY10 oTapdInoE vo d€xeTon amavinoelg otig 04/07/2020.

To epommuatordylo mephapufaver 2 evotmree. H  mpdtn evoétnta  KoAOmTTEL
onuoypagikd otowyeion kot To TPOoPiA TV emyepnoewv. H devtepn evotta
nepthopPdvet 4 opddeg epwtioewv. H mpdn opdda, avapépetar 6to Babud epapproyng
tov tpaxtik®v Awtng [Hopaywync. H debtepn opdda epotoemv, avagEPETOL GTO TMG
avtihapupdvovton o otehéyn s EAAMvikadv Bropnyovidv tpoeipnmv ™ Avm [Hapayoyn
o€ OYE0T LE TO. GCLGTHILATA SLUCPAAIONG TOLOTNTAG, EOIKA OTOV 1) Bropnyavia Tpoeifmy
eotialel ot Oopaiion motottag, onwg to HACCP kot ISO. Emiong, {nmonke va
aravtnOel av epappolovror mpaktikég Artig Iapaymyns, wotdco dev amokaioHvTal
Lean. H gpomon avt) mapovctdlel 1010itepo evOlopépov, KaODS apKeETEC HEAETEG
ava@EéPovTol oty TUNuatikn vwobémmon Lean mpoxtikdv, 1 €Qappoyns o€
oLYKEKPIEVO  TUMHato Kot Oyt ovvolkd. H  tpitn  wor  té€taptn  oudda
YPNOLOTONON KAV Y10 VO GLAAEEOVY TANPOPOPIES Y1 T EUTOIIO. TTOV AVTIUETOTILOVV
ot Prounyavieg tpoPipwv kotd TNV €Qoppoyn mpokTtikadv Awmg IMopaymyng kot
mnpoeopieg yw v Peitioon oty onddocn TOL TETLYAIVOLV Ol EMYEPNOELS
avtiotorya. Ot gpmmBéviec KAnOnkov va kabopicovv TNV amAvVINncYy TOLG G Mo
5Babuo kKiipoko Likert (1=Awpoved ardivta, 2=Aeoved Alyo, 3=001e d100mVO,
00TE CLHPOVD, 4=CLHPOVO Alyo Kot S=cvppoved amoivta). Me éva NAI 1 OXI
énpene vo. amovtnBodv HOVO Ol EPMTNGCEIS YL TNV EPOPUOY TOV CLGTNUATOV
dtc@diong moldtntag. o TV 6TATIGTIKN 0VAALGT TOV OEO0UEVOV XPNCGILOTOMONKE
10 pdypapupo SPSS, copuminpopotikd yioo v Tpovciocn TOV OTOTEAECUATOV TO
Microsoft Excel, ev®d xdémola Stoypdppote mov a@opodv To dNUOYPOQIKE cToryeio
avtAnOnkav and to Google Forms mdvm oto omoio othfnke 1 £pguva.
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3.3 To amoteréopata TG £PEVVOG

3.3.1 Anpoypagikd otovyeio - IIpo@ik Tov emyeproemv

Apyikd, {nmonke omd TOVG GULUUETEYOVIEG OTNV £PELVO. VO GLUTANPMOGOVV
ONUOYpaPIKd cToryeio Kot EMIONG KATOEG TANPOPOPIES Y10 TO TPOPIA TOV EMYEPNCEDV
omov epydlovtal. Ztnv €pevva ovppeteiyav avopeg oe mocootd 80.3%, evd 1O
vrorowmo 19.7% Mrav yovaikeg (Stbypoppa 2).

@ Avdpoc
® uvaoika

Audypappo 2. ITocootiaio Kotavopr GUUUETEXOVTOV avd GOAO

X épevva andvinoav AtevBuvtég Kol EMKEQUANG TUNUATOV € T0c00TO 46.7%,
AtevBovov oopPoviotr kKo yevikol Atevbuvvtég oe mocootd 13.1% (Sidypoupo 3).
EmBempntéc mordttog cvppeteiyov o€ m06ootd 9%, vrevBuvor Pépdiac mapaymyng,
ovokeLOsiog Kot cuvtipnong o€ mocootd 16.4%. To vrmolowmo 14.8% twv
oLUUETEYOVTOV gpyalovtal o€ GAleg BEoelg, OTmG epyaloevol o TUHOTO EPpEVLVOC &
avamTtuéng, otV TAPOy®YN N 1 CLOKEVACIX K. ATO TO TAPUTAVEO TOGOCTA PAIVETAL
0Tl ol emkepaAng kot Awevbuvtég tov eToupldv  dev  mpodbncav apkeTd TO
EPOTNUATOAOYIO GTOVS VPICTAUEVOLS TOVG, OTTMG TO 1010 TO EPMOTNUATOAOYLIO TPOETPETE.

@ AicuBivuv Topoudog / Mevikde Ausud
@ AicuBuvtric / Emkegpairc Turjparog (M.
® EmBewpnTic MNodtnrac

@ YmeiBuvog/n Rapdiag Mopaywyric / X
@ Epyalopevog/n oty Mapaywyr

® Iréheyoc Moogaiiong MoidnTog

® Mnyovikac ouvTripnong

@ Turiua ouvripnong

Audypappo 3. Iocootiaio Katavour GUUUETEXOVTOV avd BEon epyaciog
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0199 amo6 tovg 122 cvppetéyovies o€ mocootd 81% Nrav petald 31-51 etov, evd 610
Suypappo 4 amewkoviCetor  péon nAkio oe ypdvio TOV GLUUETEXOVI®OV Ovh BEom

gpyaciog.

50

40

30

20

Mean HAikia e Xpovia

10

NeuBUvwWY NievBuviic/  EmBewpnric Ynsqegvog/n Epyalopevoc / AMo
namv

ZUppouAoc / Emmkeqainc MoigTnrag Bapdiag
["EvikOg Tunuatog Mapaywyng / Mapaywyn
LieuBuving  (MNapaywync / Zuokevaaiag /
Zuvmpnong / Zuviripnang
Moiomnrag)

Mola gival n 8€on cag oTnV ETAIPEia

Awdypappa 4. Méon nlkio avd 0éon epyaciog

To peyoAVtepo mOc0oTO TV CLUUETEXOVTOV €xovv 5-10 €t mpodmnmpesiog oe
1060010 28.7% o Mydtepa and S £t npobmnpeciog o€ mocootd 24.6% avtictouya,
evd 10 15.6% £xet 10-15 étn mpovmnpeciog (Staypappa S).

® <5 ypovia
® 5-10 ypovia
© 10-15 ypovia
® 15-20 ypovia
@ = 20 ypovia

Awdypappa 5. [Tocootioio Katavour) GOUPETEXOVT®V avVE £T1 TPOVTNPEGIOG

50



Lean Manufacturing

Ocov apopd tVv exmaidevon TV cvppeteyoviov, to 49.2% eivor améeottol
tprtoPdOpiag ekmaidevong, evad to 37.7% xotéyel petomtuylokd titho (didypappa 6).
To 9% etvon amdportor Avkeiov.

@ ASokTopikdc TiIThOC

@ MetamTuyiakog TiThog

@ Amogorog/n AEI-TEI

® Amnogomog/n Aukeiou

@ IEK TexviKAC NASKTPOVIKIDY
UTTOACYIOTWY- SIKTOWY Kol
TPOYPUUUOTITUGC NAEKTPOVIKWY
UTTOACYIOTWY

@ Teyvikn oxoAn

Awdypappa 6. [Tocootioio KATOVOUT CUUUETEXOVTOV 0VA ETITESO EKTOIOEVONG

To eminedo exmaidevong avd 0éomn epyaciag, amewkoviletor oto ddypoappo 7. Eivor
opkeTd evBappLVTIKO O0TL og BEoelg AlevBVVTAOV KOl ETIKEPAANG TUNUATOV TO EMITESO
exkmoidevong etvor vymAd, pe tovg amoeoitovg AEI-TEI kot tovg Katdyovg
UETOTTUYOKAOV TITAOV VO LOVOTTOAOVV TIG BEGE1g aLTEG.

Bar Chart
30 Extraideuon
@ Amrégorrog/n Aukeiou
B Amrégairoc/n AELTEI
B Meratruyiakég Tirhog
20 M Adaxiopikag Tithog

Oake

Count

o
oVYY r

RS
mm m
5% 3Jto > 382 8%
SE 2353 £ 32 %
= © = =
Sl [CIa =3 2 Q<5 <
V< ﬁﬁm = ﬁ:w{\ =2
™ «-.._:]i' . \!‘1“5— o
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Awypappo 7. Eninedo exmaidocvong ava 0éon epyaciog
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To obypappa 8 avagépetal oto péyebog TV eTapldv oTIg omoieg epyalovtol ot
GUUUETEYOVTEG OTNV £PEVVA, G GYE0T Ue ToV apiud epyalopévav mov amacyoiovy. To
peyoldtepo mocootd 38.5% eivor peydieg emyelpnoels pe meplocoTeEPoLs omd 250
gpyalopévoug, to 28.7% elvan pikpég emyepnoelg pe 10 éog 50 epyalopévoug, 10
27.9% pecaieg pe 51-250 gpyalopévovg kol téAog to voOAoumo 4.9% apopd TOAD
UIKpEC emyepnoelg pe Ayotepovg and 10 epyalopévoug.

® =10
® 10-50
@ 51-250
® =250

‘

Awdypappa 8. [Tocootwaia katavoun avé aptOpd epyalopévav TV ETOPLUDY

210 owbypoppa 9, mapovsialetar to peyedog TV £TAPLUOY OTIS OTOleg £pyalovtal ot
GUUUETEYOVTEG OTNV £PEVVA, GE GYECT] LUE TOV ETNOL0 KUKAO pyacidv. To peyoardtepo
10600T0 33.6% elvol UKPEG EMXEPNOES HE €TNO0 KOKAO gpyaciadv 2 €wg 10
exotoppvplo €, 10 32.8% eivor peyOAeg EMYEPNOEIS HE ETNOLO KLUKAO EPYOCLOV
peyolvtepo amd 50 ekatoppdpla €, to 24.6% pecaieg emyepnoelg pe 10 €wg 50
eKoToppvpLo € Kot TEA0G T0 VTOAOITO 9% 0POpd TOAD PIKPEG EMLYELPNCELG.

® =2:=x £
®2-10ex £
O 10-50 ek £
® =50 £

Y

Awypappa 9. ITocootioia Katavoun avé TG0 KUKAO EPYACIAOV TOV ETOLPUDV
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H endpevn epdtnon yio 1o Tpopil TV eMEPNCEDV, 0pOpd 6T0 €100 TV TPOIOVT®V
TOL TOPAYOLV Ol gTaipieg oTIg omoieg epydlovial Ol GLUUETEXOVTEG GTNV £PELVA
(O1dypappa 10). Ot coppetéyovieg pmopovoav va emréEovy €wg dvo amavtnoels. To
HeYOAOTEPO TOGOGTO 32% 0POPA EMXEPNOELS TAPOYWYNG UTICKOTOV/TASIHadidY Kot
dwnpovpeveov oV (oxapomiactikng. To 19.7% twv copueteydviov epyaletor o€
EMYEPNOELS YOAUKTOKOUKMV/TUPOKOUIK®OV, eV T0 16.4% o€ etanpieg apromotiog Kot
olevpwd®V  mpoidvimv. Xto. Ao €ldon  tpopipv  pe 19 amavinoelg
ovumepthapfavovior TpoOPLa Omwg Enpol Kapmoi, pmoayoapikd, odAtoeg, Oompla,
OPTOLOTO KTA.

Kptac / Wapia
ZUaK.PpouTa&Aayavikd
ZOKOAGTA / KOKAO

ApToTrolia / AAeupuidn

Kapég / Tad

lahakToKOMIKG / TUPOKOUIKG
‘Ehaia

Mmok./MNagiu./AlaT.cidn Zayap.
Zuuapikd

12 (9,8%)
10 (8,2%)

20 (16,4%)

2 (1,6%)

24 (19,7%)
—8 (6,6%
e -39 (32%)

3 (2,5%)
1(0,8%)
1(0,8%)
—1(0,8%)
—1(0,8%)
1(0,8%)
1(0,8%)
1 (0,8%)
0,8%)
0,8%)
8%)
0,8%)
0,8%)

AMAQ €idn E
1(0
—1 {
1
(0,8%)
(
=1 |
(
(0
(
(

TPOQIHwWV

-y
1 0,8%)
0,8%)
0,8%)

8%)
0,8%)

1
1
-1
—1(0,8%)

Awdypappa 10. TTocootiaio kKatavour ava 100 mpoidvtwv
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X ovvéyela ot gpmtnBévreg kKAnOnkav va koabopicovv molog eivar 0 KOpLEOIOG

GTPAUTNYIKOS GTOY0G NG etarpiog otnv omoia gpydalovtol Xe mococtd 60.7% ot
AMOVINGOELS OVESEIEOV ¢ KOPLPOIO0 GTPATNYIKO GTOYO TNV mowdtnta, eved pe 27%
akoAovBel 1) ikavomoinon TV telotdv (S1dypappa 11).

® Kawvotopio
@ Moiomma
|kavotroinon MeAaTwy
@® Eushific
@ Wiziwon KoaTtoug
@ Ikavotoinon Epyalopéviv
@ Emyzipnuamnkg ApioTeia
@ Augnon kepbogopiag

Aldypappa 11. ITocootioio Katavoun Yo ToOV KOPLOOIO GTPATNYIKO GTOYO TOV
ETOPLOV

Ytov mivoka 8 mapovcstaletal n ovdAvor GuoyETiong, Tov £yve pe T péBodo TV
ehayiotov tetpoydvov x° (Chi-Square test), ovaQopikd pe TV HETaPANTH TOL
KOPLEOIOV GTPATNYIKOV OTOY0L TV EAANVIK®OV Blopmyovidv tpogipumv ce oyéon ue
TOV £TNO10 KOKAO EPYOCIOV TOV £TAIPLOV. ANAdT, AV 0 KOKAOG EPYOCIDOV TOV ETOPLDV
oyetileton M emnpedlel TIG OMOVTNGCELS YO TOV KOPLPOIO OTPOTNYIKO OTOYO TOV
etoplov. Mg Baon v tun tov Likelihood Ratio 0.471>0.05 dev vrmapyet enidopaon.
[Mpaxtikd avtd onpaivel OTL Ol OMOVTAGELS YO TOV KOPLOOIO GTPATNYIKO GTOYO OEV
emnpealovtaol amd ToV KOKAO EPYOCLOV TV ETALPLDY. ZUVETNDC, GTPUTNYIKOG GTOYOG Y10
T1ig EAAnvikég Propmyovieg tpogipmv cuvolikd kot aveEaptnto and tov £T1o10 KOKAO
gpyooidv, eivar m mowomta. EmmpoécHeta, to Sibypoppo 12 emPeforcdvel to
GUUTEPOCHO OVTO, KOOMC AmEKOVILETOL 1) TOLOTNTO MG KOPLPAIOG GTPATNYIKOS GTOYOG
Yo OAEC TIG EMYEPNOELS OVEEAPTITOV KUVKAOL EPYUCLOV KOl 0KOAOVOEL 1] IKavomoinom
TEAATDV.
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NupakaAw kabopioTe TOV Kopugaio oTpaTNYIKG OTOX0 TG eTaipiag * Mol6g gival o eTHOI0g
KUKAoG gpyacdiwv Tng etaipiag Crosstabulation

Count

Moidg eival o M Mo¢ KUKAOG EpyamMuy TNE ETaIpiag

<2eK. € 2-10ek.€ 10-50exk. € >50ek.€ Total
I'Iupl:l(u_hm Ka&aplo‘rg 10V Kawortopia 1 1 1 2 5
';“g:o"fr'lz ::;;}2;""” Moiéinra _ 6 | il 18 27 74
Ikavotroinon MeAatmy 1 15 8 ] 33
Euehigia . 0 . 1 . 1 . 0 2
Meiwom Kéatoug 0 1 2 0 3
Augnom KepBogopiag 1 2 0 2 5
Total 11 41 30 40 122
Chi-Square Tests
Asymptotic
Significance
Value df (2-sided)
Pearson Chi-Square 12,215* 15 663
Likelihood Ratio 1473 15 471
Linear-hy-Linear 534 1 AB5
Assaciation
N of Valid Cases 122

[Mivakag 8. AvédAvon cuey£TIoNG Yo TOV KOPLPOIO GTPATNYIKO 6TOY0 TV EAANVIK®V
Brounyovidv Tpoeipmv e oy£o LLE TOV TG0 KUKAO EPYOCIOV

30

20

Count

10

P
2
<
[=]
=
o
T
j=}

pLULOIO] |

AMLOY3L | UolioLoany|

Bar Chart

Moidg
gival o
ETACI0G
KUkAOG
Epyaciwy
™mg
ETAIPIAg
W<2ex €
W2-10ek
M10-50ex €
M>50ex €

Di2I¥3Ng l

Sno1o0y Lomisiy L

Snidohogday| Lolgny F

MapakaAw KaBopIioTE TOV KOPUPUIO GTRPATNYIKG GTOXO TNG ETAIPIAG

Awdypappo 12. Zooy£€tion Tov Kopueaiov oTpatnytkov otdyov TV EAANvIKdV
Blropmyovidv Tpo@ilmy 6 GYEGN LE TOV ETNGL0 KOKAO EPYOCIDV
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EmumAéov, éywve avdlvom ocvoyétiong Chi-Square test (nivaxag 9) avagopikd pe v
LETAPANTH TOL KOPLPOIOL GTPATNYIKOL 6TOXOV TV EAANVIK®V Bropnyavidv tpoeifmy
Kot TNV 0éom epyaciog mov KatéYovv ot GUUUETEXOVTES. Andadn, av 1 B€om epyaciog
TOV GUUUETEYOVIAOV EXNPEALEL TNV GATOWYT] TOVS Y10l TOV KOPLPAIO GTPATNYIKO GTOYO TV
etoplov. Me Baon v tun tov Likelihood Ratio 0.730>0.05 dev vmapyet enidopao.
[Mpaxtikd avtd onuaivel OTL Ol ATOVTNGCELS YL TOV KOPLEOIO GTPATNYIKO GTOYO OgV
emmpedloviar amd TG 0B€celc epyaciag TOV GUUUETEYOVI®OV. ZUUTEPUCUATIKA,
OTPUTNYIKOC 6TOY0G Yo TG EAANvikéG Brounyavieg tpopipwv, cuvolikd Kot avedptnro
and 1 Béon epyaciag tov epwTOpEVOL, givoaw 1 mowotnta. To Odypappa 13
emPefordvel T0 cvpmépacpo avtd, kabmg amewovifeTal 1 TOWOTNTO WG KOPLPATIOG
OTPATNYIKOG oTOYOC Yoo OAeG TIG Béoelg epyociog kot axoAovBel 1 iKovomoinom
TEAATAOV.

MapakaAw KaBopicoTe Tov Kopu@aio oTPATNYIKG 0TOX0 TG eTalpiag * Mol gival n BEon cag oTnv eTaipeia Crosstabulation

Count
Mol ival n 8€am oac oTny £TaIpeia
MeuBUVTAC
Emikeparic YmeOBuvogin
AiuBivy TuARMaTtog Bapdiag
ZOppoukac / (Napayuwyric / Napaywynic / Epyaldpevoc /
TevIKag Twvtipnong /. EmBewpntic  Zuokeuadiog/ namny
NEUBUVTAC MNoidtnrac) Moidnrac Zuviipnanc Mapaywyn Ao Total
Mapakehw KaBopioTe 10V KawvaTouia 0 4 0 1 0 0 5
Kopugaio aTpatnyikd . . .
aT60 TNC ETIpiaC Moigrnta 12 33 7 12 5 5 74
IkavoTroinam MeAatwy 3 17 i 6 0 1 33
EuehiEin 0 2 0 0 0 0 2
Meiwem Kdatoug 0 1 1 1 0 0 3
AlEnom KepBoyopiog 1 1 1 2 0 0 5
Total 16 58 15 22 ] i 122

Chi-Square Tests

Asymptotic
Significance
Value df (2-sided)
Pearson Chi-Square 16,4387 25 901
Likelihood Ratio 20,315 25 730
Linear-by-Linear 014 1 904
Association
N of Valid Cases 122

a. 30 cells (83,3%) have expected countless than 5. The
minimum expected countis ,08.

[Mivakag 9. AvdAvon cuey£TIoNG Yo TOV KOPLPOIO GTPATNYIKO 6TOY0 TV EAANVIK®V
Bropmyoavidv Tpogipmy og oyéon e BEon epyaciog TOL EPOTOUEVOL
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MapakaAw KaBopioTE TOV KOPUPAIo CTPATNYIKO OTOXO TNG ETAIPiAg

Awdypappa 13. Zuoy€tion Tov Kopueoiov 6Tpatnytkov otdyov TV EAANvVIKdV
Bropmyovidv tpoeinmy oe oyéon pe ) BEon epyaciog Tov EPOTOUEVOL

O emopeveg epotoelg 10 kon 11 tov gpotnuatoroyiov, {ntodcav d00 anavincelg o€
kéBe epdtnomn. Xmv gpommon 10 ot CUUUETEXOVTEG EMPEME VO AMOVTINGOLY TOL01
TOTEVOLV OTL €ivarl 01 6V0 7o oNpavVTIKol Tapdyovteg mov Bondncav v etarpio TOVG
Vo KEPOIGEL TNV EUTIOTOGVVI] TOV TEANTAOV TOLG. XTov Tivaka 10 mapovoidlovion ta
ATOTEAECLLATO, Y10 TNV GLYKEKPLUEVT] EPAOTNGT), T OTTOia dElYVOLV OTL TOL GTEAEYN KOl OL
gpyalopevor otig EAAnvikég Propnyavieg tpoeipmv motebovy OTL 1 TodTNTO €lval o
Kopvaiog mapdyovtag mov Pondd TG gtoupieg vo kEPHIGOVY TV EUMIGTOGUVI] TOV
TEAATOV e TOG00TO 43.6%, evd axorovbel 1 a&lomoTio TV TPOIOVIWV e TOGOCTO
29.1%. Zto odypoppae 14 mopovoidletor m ovyvotnTo TOV ATAVINGCE®V. ATO TO
oLVoro TV 220 amavINeE®V, 1| TOWOTNTU GLYKEVIPMGE 96 anavtnoelg Kot 1 a&lomotio
TPOiOVIOV 64 aTAVINGELS.
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Customer Loyalty Frequencies

Responses Percent of
N | Percent cases
Customer Loyalty MeydAn yk&ua mpoiovTwy 28| 12,7% 23%
MoiétnTa 96 | 43,6% 78,7%
Xpovog mapddoong 7 3,2% 5,7%
Tiun 10 4,5% 8,2%
ACloTTIOTia TTPOIOVTWYV 64| 29,1% 52,5%
E€uttnpéTnon mmeAaTwv 15 6,8% 12,3%
Total 220 | 100,0% 180,3%

[Tivaxag 10. Zuyvotnta Kot TOGOGTIOAN KATOVOUN OTOVTIGEMY Y10 TNV EUTIGTOGUVN
TOV TEAATOV

Napayovteg nov BornOnoav tnv statpia va
KEPOLOEL TNV EUMLOTOOUVN TWV TEAATWV

EZYMHPETHZH NEAATQN
AZIOMIZTIA MPOIONTQN
TIMH

XPONOZX MAPAAOZHZ
MOIOTHTA

MEFAAH FTKAMA MPOIONTQN

0 20 40 60 80 100 120

Atdypoppo 14. Zoyvotnto omovTHGEMY Y10 TNV EUTIGTOGVUVI TOV TEAATOV

To ddypappa 15 mapovsidlel Tt motebovv ot dvBpwmor g EAAnvikng Prounyoviog
TPOPIL®V OTL £(EL KEPOIOEL TNV EUTIGTOCHVI] TOV TELOTAOV OTIG ETAPIEG TOVS, GE GYEON
pe  0éon gpyaciag mov koatéyovv. EmPefardveror 6Tt ) mordtTa amoterel kopveaio
TAPAYOVTO. Y0 TNV EUTICTOCLVN TOV TEAATOV, Omd Tovg AlevBuvtég péxpt TOLg
epyalopévoug oty mapaymyn. AkoAovbei n aélomiotio Tov TpoidvteV, ETIoNG Yo TOVG
TEPLGGATEPOLG AVOPDOTOVG TOL KAAOOV.

EmmAéov, to dudypappo 16 cvoyetilel tovg mapdyoviec mov £xovv kepoicel TV
EUTIGTOOLVI] TOV TEANTOV WHE TOV ETNCLO0 KOKAO €pyaciodv Tov etoupldv. Ilpota n
To10TNTO KOl LETA 1] 0ELOTOTIO TV TPOIOVTOV PaiveTal OTL KEPSILOVV TNV EUTIGTOCHVN
TOV TEAUTMOV, TOCO Yo TIG TOAD WIKPEG, HKPES, UECOUEC KOl PEYOAES EMUYEPNOELS,
oopPOvo Thvto pE TG avIMyeEls tov avBporeov g EAAnvikng Prounyaviog
TPOPIL@V.
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Auypappo 16. Zuoyétion Topaydvtov Yio TNV EUTIGTOCHVI] TOV TEAUTOV GE GYE0N UE

TOV ETNGC10 KUKAO EPYACLOV
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v gpotnon 11 ot GuuueTéyovTeg EMPENE VO AMAVINCOLV TOLES TIGTEVOLV OTL Elval
ot 600 MO CMNUAVTIKEG TEPLOYEG OE GYEOT LE TO TTAPAYDOYIKO KOGTOG OTIC ETAUPIEG TOL
gpyalovtat. Ztov mivaka 11 mapovoidloviol To amoTeAEGUOTA Y10 TNV GUYKEKPIUEVT
epMTNOT, To omoio, delyvouv OTL Ta oteAéyn kot ot gpyalopevor otig EAlnvikég
Bounyavieg tpogipmv motebovv 0Tl 10 KOGTOG A VA®V €lval TO ONUAVTIKOTEPO
Tapay@yikd k66tog e 10600to 31.9%, eved moAD kovtd akolovBel To epyatikd KOGTOG
pe mocootd 27.5%. 1o owdypappa 17 mopovstdleTar 1 GuyvOTNTO TOV OTOVICEDV.
Ao 10 oOVorO T®V 229 amovVICE®V, TO KOGTOG A VAMV GLUYKEVIPOGE 73 AmMAVTNGCELS
KOl TO €PYOTIKO KOGTOG 63 amavIncels.

Production Cost Frequencies

Responses Percent of
N | Percent cases
Production cost Evepyelokd k6oTOG 28 | 12,2% 23%
Epyatikd KO6OTOG 63 27,5% 51,6%
KOoTOC EAEYXOU TTOIOTNTAC 23 10,0% 18,9%
K&oT0Gg pETA®OPWV 15 6,6% 12,3%
KéoT1og A uAwv 73| 31,9% 59,8%
KooTOG unxavoAoyikou 27 | 11,8% 22,1%
e€otmAIoOU
Total 229 | 100,0% 187,7%

[Tivaxog 11. Zuyvdtta Kot T0G00TION0 KOTAVOLLT AOVTIGEDV Y10l TO TOPOYMOYIKO
KOGTOG

Moleg KaTtnyopiec mapaywyLKol KOGTOUG
€lvall OL TTLO ONUOVTLKEG

KO>TO2 MHXANOAOTIKOY EZOMNAIZMOY
KOzTOZ A YAQN

KO2TOz METADOOPQON

KOZTO2 EAErXQOY MNOIOTHTAZ

EPTATIKO KO2TOz

ENEPTEIAKO KO>TO2

Audypappo 17. Zoyvotnta amovIoE®V Y10, TIG KATNYOPIES Tapay®YIKoy KOGTOVS
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To odypoppo 18 moapovoualel Tic aviqyelg tov avlpormwv g EAAnvikng
Brounyoviag Tpoeipmv yio TG SNUAVTIKOTEPEG TEPLOYES TOV TOPAYMYIKOD KOGTOVGS, GE
oyxéon pe m Béon gpyaciag mov katéyovv. EmPePordvetar 6Tt To K66T0C A VA®V £lvar
TO OTMUOVTIKOTEPO TOPAYMOYIKO KOGTOG Yl TO TEPIGGOTEPA GTEAEYN TOV KAAOOVL, VD
akolovBet 10 ePYOTIKO Kk6GTOG,. O1 vevhuvol Bapdrog
TOPOYMYNG/GLOKELAGIOG/CUVINPNONG POIVETAL VO £XOVV SLOUPOPETIKY AVTIANYT, KOOMG
TGTEVOLV OTL TO £PYATIKO KOOTOG £Ival TO GNUOVTIKOTEPO KOl 0KOAOVOEL TO KOGTOG A
viov. EmmAéov, ot epyalopevol oty mapaymyn Bempodv onuaviikOTEPO KOGTOS TO
KOGTOG A VADV, e OEDTEPO UEYOADTEPO TO KOGTOG UNYAVOAOYIKOV EOTAGLLOV.

35 33
31
30
25
20 17
s 33 14
11 12
9ol
10 7 A Wi
6 6 5
5 3 5 3 3gm3 S B
d L 1 - SR n
. i N
Evepyelakd  Epyoatiko Kdéotog Kootog EAEyxou Kbéotog Kéotog A' YAwv Kootog
Koéotog Moldtntag Metadopwv MnxavoAoytkoU

E€omAlopol

B AleuBUOvVwy ZOPBoUAOG / Tevikog AteuBuvtrg

B AleuBuvtig / Emkedalng TuAuatog (Mapaywyng / Zuvtipnong / Notdtntoag)
EmBewpntig Nowodtntoag

B YrievBuvog/n Bapdiag Napaywyng / Zuckevaoiag / Zuvtipnong

M Epyalopevog/n otnv Mapaywyn

Awdypappa 18. Zuoy€tion avtiinyng Tapaywyikob KOGTOVG 6€ oxEon e T 0éom
EPYACIOC TOL EPOTMOUEVOL

To dudypappa 19 cvoyetiletl TG ONUAVTIKOTEPES TEPLOYEG TOV TTAPAYOYIKOD KOGTOVC,
o€ OYE0N LE TOV ETNOL0 KVKAO €PYOCIOV TOV eToupldv. Tig peydrec kol pIKPEG
EMYEPNOELG PAIVETOL VO TIG OTAGYOAOVV TPATA TO KOGTOS A VAMY KO GT] GLVEXELN TO
epyatikd kO60T0C, emPePardvoviag To mponyovueve omoteléopoto. Qotdco, TIG
UECOIEG EMYEIPNOELS POIVETAL VO TIC OTOCYOAEL LE LIKPT SLOPOPdL, TPDOTO. TO EPYOTIKO
KOGTOG Kot EMELTO TO KOGTOG A VADV, VO Y10 TIC TOAD HKPES EMYEIPNOELS PAIVETOL TO
010 onuavtikd 1060 10 KOGTOG A VAMY OGO KOl TO EPYATIKO KOGTOG, GUYKEVIPMVOVTOS
oo 7 amovINGELS AVTIGTOLYO.
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Avdypappa 19. Zvoyétion avtiAnymg mopaymyikod KOGTOVG 6 GYEOT LLE TOV ETIGLO0
KOKAO EPYOCLOV

Xvvoyilovtag, otnv €pevva GLUUETEOV Avipeg o€ mocootd mepimov 80%, evad To
vrorowmo 20% Mrav yovaikeg. To 60% mepimov twv coppeteydviov ntav Atevboviég
TUNUATOV TOpOy®YNG, CUVINPNONG Kol EAEYYOL molOTNTOG 1N YeVIKol AtevBuvtés. To
25% mepimov Mtav vmevBvvol PAapdlag mOPAYOYNS GLVTAPNONG, 1| CLOKELOGING KOl
eleyKTéC moldTNTOG, €V TO VmOAowmo 15% epyaldpevol otnv mopoymyn 1 GAAo
Tufpoto. Ot amavINoELS TOV GUUUETEXOVI®OV AVESEIEAV MG KOPLPAIO GTPUTNYIKO GTOYO
Yo Tig emyepnoelg g EAnvikng Propnyaviag tpoeipov v motdtnto Kot v
Kavomoinomn tov tedatdv. Emmiéov, avédeiay @ onuavTiKOTEPOVG TAPAYOVTEG TOV
BonBobv Tig EAMVIKEG emiyelpnoelg Tpoeinmy va KePSIGOLV TNV EUTIGTOGUVI] TOV
TEAOTAOV TOVG, TNV TowoTNTa Kol TV aflomotio Twv 7Tpoidoviov tovg. Télog,
ONUOVTIKOTEPO, TAPUYOYIKA KOGTN Tapovotdlovtal va gival 10 K66ToG A VADV Kol TO
ePYOTIKO KOGTOG, TAVTIO GUUPMVO HE TIC OVTIMYELS TOV GTEAEYDV Kol €PYUlOUEVOV
tov EMnvikov Bounyoviov tpoeipov. Amod To TOpOTOvVE OTOTEAECUOTO, YIVETOL
€0KOAQ aVTIANTITO OTL 1) EAAYLGTOTOINGN TG OTATAANG, 1 PeATion TG TOdTNTAG Kot 1
IKOVOTIO{N 0T TV TEAATMOV amoTeEA0VV Koo 6tdY0 1060 Yoo v EAAnvikn Bropmyavia
Tpogipmv 600 kat yuo. T A Hapoywyn, kabiotdviag avaykaio v epappoyn Lean
amd Tov KAASO.
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3.3.2 H sz@appoyq mpoktikov Avtig Iapayoyng omv Elnvikn Bropnyoevie
TPOPip®V

H evémrta tov mpoktikdv Lean 610 ep@mHOTOAdY10, 0KOAOLOEL TV TPOTOCT TOV
Shah & Ward (2007), mov ékavav oto apbpo tovg “Defining and developing measures
of lean production”, oto omoio kaBopilovton 48 mpaxtiKéc o1 omoieg ywpilovral oe 10
opdoeg. H pedétn tovg, ypnonuonoince pio moAvotadiakn pébodo kot katéAnée oe 3
enineda mpaxtikdv Arg [Hapaywyng (Dora et al., 2016). To npdto eninedo oyetileton
pe Tovg TPounBevTéC Kol TNV EmMOpPOCT TOVG OTNV TOWOTNTO, TO KOGTOG KOl TIG
TapaddGELS, ot omoiot Oyt poévo Bonbovdv ot peimon TV xpOveV Kot Tov KOGTOVS, AALA
Bedtidvouv kot v mowdtnta (Wagner, S. M., 2010). [Tepriapfavel mpaktiKés OTmg M
aVaTPOPOdOTNON Yo TNV amdO0GN TOLG Kot 1) dcPAASN OTL TapadidovV G YPOVOVG
JIT. 210 dgvtepo eminmedo twv mpoktikdv tg Armng [Hopaywyng meprhappdvetar m
GUUUETOYN TOV TEANTMOV KOl 1| EMIOPACT TOLG OTIS OMOPAGELS TOV ETAPLOV Yol THV
avénon ¢ KavoToinong Tov TeAdT, TG TowdTNTOS Kot TG mopaywyns (Da Silveira et
al., 2001). To tpito eminedo oyetileTon LE E0MTEPIKA OEHATA TOV ETOUPIOV TA OTOLN
nepapfPdvoov v eAevBepn pom, TV mopaywyn EAENG, TNV TPOETOWACIO TNG
Topay®YNG (setup time), ToV OTATIOTIKO EAEYYO, TN CLUUETOYN T®V €PYOLOUEVOV KOl TO
TPM. Ot Shah & Ward (2007) cvvoyilovtag, katainyovv o 10 opddes TpoaKTIKOV Ot
omoieg giva:

1. Zvppetoyn mehotdv
[Mopoyn avatpo@oddTNoNG GTOVG TPOUNOEVTEG
[Tapdooon JIT and tovg TpounBevté
Avantuén mpoundevtadrv
Hopaywyn €AEng
EAév0epn pom|
Meimon ¥pOvVOV TPOETOLAGIOS TOV UNYOVOV
Ol mopaymywkn cvvipnon (TPM)
. ZTOTIOTIKOG EAEYYOG SLOOL0KOGLDY
10. Xvppetoyn epyalopévav

00N oL R W

H oAotikn avt mpocéyyion, meptloppdvel o660 ecwtepikd OEpato TV TUPLOV
aALG Ko eEmTepika Bépata (meddtec, mpounbevtés). EmumAiéov, mepthapfavel 6o tovg
avBpdmovg aArd Kot T1g dradKaciec. Amo Ti1g 48 GUVOAKE TPAKTIKEG TOV TOPOLGLALEL N
HEAETN, €ywve emAoyn 22 TPOKTIKOV Yo TNV Topovoa EPEvva UE OTOYO OPEVOS TO
EPMTNUATOAOYIO VO PNV €lvol HOKPOOKEAEG KOl KOVPOUOTIKO, OQPETEPOL Vo, gival
neplocotepo okelo ot EAMnvikég emyeipnoelg (Ilivakag 8). Ov mpoktikég eival
GUVTOYUEVEC €TCL, MOV GTNV  TPOYUOTIKOTNTO TEPLYPAPOLY TNV  EQAPUOYN TOV
gpyoreiov g Aumng IMopaymynig kot dev KAvouv omAn ¥pnomn g opoioyiag Tov
epyareiov Lean, ka1t to omoio B SLoKOAEVE TOOVA TOVG CLUUETEXOVTEG OTNV EPELVAL.
Avt ftov Kol 1 opyLK] avnovyio Tov GuYYpPAPEd, YL TO OV TO CTEAEYN KOl Ol
epyalopevol Tov EAAMVIKOV Blopmyovidv Tpo@itmy €(ouv Tn yvoon v omovTGouV
OYeTIKO pe To emimedo epappoyns g Aie Iopaywyne otig emyelpnioelg mov
gpyalovtat. Tnv avnovyio avt emPePaince Kot n avotpo@oddTnoT Tov {nonke amod
TOUG GLVOOEAPOVS TOL GLYYPAPEN GTO UEYOADTEPO €K TMV TEGGAPOV EPYOCTAGI®OV
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Bopmyoviog €0OV S1ATPOPNS, HETA TN SOKIUOGTIKE OTOGTOAN TOL EPMOTNLOTOAOYIOV.
Apxetol Ntav avtoi Tov e£EQPAcAV T GLGKOAIN TOV GLVAVTNGAV, MCTE VO OTOVTIIGOVY
oV evotnra Yo 11§ TpakTikég Lean, mtapdho TOv 1 GLYKEKPLUEVN EVOTNTA ATOPEVYEL
Vo YPNOIULOTOMOEL “okAnpn” opoloyia Lean. Qotdc0, amd Vv ovatpo@oddtnon mov
VIPEE HETA TNV EMIONUN ATOCTOAN TOL EPMTNUATOAOYIOV GTIC Propunyovieg TpoPinwy
6€ OAMOKANPM TN YOPO, To PnvOpate NTav OeTikd G TPOg TNV KOTAVONGN TOL
EPOTNUATOA0YIOV AL KO TO EVOLOPEPOV TTOV TOPOVGLALEL.

Reliability Analysis — EAeyyoc eowtepikns ollomotiog Tov OlyuaTog

O éheyyog a&lomotiog tov oelyparog (Reliability Analysis), e&etdlel v ecmTEPIKN
ocuvémeln Kol a&lomotio Tov epotnuatoloyiov. Tlpaktikd, eetdlel av ot emUEPOVG
EPOTOELS KAOE EVOTNTAG TOL EPOTNUATOAOYIOV €lval KATAAANAES Y10 VO AEIOAOYTIGOVY
10 Vo Oepedvnon eovopevo. o tov €heyyo ¢ aflomotiog Tov detypotog Eywve
avdivon eomtepikng ovvénewg 1N oaélomotiag (Internal Consistency). O dgiking
HETPMNONG TNG £0MTEPIKNG GLVETEWNG 1 a&tomiotiag eivar o Cronbach’s Alpha (o) kot 1
TN TOV TPEMEL VoL etvan peyadvtepn amd >0.7.

O éheyyog ecmtepikng a&lomotiog Tov delypatog £6eiée vynAn adlomotioo VIO TV
Vvolo TNG €0MTEPIKNG OLVEMELNG OTNnV evotnta Yoo tov Pabud eeoapuoyng tomv
npoktikdv Armg Tapaywyng otig EAMnvikég PBopnyavieg tpoeipov kot o Oeiktng
Cronbach's Alpha (a) eivot 0.869>0.7

Scale: Reliability Analysis Lean Practices

Reliability Statistics

Cronbach's
Alpha
,869 22

N of ltems

Ot omovtijoels yio 1o fobuo epopuoyns mpaxtikwv Aitng Hopaywyng oty EAAnvikn
Prounyovio tpopiuwv

Y10 Sudypappa 20 mapovcsidlovtal ol omavtnoelg oty epaton ¢ 2e © pfabuo

ovupwveite ue v epopuoyn mpoxtikwv Aitng lopaywyng oty etapio oag;”
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Awdypappo 20. Zoyvotnta anavtioemy yio Tov Badud epappoyng tpoktikav Artg [Hopaymyng
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Factor Analysis — Lean practices

Mo mv opdda tov mpaxtikov At Iopayoyng ommv EAXinvikn Bounyovia
tpogipwv, ard tov mivakoe KMO and Bartlett’s test (mivaxag 12) mpokvmtel 0TL TO
dedopéva gtvor katdAAnia yio ) degaywyn mopayoviikng avaivong. O deiktng KMO
etvar 0.801>0.6 ko o deiktng Sig. Tov Bartlett’s Test of Sphericity eivat 0 (p<0.05).

KMO and Bartlett's Test

Kaiser-Meyer-Olkin Measure of Sampling Adequacy. ,801
Bartlett's Test of Sphericity | Approx. Chi-Square 1040,748
df 231
Sig. ,000

[Tivaxog 12. KMO and Bartlett’s test yia ti¢ mpaktikég Artg [apaymyng

>tov mivoka Total Variance Explained (mivokag 13) mapovcidleton 10 m0606TO NG
dwkdpavong mov epunvedel kdbe mpaktikny At Ilapoywyng omv EAnvikn
Brounyavia tpogipwv. Daivetal GUVOAKAE OTL 01 OKTD TPMOTEG TPAKTIKES £ENYOVV TO
71.759% g dtakdpovong tov detypotoc. Ewduotepa, to 29.270% 10V GUUPETEXOVI®OV
TNV £PELVA, TIGTELOVY OTL O TPOYPUUUATIGUAC TNG CLVINPNONG TOV eEOTAGLOV givat
N emMKpOTESTEPN TPOKTIKN oty EAAnvikn Popnyovia tpoeipwmv. 1 cvvéxswn ot
EMOUEVEG EMIKPATECTEPES TPOUKTIKES €IVOL 1 EQPOPUOYN TPOYPAUUOTOS TPOANTTIKNG
ocuvtnpnong pe tocootd 8.827%, n avoTpoPoddTNoT amd Tovg meAdteg pe 6.745%, n
TOKTIKY EMKOWVOVIO ILE TOVG TEAATEC HE TOG0GTO 6.469%, ta cvotuato Kanban pe
1060010 6.162%, 01 oToTIoTIKEG PéEBOSOL e T0o00TO 4.972%, 1 €VEPYN GUULETOYN TOV
epyoalopévov oe opddeg emilvong mpoPAnudtov pe mocootd 4.748% wor TEAOGC M
TAPOKOAOVON O TOV ¥POVOV TOPAYDYNG TOV TPOIOVI®V e T0c00TO 4.566%.

66



Lean Manufacturing

Initial Eigenvalues

Extraction Sums of

Squared Loadings

% of | Cumulati % of
Total |Variance| ve % Total | Variance
Component
Agpiepdvetat ypovog Kabnuepva yio TOV TPOYPOLLLATIGHO 6439| 29270| 29970 6.439| 29270
£PYOCIHV GLUVTNPNONG TOL EEOTAMGUOD ’ ’ ’ ’ ’
EqapnoGerat mpoypapia mpoknariic suveipnons 1,942| 8,827 38097| 1,942| 8,827
Aappavovpe avarpopoddtnon (feedback) omd tovg meddreg 1 484 6.745| 44842 1 484 6.745
pog yio Ty arddoon pog og BEpata TodTnTag Kot ’ ’ ’ ’ ’
TapAdooNs
Eipoote o€ taktiKy / 6TEV EXIKOWVOVINL LLE TOVG TEAATEG LOG 1,423 6.469| 51,311 1,423 6,469
Xpnotpomotovpe Kanban squares (emionpocpéveg meployes 1356 6162| 57473 1356 6.162
610 86medo) N képteg Kanban (evtolég mapaymyng 1 ’ ’ ’ ’ ’
UETAPOPES) Y10 TOV EAEYYO TNG TOPOYDYNG
X PNOILOTOLOVUE EKTEVHS GTATIOTIKES [eBOS0VG Y1t ToV 1.094 4972| 62445 1.094 4972
TPOGIOPIGUO TV SLOKVUAVGEDY OTIG SlodiKacieg ’ ’ ’ ’ ’
Ot gpyalOUEVOL GTNV TOPAYMYT) GUUUETEXOVV EVEPYA GE 1045 4748| 67193 1045 4748
opGdeg eniivong TpoPAnuGTOV ’ ’ ’ ’ ’
[oapakxorovBolie TOVG YPOVOLG TAPAY®YNG TV TPOTOVIMV 1004 4566 71759 1004 4566
DOTE VO, AVTATOKPIVOLUGTE YPYOPT. OTIG OTAUTHOELS TOV ’ ’ ’ ’ ’
TEAOTOV
O1 dwdikaoieg oty Tapaywyn Ppickoviol VTd XTATIGTIKO 818 3717| 75.477
"EXeyyo(éxovv mpoPAéyiun Stokduavon) ’ ’ ’
XPNGILOTOLOVE YPOPTLLOTO Y10l VOL TOPAKOAOVOOVLE Kot VoL 769 3494| 78971
oV{NTOVUE UE TO TPOGHOMIKO TO TOGOGTO ENATTOUATIKDV ’ ’ ’
GTNV TAPAYDYN
To 16t0pKd GLVTAPNONG TOV EEO0TAIGHOV TaPOVGLALETOL 641 2915| 81886
TOKTIKG, GTO TTPOCMTKO ’ ’ ’
Atg&dyovpie oLV £PEVVEG IKOVOTOINGONG TTEAUTAOV 603 0742| 84,628
Ot gpyalopevol oty Topaymyn £xovv KabopioTucd/MyeTied 530 2409| 87038
poLo otig Tpoomabeieg Beltimong TpoidvTmV/S1adIKacIOV ’ ’ ’
Eipoote og taktikn /otevi) EMKowmvia e TOVG 465 2114| 89.152
popndevTéc pog ’ ’ ’
H nmapayoyn o kéOe otabpo “éiketar” amd tn {ntnomn tov 438 1.991 91 142
EMOPEVOL GTOOLOD ’ ’ ’
O1 kOp1ot TPouNBEVTEG Hag TOPOSId0VY GTO EPYOCTAGLO 401 1823| 92965
axpiBadg ) oty mov ypetdletar (Just in Time) ’ ’ ’
Ot opddeg Tpoidvimv kabopiCovv ) didtaén tov 350 1590| 94555
gpyootaciov ’ ’ ’
Ta mpoidvto ta&vopotvior e opddeg e fdaon tig
omotnoelg enegepyaciog (OAOES e TAPOLOLES OTTOLTIOELG ;340 1,546 96,100
eneepyoociog)
Kdvovpe poomddeio va LEIOGOVE TOVG YPOVOLG 281 1279| 97380
TPOETOLLAGIOG TNG TOPOY®OYNGS (setup time) 610 £pyosTaclo ’ ’ ’
nog
Kdvoupe mpoonadeia va petdcovpe tov aplipd tov 219 996| 98376
npopunBevTdv pag og kabe katnyopio ’ ’ ’
Xpnotpomolovpe chotnue Topay®yns EAENG, dniadn 208 944| 99319
nopdyovue povov 6t {nreitan, 6mote Cnretran (Pull ’ ’ ’
production system)
To TPOCHOTIKO TAPAYDYNG EKTALOEVETAL GE TEPLGCOTEPEG 150 681/ 100,000

omo pia 0¢oeis epyaciag (cross-functional training)

Extraction Method: Principal Component Analysis.

[Tivaxag 13. Total Variance Explained ywa ti¢ mpakticéc At [Hapoaymyng
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To Scree plot (dudypappa 21) mapéyet T1g €VvOLiEEIS Yo TIG OKTM ONUAVIIKOTEPES
OTATIOTIKA TPAKTIKEG Yoo TNV EAAN vk Bropnyavia tpoeipwv. To andtopo puépog g
KOUTOANG Oelyvel OTL O1 OKTM TPOTEG TPOKTIKEG EPUNVEVOVY TO UEYOAVTEPO TOGOGTO
NG SLOKVULAVOTG TOV SEIYUOTOC KOl OTN GUVEYELN 1 KAUTOAY OLOAOTTOLELTOL.

Scree Plot

Eigenvalue

—

T2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22

Component Number

Awdypappa 21. Scree plot yia tig mpaktikeg Avtng [Hopaywyng

Ytov emopevo mivako (mivakag 14) mapovsidlovtal o1 OKT® TEAMKOL TOPEyYOVTIES TOV
npoékvyav and tn péBodo mepiotpoerg (Varimax with Kaiser Normalization) kot ot
TPOKTIKEG TOL GLGYETICOVTOL TEPIGTOTEPO LE KAOE TAPAYOVTOL.

Component Item Loadings

1.2vvtipnon eéomliouov

Apiepavetor  ypoévog  kobBnuepvd Yo TOV  TPOYPOUUATIOUO  EPYACIOV

, , 0.822
oLVTIPNOTG ToV €EOTMGLOD
Epappoletor mpodypopplo TpOANTTIKNG GUVTHPNOTG 0.770
To 1otopikd ocvviipnong oV e£omAMoHod  ToPOVCIleTOl TUKTIKE GTO 0741
TPOCAOTIKO ’

2.2T0T10TIKOG EAEYY0G

XPNGIUOTOIOVUE EKTEVADG OTATIOTIKEG UEBOSOVE Y100 TOV TPOGOIOPIGUO TV 0.814
SLKLUAVOE®V GTIG OUOIKOCTIEG ’
Ot dwdikaciec oty mapaywyn Ppiockovror vd Ztatiotikd ‘EAeyyo (§xovv 0788
TPOPAEYIUN SAKVOILOVGT)) '
XPNOHOTOIOVE YPAPTLOTO Y10 VO, TOPOKOAOVOOVLE Kol Vo culnTodUE e 0541

TO TPOGMOTIKO TO TOGOGTO EAATTOUATIKMOV GTNV TOPAYDYN
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3. Ileldreg

4. Zopueroyn epyalousvarv

5. “EAEn” vlikwv kou
ovotiuota Kanban

6.Ouadormoinon mpoioviwy

7. IlpounBevtés kou Pull
production system

8. Exmoidevon epyolopuévav

[MopakoiovBodue TOLVG YPOVOLG TOPAYOYNG TOV TPOIOVIOV (OOCTE Vo
OVTOTOKPIVOLLOGTE YPNYOPO OTIG ATOLTNOELS TV TEAATOV

Aappdvoovpe avatpopoddtnon (feedback) oamd tovg meAdteg pog yo v
amodoon |G og BEpaTe To10TNTag Kol TapAdooTg

Eipoote o€ TakTikn / 0TEVH EMKOWVOVIO LE TOVE TEAANTES LLOG

Ate€dryovpie ouyva £pEVVEC IKAVOTTOINGTG TEAUTMV

Ot gpyalduevol GTNV TOPUYMYT] CULLETEYOVV €vEPYE o€ ORAdES EMIALGNG
TPOPANUATOV

Ou epyalopevol oty mapaymyn €xovv kKaBoploTIKO/MYETIKO POLO OTIS
poonabeieg Pelticong TPoiOVTOV/O1001KACIOV

H mopoywyn oe kdbe otobud “éiketar” amd 1t {ftnon tov emduevov
oTafpov

Xpnowonotovpe Kanban squares (emonpocpéveg meployés oto dGmedo) M
kdpteg Kanban (evtodég mapoywyng 1 HETOQOPAC) YO TOV EAEYXO 1TNG
TOPOLY®YNG

Ot opdoeg mpoidvtwv kabopilovv T didtaén Tov EpyocTacion

To mpoidvta tagivopodvtol oe opddeg pe Pdon Tig anartioelg enelepyaciog
(Opadeg pe TapOUOLEG OMAITNOELS EneEepynciag)

Kévovpe mpoomdBela vo peidoovpe tov aplfpd tov Tpoundevtdv pog o€
Kkd0e katnyopia

XpNoHoTotoVe GVOTNUO TOPay®YNG EAENG, dNAadT Tapdyovue povov Ott
{nreiton, omote {nteiton (Pull production system)

To mpocomKO TAPAywOYNG EKTAOEVETAL GE TEPIGOOTEPEC amd pio Béoelg
epyooiag (cross-functional training)

0.536

0.822

0.808

0.641

0.803

0.743

0.820

0.693

0.825

0.518

0.811

0.781

0.719

[Tivakag 14. Tehkol mapdyovteg and tn péBodo meprotpoenc (Varimax with Kaiser

Normalization) yw 11g mpaktikéc Artng [Hopoaywyng
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Amd 1o amoteAéopata SloKpiveTol OTL, TPOKTIKEG Ol omoieg oyetifovior pHe TOVG
neldteg, to ovotnuota Kanban kor v zmpoinmtikny ocvviipnon (TPM) eivon
emkpatéotepeg Yoo 11 EAANvikég Propmyavieg tpogipmv, cOpeova pe v avtiinym
TOV CLUUETEXOVTOV otV épevva. H €pevva emumiéov avadeikvier younio Padbud
epapuoyng oe Lean mpoktikég mov oyetiCovron pe mpoaktikég flow, pull, set up kabmg
Kol OYETIKEG e TOLG Tpounbevtés ko ) ovppetoyn tov epyoalopévav. Emiong,
kaBopilel to younid Pabud epappoyng SPC otig EAAnvikég Bropnyavieg tpopipwmv,
apd 11§ vrodeitelg e PProypaeiog Yo v KataAAnidtrta mpoktikdv SPC ot
Brounyavia Tpo@ipwmv.

Avaroya givon ta amoteAécpato Kot otnv épegvva tov £ywve to 2010 v to IMSfood
(Dora, M.K., 2014), om Iepuavio, Béiylo wor Ovyyopio yio TIg piKpopeoaieg
EMYEPNOELS TOV KAAGOL TOV TPOPinw®V, 1 otoia avédElEe ¢ mo owkeleg mpaktikég Lean
avtég mov oyetiCovral pe tovg meldteg, ta cvotiuota Kanban kot to TPM. Kot o11g
tpelg awtég Evpomaikéc yopec mapovotdletar emiong yapuniog Babuog epoapuoyng oe
npaktikég flow, pull, set up, SPC kot mpaxtikéc mov oyetilovtat pe Tovg TpoundevTés.
H 1010 épevva emmAéov, avadeikvoel 6t mpaktikég Lean ot omoieg oyetiovion pe
ocoppetoyn TV epyalopévav, Om®G 1 EKTMAIOELOT] TOLG, Ol OMAdeES emilvong
TPOPANUATOV, 1] GUUPETOYN TOVG G€ TPOooTadElEg PerTimong, Tapovotdlovv VYNAOTEPO
Babuo epappoyne oe oyéon pe v EAAnvic Bropunyavia tpo@ipmv.

EmnpocBeta, o1t Psomas et al., (2018), omnv £€pevva 006 o€ pukpopecaieg EAAviég
EMYEPNOELS TPOPIL®V, Ol omoieg eivan eEokelwpévee o€ ovotuato PeAtioong Kot
To10TNTOG, SVUTEPavVAY OTL ivarl tKavomomTikdg o Babudg epapproyng npoktikov TPM
Kot gehevbepng pone. Qotdc0, advvapa onueia avadeiydnkav va etvat o kKaBopiopdc twv
onueiov 6mov dnuovpyeitol omATIAN Kot 0 YoUNAOG BabUOg EQAPUOYAG TPAKTIKMOV
napoyoyng EAENc kot JIT. Tnv idw dmoyn e&éppacav ko ot Khusaini et al., (2014),
o710 &pBpo toug “A Survey on Lean Manufacturing Tools Implementation in Malaysian
Food and Beverages Industry using Rasch Model” o1 omoiot d1eEnyayav épgvuva yio TV
epapuoyn mpoktikeov Awng Ilapaymyng ot Prounyavic TpoeipH®v Kol TOTOV TG
Moiooiog. Ta amdtelécpatd Tovg avédelEay 6T 1 Propnyovic TPOPILMV Kl TOTOV OgV
epapuoler mpaxtikég JIT, mbava Adyw g 1010¢ ¢ eoong e Propnyoaviag kot g
EMewyng eveMéiog mov mapovotalel. Mo akdun €&nynon yw 1o younAd Poduod
EPOPUOYNG TPAKTIK®OV Topoy®wyns €AEng kot JIT amd t Propnyovio tpoipwv, Oa
pumopovse va givor M peEToPANTOTTA 0TV TOdTNTA Kot Tpopundeia Tov A vA®V, 1
actdBe g (nong kot M dvokoAia mpOPreyng g {fTnong, mTAPAYOVTEG TOL
Kk0016ToHV SVGKOAO TOV TPOYPAUUATIGUO TNG TOPAYOYNS OAAG Kot TN dabécipotnTa
TOV TEAMKOV TPOTOVIMV, COUPMVA TAVTO LLE TIG avapOopES TG PipAoypapiag.
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333 O PBaBpog epappoyis ™ Aurng Hopoyoyqs Kot TOV GUGTNHATOV
owopaiong morwotntas otnv EAAnvikn fropnyavia tpo@ipowv

H emopevn evomta {ntovoe amd Tovg GUUUETEYOVIES GTNV £PELVO VO ONAMGCOLV AV
epapuolovv NoM mpaxtikég Lean, N av epapuolovv mpaktikég Artig Topaymyng tig
omoie¢ motOco dev amokarovv Lean oty etoupio dmov epydalovror. Emmpdcberta, ot
GUUUETEYOVTEG EMPETE VAL SNAMCOVY OV Ol £TALPiEG OTIS omoieg epyalovtat epapuolovv
N Oyt cvotiuoTa dlcPdiiong tototntog 6mwg o HACCP, ISO 9001, ISO 14001, ISO
22000, FSSC 22000 / IFS kou BRC. Zmnv mpdén yivetor por cOykpion g avtiAnymg
oL €YOLV Ol GLUUETEXOVTEG Yoo TNV epapuoyn Aung [Hapaywyng oe oxéon pe v
EQUPUOYT] GLOTNUATOV SGPAAIGNG TOLOTNTAG, TV OTIYUN HAAOTO TOL £ivol YvmGTO
ond 1t PPAoypaeio 6t N Propnyovio Tpoeipwy eo0TIdlel TEPIOGOTEPO GE PEBHOOVG
dacdiong ¢ moltdtnTag Tapd o€ pebdoovg Pedtimong.

210 Odypappo 22 mopovotdloviol Ol OmOVINCGES GTNV EPMTNOT YO, TOV OV Ol
EAAnvucég Bropmyovieg tpooipmv epappdlovv non mpaktikég Awng Ilapaywyns.
Awxkpivetor o moAd youniodcg Pabuog spappoyng Avmg Iapaywyng ommv EAAnvikn
Brounyavia tpogipmv, kabng ardivta copnewvel 10 9.8% TOV CLUUETEYOVIOV EVED TO
15.6% cvppovel Alyo.

1. H eTaipia pag sqpapudzel Adn ipakTikég Aitrg Mapaywyng (Lean Manufacturing)

122 anavtrhoelg

60

52 (42,6%)

40

20 23 (18,9%)
16 (13,1%)

19 (15,6%)
12 (9,8%)

Alaguvi AICPUVED OuTe BIaQWVLY, U@V FUPQUVD
amoAuta Aiyo OUTE CUHPWVW Aiyo améAuta

Awdypappa 22. ZoxvotnTa Kol TOGOCTION0 KOTAVOLY| OTAVIIGEMY Y10 TO OV Ol
EMnvikég Bropmyavieg tpogipmv epappdlovv nom npaktikéc Artig Iapoymyng

210 Odypappoa 23 mopovotdloviol Ol OmOVINCGES GTNV EPMTNOT YO, TOV OV Ol
EAAnvucég Bropmyavieg tpogipwmv epapuolovv mpaxtikég Atng Hapaywync, Tic omoieg
®otH660 dev amokarobv Lean. Avadeikvoetal o yauniog Pabprog epoapoynsg TpaKTiKov
Awme TMopaywyne, ot omoieg ®motdco oev amokaAiovvior Lean omnv EAAnvikn
Brounyavia tpoeipmv, Kabdg andivta cuppwvel 10 9.8% TtV cLUUETEXOVIOV, EVD Eva
UEYOAVTEPO TOGOGTO TNG TAENG TOL 32%, cLUE®VEL Alyo.
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2. H eTaipia pag epapuodzel tpakTikég AiITAG Napaywyng, woTdoo dev TIG ATtokaAoLue Lean

122 anavtnoelg

60

47 (38,5%)

40
39 (32%)

20

16 (13,1%)
12 (9,8%)
8 (6,6%)

Alapuoviy AlaQuviy QuUTE DoV, ZUPQVD ZUpQUVL
QTTOAUTO Aiyo OUTE CUHQUIVID Aiyo aTTéAuTa

Awdypappo 23. Zoyvotnta Kot T0GOCTION0 KOTAVOUN ATOVTCE®V Y10 TO av ot EAAnvikéc Bropmyoavieg
Tpopipwv epapuolovv mpoktikég Artng [apaywyng, Tic onoieg wotdc0 dev amokarovv Lean

H endpevn epotmon agopovce v epoppoyn HACCP (Suaypappa 24). To 95.9%
amavinoe voi, eved Oyt omdvinoe poilg 1o 4.1%. AmewoviCetan 61t to HACCP
epapuoletar oxeddv cuvolikd amd OAN v EAAnvikn Bopnyovia tpoeipmy.

@ NAI
@ oxi

Audypappa 24. Iocootiaio katavour| anaviioeov yio tnv epapuoy] HACCP otig
EAAnvucég Bropmyavieg tpopipwmv
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To dudypappa 25 ameikovilel 10 TOGOOTA TOV ATAVINCEOV Yo TV gpapuoyn ISO
9001. To peyodvtepo mocootd G taEewg tov 73% twv EAAnvikov Bopnyovidv
tpogipmv papudlet ISO 9001, eved to 27% dev epappdlet ISO 9001.

® nNAI
® ox

Awdypappa 25. Iocootiaio Katoavoun anaviioewv yo v epappoyn ISO 9001 otig
EAAnvucég Bropmyavieg tpoipwmv

Ta mocootd twv oamavimoemv vy v epoppoyr ISO 14001 mapovsialovtor c6to
Suypappo 26. To peyadvtepo mocootd 54.9% twv EAANVIKGOV Brounyovidv tpoeipnmv
dev gpappoler ISO 14001, eved to 45.1% epappoler 1o cOoTUO TEPPOAAOVTIKNG
dwyeipong. TMapatnpeitor 6t1, Ayodtepeg amd 115 poég EAAnvikéc Propnyavieg
TPoPipmv  avtipetonilovy omotedeopatikd To mEpPoriovTikd Oépota, €ved  TO
peyoAOTEPO TOC00TO TV Propnyavidv Ba mpénel va evioyOoel TG TEPPOAAOVTIKES
avnovyieg Tov.

@ Na
@® ox

Awdypappa 26. ITocootiaio Katavour| amoviioemv yio thv epapuoyn ISO 14001 otig
EAAnvucég Bropmyavieg tpoipwmv
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210 Sudypappa 27 mopovctdovtal To. TOGOGTA TMV OTAVTICE®Y Yo TNV EPOPUOYN
ISO 22000. To peyoAdtepo mocootd ¢ ThEewe tov 85.2% twv EAMvViKdV
Bropmyoaviov tpoeipwv epappdlel ISO 22000, evd 1o 14.8% dev epapuoletl 1o v AdYm
GUGTN O

@ NAI
® ox

Awdypappa 27. Tlocootiaio Katavour amoviioemv yio thv epapuoyn ISO 22000 otig
EAnvikég Bropmyoavieg tpopipwv

Ta mocootd TV omavinoewv ywo v epoappoyn FSSC 22000 / IFS / BRC
napovotaloviar oto Sdypappa 28. To peyordtepo mocootd 73% twv EAAviKoOv
Brounyoviov tpo@ipmv epapuolel Kamolo and to ToPUTavVe CLGTHKOTA, VO T0 27%
dgv e@appolel KAmolo and avTd.

@ NAI
® Oxl

Awdypappo 28. Iocootiaio Katavour araviioewyv ywo v epappoyn FSSC 22000 /
IFS / BRC otig EMnvikég Bropmyovieg tpopipwmv
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Ta amoteAéoHOTO AVASEIKVOOVY OTL GLVOAIKE 1| EAANvikY| Bropnyavia tpoeipmy divet

TPOTEPOLOTNTA. GTO. GLUGTNUATO OLUCPAALOTG TOLOTNTOG, TOPA GE TPOAKTIKES PEATIOONG
onmg avtég g Artng Tapaymyns. ‘Evac Pacukoc Aoyog mbava eivon ot kvPepvnrikoi
Kavoviopol ot omoiot emPBaiiovv otn Propmyovio TPOEIU®V VO GUUUOPPOVETUL LE
OLYKEKPIUEVEG Tpodtaypapéc epapuolovtag motd ocvotyuata onwg to HACCP,
npolopPdvoviag pikpofroroywed Bépato Kot Sac@aAiloviag TNV OcQAAE TMOV
tpopipmv. EmmAéov, amoutnioelg mowdtmrtag oe ovotnuote o6mwg to. BRC 7 ISO,
amoTovLvVTaL oVYvd omd TV ayopd Kot Tovg meAdtes. Ou gtaipieg TpoPipwV OTIG
TEPLGGOTEPES MEPUTTAOGEL TLIOTOTOOVVTOL GE TEPLCCOTEPA OO VA GLOTUOTO
Sl PAAONG TOLOTNTAG, OCTE VO OECUEDOVTOL OTIC OMOLTIOELS TOV TEANTMV TOLS Yo
ovykekpéva motomontikd (Dora, M.K., 2014).

Qot0600, éva PIKPO TOc0oTO NG TAENG Tov 32% micTevEl OTL oTNV €TOUPiol TOL
epapuolovv mpaxtikég Artng Ioapaywyne, motdco dev Tig amokaiovv Lean. Eivan éva
evolpépov  amotédeopa, 00Tt otn PipAoypagio yivetar ovo@opd Yol TUNMHOTIKN
epapuoyn Lean mpoktik@v 1) €POPLOY| GE GLYKEKPUYEVOLS TOUEIS TOV ETOPLDV,
ayvomvtag TV oMoTikn evon g Avg [apaywyng, teplopilovtag mbova 1 Kot Oyt ta
0PEAT amd TNV EQOPLOYN TNG.
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3.34 To gpnoowa mwov avriperomiler n EAAnvikn fropnyavia tpogipmyv, Katd Tnv
epappoyn mpokTik@v Avtic Hapayowyng

‘Eva and 1o Bacwkotepa avtikeipeva g mapovcos HeAETng, eival va Kabopicel Ta
eundolo mov eueaviovror Katd v eeappoyn mpoktikov Aimg Iopaywyng otig
EAMnvikég  Prounyavieg tpoeipmv. To epotquatoddylo mov  ypnouomomonke
nepthoppdvet 19 gunddua, ta onoia kabBopiotnkav and tov Dora (2014) chpemva pe tig
ava@opés ™S PiprAoypaeiog cupmeptloptBavovtog Kot To 11iTePa YOPUKTPICTIKE TOV
napovotalel n Propnyavia tpoeipwy. Ta eumddia givar oyeTKd pe TopAyovVTeg 0TS M
dtolknomn, N opyovmclokn Sopun Kot 1 KOvATovpa kdbe etaipiag, 1 ekmaidevorn Kot M
YVOOT, 01 TPouNnBevTéG, KOOMDE EMIONG KOl TOPAYOVTIES GYETIKOVG HE TO TTPOTOVTA, TIG
TOPAYOYIKES OLOOIKOGIES KOl TIG EYKOTAGTAGELS TOV PLOUNYAVIDV TPOPIU®V.

Reliability Analysis — Eeyyog eowtepikng allomiotias Tov delyuatog.

O éheyyog ecotepikng a&lomotiog Tov delypatog £6eiée vynin adlomotioo VIO TV
£VVolol TNG E0MTEPIKNG CLVENELNS Yo TNV €VOTNTO HE TO eUmOO0 €Paproyng Athg
Hapoayoyn kot o deiktng Cronbach's Alpha (o) etvon 0.881>0.7

Scale: Reliability Analysis for Barriers

Reliability Statistics

Cronbach's
Alpha N of Items

,881 19

O1 omovtioels yio 1o, gumodia wov avuuetwniCer § EAAnvikn Prounyovia tpopiuwmy katd,
mv epapuoyn mpoxtikoy Aitng Hopoywyng

210 ddypappa 29 mapovstalovtal ot AravIOELS TNV epdTNon “llapakxoid vrodeilte
t0. Eumodio mov avtiuetwmni(ete kot tv epopuoyn mpoxtikav Aitng Hopoywyng”
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Atdypoppo 29. Zoyvotnto omTovVTHGEMY Y1 To EUTOd0 TOL ovTIETOTILEL | EAAvIK) Bropunyovia Tpogipmv, Katd Ty epaproyn TpaKTiKov At
Hoapaymymg
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Factor Analysis — Lean Barriers

[o v oudda TV gumodimv mov mapovoidlovial KoTd TNV €eoappoyn Almg
[Mopaywyne otv EAAnvikn Brounyavia tpoeipwv, ard tov nivaka KMO and Bartlett’s
test (mivakag 15) mpoxvmtel OTL Tl dedouéva eivar KatdAANAa Yoo ™ SeEaywyn
wapoyovtikng avdivonc. O oeiktng KMO eivor 0.844>0.6 kou o deiktng Sig. tov
Bartlett’s Test of Sphericity givai 0 (p<0.05).

KMO and Bartlett's Test

Kaiser-Meyer-Olkin Measure of Sampling Adequacy. ,844
Bartlett's Test of Sphericity |Approx. Chi-Square 1090,049
df 171
Sig. ,000

[Tivakag 15. KMO and Bartlett’s test yio to epumoda epappoyng Avtnig Hopoywyng

>tov mivoka Total Variance Explained (mivakag 16) mapovcidletor 10 T0G00TO NG
dtakvpavong mov epunvedel ke eumdolo mov epeaviletonr Katd v eappoyn Aitng
[Mopaywyne otnv EAAnvikny Bropnyovia tpoeipwv. daivetor cuvolkd OTL To TEVTE
TPAOTO EUTOOIRL €ENYOVV 10 66.431% NG drokduavong tov deiypotog. Edwotepa, 1o
35.109% t®V CUUUETEYOVTI®V GTNV £PELVA TMIGTEVOVV OTL 1 EAAEYM OEGUEVLONG TNG
Atolknong eivor to onuovtikotepo gumddo yoo v e@appoyn Lean oty EAAnvikn
Bounyavia tpogipwv. Ta emdueva onuovtikdTeEPO €UmOdR givor ot aKatdAAnieg /
AVETOPKELG TEYVIKES dtadkacldv pe mocootd 11.191%, n avemopxng dabecipudmra
mopwv pe 8.992%, n avemapkng GLUUETOYN TOV epyalopévov pue 5.685% ko T€Aog o
EMMTNG / avemapKNg oxESOGHOC VAOTTOINONG He T0c00T0 5.454%. EmmAéov, n avaivon
AVAOEIKVOEL MG CUAVTIKG EUTOOLN TV EALEWYT EKTOIOEVONG KOl YVAONG.
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Initial Eigenvalues

Extraction Sums of

Squared Loadings

€wg 100 epyalopévoug

% of | Cumulati % of
Component Total |Variance| ve % Total | Variance
DAL BB EDRTE TS ANTET 6,671| 35109| 35100| 6,671| 35109
IAKOTAAANAE/ AveTapelg TEYVIKEG EAEYYOL 2126| 11,191| 46,300 2126 11,191
O1001KAC IOV
IAVETOPKTG OL0OECIUOTNTO TTOPDV 1,709 8.992| 55292 1,709 8,992
S R e P e B A 1080| 5685 60977| 1,080 5685
[EAMm ¢/ Avenapkng oxedlaods vAomoinong 1,036 5454| 66,431 1,036 5454
EX\ewyn exmaidgvong 920 4843| 71,274
EMeym yvoong 771|  4,055| 75329
IAVETOPKTG GULLUETOYN TTPOUNOEVTOV 729 3839| 79.168
Ecotepkn| avtiotoorn oty aAlayn 575 3028| 82196
IAvemapkng Erevbepio amopace@V 556 2905| 85192
EEapeticd evmafég mpoidv 487 2563| 87685
MetafAntotnTo oty motdTnTa Kot Tpoundeia A vA®GV 479 2501| 90207
IMeydAn SaKkOILOVGT| GE GLVTAYEG, TTPOTOVTO KOt 383 2015| 92200
TEXVIKEG TOPAYWOYNG ’ ’ ’
MeydAn dtakdpaveTn 6Ty ardd0oT Kot GTOVG XPOVOLG 355 1868| 94090
mopay®yng
Mukpoi (1 émg 8 dpeg) ypdvol Tapay®yng ave TopTION 312 1644| 95734
Meydrot ypOvoL TPOETOAGIAG KOTA TNV OAAAYT 246 1294| 97028
mapay®yns dlaQopeTik®dv Tpoidvimv (changeover time) ’ ’ ’
Aoy optopdg Tapaymyns Kot GLOKELOCTOG AOY® TNG 239 1200| 98048
OGP AAIONG TOLOTNTAG TPOPIL®V ’ ’ ’
EEGpTnomn g 6100e0110TNTOG TOL EEO0TAMGLOD 184 967! 99.216
mapay®yNs oo Tovg xpdvous kKabapiool tov ’ ’ ’
Mupr| Kot LOVOSIKT €YKATAGTOGT EpyocTaciov pe 30 149 784 100.000

Extraction Method: Principal Component Analysis.

[Tivakag 16. Total Variance Explained yio ta epmddia epappoyng Avmg Hapaywyng
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To Scree plot (Sudypappo 30) mopéyet T1g evoei&elg yia ta mévie onuovtikotepo Lean
eumoda. To amdTopo HEPOC TNG KOUTLANG Otlyvel OTL Ta TEVIE TPMOTO EUTOONL
EPUNVEHOLV TO LEYOADTEPO TOGOGTO TNG SLOKVLOVGTIG TOV OELYLOTOG KOl GTY) GUVEXELD T
KOUTTOAT OLLOAOTTOLEITOL.

Scree Plot

Eigenvalue

—

Tt 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19

Component Number

Audypappo 30. Scree plot yo ta epndda epappoyng Avtig Hapaywyng

Ytov emdpevo mivaxo (mwivaxkog 17) mapovoidloviar ot mEVie TEMKOL TapAyovVTEG TOV
npoékvyav and T pébodo mepiotpoeng (Varimax with Kaiser Normalization) kot ta
EUTOS0, EPOPUOYNG TTOV CLGYETILOVTAL TEPLGGOTEPO LE KAOE TapdyovTa.

Component Item Loadings

1. Opyavwaoioxy dour - kovAtovpo.

EMumng /Averapkig oyedioopdg vAomoinong 0.842
"EXAewyn exnaidevong 0.819
AxatdAnAeg / Avemapkelg TEXVIKEG EAEYYOV SLOOTKACIDV 0.805
"EMewyn yvaoong 0.800
Avemapknc elevbepia amopiceny 0.737
Avemapknc coppeToyn epyolopéveoy 0.715
"EMewyn oéopevong g Atoiknong 0.687

80



Lean Manufacturing

2. Hopoywyikes o1odikooies

3. Eykotootaosis kol mpoiovea.

4. Eéomhiouog

5. Epyoalousvor

Meydhn OlKOPOVOT) GE GLVTOYEG, TPOIOVTO, KOl TEXVIKEG
TOPOy®YNG

Meydhn Swkdpaven oty amddocn Kol GTOVG  XPOVOLG
TOPOy®YNG

MetofAntotnta oty ToldTnTo Kot Tpounfsio A vAdv

Mukp1] Ko povadikn eykotdotaon gpyootaciov pe 30 €wg 100
epyalopévoug

Alyyopopog  Topoymyng Kol ovokevaoiog  AOY® NG
LG PEAON G TOLOTNTOC TPOPILL®OV

Mukpoti (1 £wg 8 dpeg) ypovol mapaymYNG avd mopTidn

E&apetikd evmabég mpoiov

Meydlot ypOVOL TPOETOAGIOG KATH TNV OAAOYT TApOy®YNS

dlpopeTIK@V TPoidovimv (change over time)

E&dptnon g dabeoidmroc tov eEomAMopod Tapaymyns omod
TOVG XPOVOLG KOOOPIGHOD TOV

Ecwtepicn avtiotaon otnv adiayn

0.829

0.739

0.710

0.772

0.731

0.631

0.553

0.763

0.699

0.565

[Tivaxog 17. Tehxol mapdyovieg and ™ péBodo mepiotpoeng (Varimax with Kaiser
Normalization) ywo To eumoota e@appoyns tpaktikdv Artng [Hapaywyng
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ATOVTOVIAG GTO TPOTO KOPLO EPELVNTIKO EPAOTNUO TNG TAPOVGOS EPYOCING, TO
AMOTEAECULATO. OVOOEIKVOOLV OTL Y10 TAL GTEAEYT Kol TOVG £pyalopévoug oty EAAnvikn
Bounyovia tpoeipmv, T0 HEYOADTEPO €UmOSIO elvar 1 EAAEYN OEGUEVLONG NG
Awolknong kot emnpedlet moAd onuoviikd v gpapuoyn Lean oty EAAnvikn
Bounyavia tpoeipmv. Tnv E&lkewyn déopevong g Awoiknong ovvodevovv ot
aKOTAAANAEC/avemapKelS TEYVIKEG EAEYYOVL OlOOIKACIOV KOl O EAMTNC/AVETOPKNG
oYEOIG O VAOTTOINOTG.

EmnmAéov, eumdoo yia v epappoyn Awng Iopoaywyng omotelel M avemapkng
dwbecipoTTo TOP®V, N omoia cvuemva pe T PPAoypaeio apopd Kuplwg TG IKPEG
KOl JUKPOUESOIES EMYEPNOELS, KATL Tov e€nyeiton edkoro yio Tov EAAnviko xAddo
TPOQiN®V, 0 omoiog Kotd KOpo A0yo amoaptileton amd KPEG KOl HKPOUECOIES
OIKOYEVELNKEG emyelpnoels. Eumdola oyetikd pe tovg avlpdmovs, Om®mG 1 GLUUETOYN
TV epyalopévev, 1 EAAEYN YVOONG Kol EKTOIdELONG £XO0VV HEYEAT ONUOVTIKOTNTO.
Téhog, evilopépov Tapovslalovy To ATOTEAEGLOTO Y10, TO EUTOSIO, TTOL EIVOL GYETIKA LE
T WO10ATEPOL YOPOKTNPLOTIKA TNG Propmyaviag tpoipwyv, To omoia @aivetal va givol
Mydtepo onpavtikd yioo v EAAnvikn Bropnyavio tpoeipwmv.

Ta amotedéopota ™G EPEVLVOS Yo To EUTOdIL epapproyng ¢ Armg [Hapaywyng ommv
EXMnvikn Bopnyavio tpo@ipov, cupeovodv pHe To CLUUTEPACUATO TNG EPELVIS TMOV
Salonitis & Tsinopoulos (2016) yw ta Lean gundoio otqv EAdnvikn Bropnyavio. Ot
oLYYpaeels katéAnEav HetaEy GAA®V OTL, TOAD GNUOVTIKA EUTOSI0 YO TV EQOPUOYN
Avng Topayoyng oty EAAnvikn Brounyavio eivor np déopevon tov epyalopévov, n
déoevon g Nyeciag Kot 1 EALEWYN €KTAIOELONG. ZVYKEKPIUEVA, VoL TNV EALEWYM
o0éopevong g Aoiknong 1 omoio avadeiydnke ¢ To HeYOADTEPO EUTOOI0 GTNV
Topovca. £pevva, avapépovy 0Tt elvar peilovoc onuocioc. o v emrvymuevn
epappoyn mpaktik®dv Awtng [Hopoaywyng amorteitor woyvpn decpevon g Atoiknong,
kaBapn oTpaTNyK Kol Opopd, To omoio. Bo 0ONYGOLY TIC EMXEPNGES GE EMLTLYN
epappoyn mpaxtik®v Armg Iopayoyng. Emmiéov, ta kabrxovta mpémer vo eivon
EexdBapa Yoo OAovg Ko va givor dtabéctipot ot arapaitnrol mopot. H Awoiknomn mpémet
va 0100€tel eveMEla KO VoL EUTVEEL EUTIGTOCVVT).
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3.3.5 H Bertrioon oty amwdédoon g EAAnvikiig frounyavieg tpopipmyv

Ynrdpyovv morAEg avapopés ot PipAoypagio yia Tig Tpoaktikég g Artig Hapoaywyng
KoL TNV €N{0pCT TOVG GTNV amOO00T TV 0pyavicuav. ['evikd, ot Lean mpaxtikég £xovv
Oetikn emidpaon oty amoddoon. Ta mo Kowd ogéAn, g epopupoyng Lean eivar 1
Bedtiwon motdTTOC, 1 AOENCT TOPAYOYIKOTNTAS, 1 HEIMON TOV XPOVAOV TOPAYWOYNG KoL
mapadoong Kot 1 peiwon tov kdéotovg (Shah, R. and Ward, P.T., 2007).

To 0ebTEPO KOHPLO EPELVNTIKO EPAOTNLO TNG TOPOVGOS epyaciog eivar 1 vapén N OxL
oVVdEONC TNG £QapproynS TpoakTik®v Artng [Hopaywyng pe ) Peitioon mov meTvyaivel
n EMnvikn Bopmyavia tpogipmv oty amddoon me. o va xoatapépel n mapodoa
€PELVOL VO OMOVIAGEL GE OVLTO TO EPMTNUN, OTNV TEAELTAOL E€VOTNTA  TOV
gpotNUaToroyiov, {NtOnKe omd TOV GLUUETEYOVTEG VO OTOTLITAOCOVY TNV OVTIANYY
TOVG OYETIKA pe TN Pertioon mov meTvyaivel 1 etotpio otnv onoia epydlovtat, yio 600
opnadeg detav og pia SPaduia kKAipaxo Likert. H mpdtn opdda petpovoe m Pertioon
oe BEpoTo AEITOVPYIKNG amOO0oMG, eV 1 OeVTEPN Opdda petpovoe t Peitioon oe
Ao 0péAN mov mbava pmopel va empépel N emTuynuEVN epapuroyn Lean, dmwg .y, N
peiwon tov tapondvov tov epyalopévov (Dora, M.K., 2014). Apyikd, éywve avdivon
TOV 0EGOUEVAOV ATO TIC ATAVINGELS Yo TNV PEATimon Tov meTvyaivouy o1 eToupieg otnv
amOO0GN TOVG KOl GTI GUVEYELD £YIVE OVAALGT CLGYETIONG LE TO OEOOUEVA OO TIC
amoVINoELS 6TV TpoTaon: “H etaipio pog epopuoler non rpoxtixés Aitng Hopaywyng”.

O1 aravtioels yio ™ feltiowon atn Aertovpyikn amoooon

210 odypoppa 31 wapovotdlovtal ol OmAVINGELS Yo TN PEATIOON TOL TETLYAIVOLY O1
eTaupieg TNV AEITOLPYIKT TOVG ATAOO0N.

B Aladwvw ArtoAuta B Atadwvw Alyo Oute dtadpwvw, OUTE cUPDWVW
H Iupdwvw Alyo B Jupdwvw AloAuta
62 63
58 58
51
33 34 33
27 232 27 26
19 19 2
14
9
5 5 5
| 3 & 2 !
Melwon anoBepdtwyv BeAtiwon BeAtiwon xpovwv  BeAtiwon molotntag BeAtiwon otnv
/ stock TIOPAYWYLKOTNTOG Topaywyng TpolovIwy €ykatpn mapddoon
TPOLOVTWY TPOlOVTWY

Awdypappa 31. Zuyvotnta amoviioemv yio ™ Bedtioon mov tetvyaivouy ot EAAnvikég
Bropmyoaviec Tpopinmv oTnv AEITOVPYIKN TOVS OTOO00T)
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O1 aravtijoeig yio. t Peitiooon ae allo opéin

210 odypoppa 32 wapovotdlovtal ol OmAVINGELS Yo T PEATIOON OV TETLYAIVOLY O1
etoupieg o€ GAAo OQEAN.

B Aladwvw ArtoAuta B Atadwvw Alyo M OUte dtadpwvw, OUTE cUPDWVW
HJupdwvw Aiyo B Jupdwvw ArtdAuta
49 48
45
& 42
40 38 39
35
31 30 31
27 29 29 29 29
22 22
14
11 12 10
6 8
1 1 1 I
L O N N N L
Melwon twv Meiwon tou AbU&non tng AlU&non twv Melwon Meiwon
TOCOoTWV HUPAG KOOTOUG kepbodopiag TIWANCEWV TAPATIOVWY TWV  TTAPATIOVWY TWV
TILPOLYWYNG TeEAQATWV epyalopévwv

Awdypappa 32. Zoyvotnta amoviioemy yio ) Bedtioon mov tetvyaivouy ot EAMAnvikég
Bropnyoaviec tpopipwv oe GAAa 0PEAN

Avaioon evayétions e epopuoyng Lean kot tg feltiwons oty amodoon

IMo va pmopéoet va amavinbei 1o de0TEPO KVPLO EPELVNTIKO EpMTNUA, £YVE aAvAALGON
CLGYETIONG HE TN HEDODO TV ELOYICTMOV TETPAYDV®V X (Chi-Square test) avagopikd
pe to av n gpapuoyn npoktikav Artig [Hopaywyng éxet enidpaocrn oty anddoon Tov
EAnvikov  Bounyoviov  tpoeipmv. Tlpoktikd, £&ywve €Aeyxog ovoy€Tiong g
petaPntg “H etoupio pag epapuoler non mpoxtixés Artng Hopaywyng” pe Kabe deiktn
BeAtimong ot Aeltovpyikn amddoon aAAG Kot TOVG OEIKTEG GE AALN OPEAT).

Lean xou1 Jertovpyixn amédoon
H eriopaon ¢ epopuoyns mpaxtixov Aditng Hopoywyns oty ueiwon amobsudtwy / stock

‘Eywve éheyyog ovoyétiong e petaPintmg “H etaipio pog epopuoler 10on mpoxTikés
Aveis Hapoywyns” pe m Pektioon ot peiowon tov arobepdtwv / stock. Mg Bdaon v
T tov deiktn Likelihood Ratio 0.009 < 0.05 vrapyer woyvpi) exidopaon (nivaxog 18).
[Ipoxktikd avtd onuaiver 6t 1 gpappoyn mpaktikav Avmg [Hopaywyne cvpfaiier
ONUOVTIKG 011 peimon Tov amobepdtov / stock.
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Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 31,329° 16 |,012
Likelihood Ratio 32,418 16 1,009
Fisher's Exact Test 28,543
Linear-by-Linear Association |,813° 1 ,367
N of Valid Cases 122

[Tivaxag 18. Chi-Square test yio v enidpaom ¢ Aig [apaywyng o peimon twv
amofepdtwv / stock

To ddypappa 33 emPePordverl v woyvpn enidpacn g epappoyng Lean ot peioon
TV omoBepdtov / stock.

Bar Chart

20 H eTaipia pag eqpapudlel
%N TTRAKTIKES AITAC
Mapaywyng (Lean
Manufacturing)

E Aaguva Amdiura

W Aaguvi Afyo

W Cote Blaguve, DOTE CUPGLVD
H Zupguwve Afyo

O Zupguve Aésuta

Count

Loy TN [s {OTVRIIN] Qute Z UM UL ZUM LIV
ATTOATO Alyo BICPLIVLY, Alyo ATTOAUTO
COure
TUMPLIVUD

Meiwon arro8edarwy | stock

Avdypoppa 33. Xvoyétion g epapuoyns Avtng Hapoaywyng pe m Pertioon o
peimon tov arobepdtwv / stock
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H eriopoon s epopuoyns mpoxtikwv Aitng Hopoywyns oty feiticon mopoywyikotntog

‘Eywve éheyyoc ovoyétiong g petaPAntmg “H etaipio pog epopuolel 1on mpoxtikés

Avreng Hapoywyns” pe m Pektioon oty mapoyoywkomra. Me Baon v Tun tov
oeiktn Likelihood Ratio 0.002 < 0.05 vadapyer woyvpn emidopaocn (mivokag 19).
[Ipoxtikd avtd onuaiver o6t 1 gpappoyn mpaktikav Avmg [Hopaywyne cvpfaiirer
ONUOVTIKG 0T BEATIOON TNG TOPAYOYIKOTNTOG.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)

Pearson Chi-Square 37,479 |16 |,002
Likelihood Ratio 36,976 |16 ,002
Fisher's Exact Test 30,733

—

Linear-by-Linear Association |11,559° ,001

N of Valid Cases 122

[Tivaxag 19. Chi-Square test yio v enidpaocn g Avig Hapaywyng o Pedtioon g
TOPAYOYIKOTNTOG

To ouypappa 34 emPefordver v woyvpn emidpacn g epappoyng Lean ot
BeAtimon ™¢ mopayoytkoTNTOGS.

Bar Chart

30 H etaipia pag epapuo el
RSN TTRAKTIKES AITAC
Mupaywyng (Lean
Manufacturing)

[ Aaguve Améiuia

W Aiaguve Aiyo

W Oure Blaguvi, OOTE TUPGLVE
B Zupguvi Aiyo

O zupguvi Amdhura

20

Count

Daguivi Lloagpuiviy Qure ZUMQLIVLID ZUPQUIVLY
ATTOMITO Aiyo BlaQLIVLD, Aiyo ATTOMITO
Oute
TUHQUIVLD
BeAtiwon TTapavwviKeTNTAC

Audypappa 34. Zuoyétion g epapproyng Armng Hopaywyng pe ™ Peitioon oy
TOPUYOYIKOTNTO
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H emiopoon s epopuoyns mpaxtikaov Aitng Hopaywyns oty feltioon moliotnrog twv

Tpoiovtwv

‘Eywve éheyyoc ovoyétiong g petaPAntmg “H etaipio pog epopuoler 1on mpoxtikés

Awtig Hopaywyng” pe 1 Pertioon oty modta TV tpoidviov. Me Bdon v Tiun
tov Ogiktn Likelihood Ratio 0.123 > 0.05 dev vmapyer emidpaon (mivakag 20).
[Ipoktikd ovtd onpaiver 01t M gpappoyn mnpoxtikav Aumg Ilapaymyng oev
ovoyetiletar pe ) Peltioon g modTTOG TOV TPOIOVI®V, TOPA TIS OVAPOPES TNG
Biproypapiag 0Tt M epappoyn Lean ocvpPdaiier oty Pedtioon modtmrog TV
TPOIOVIMV.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)

Pearson Chi-Square 24,278* (16 |,075
Likelihood Ratio 22,679 16 ,123
Fisher's Exact Test 17,374

Linear-by-Linear Association |3,447° 1 ,063

N of Valid Cases 122

_Hivoucag 20. Chi-Square test yia v eniopaon g Avtng [Hapaywyng ot Pedtioon
TOLOTNTOC TV TPOIOVTIOV

To ddypappo mov akoAovBel emPePaidverl 6t n epapuoyr Lean dev cvoyetileton pe
T Pertimon g TodTNTOS TOV TPOIOVIMV.
Bar Chart
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TOV TPOTOVIOV
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Lean Manufacturing

H eriopaon g epapuoyns mpoxtixwv Aitng Hopoaywyns oty Peitioon e Eyxaipns
TOPAIOCHS TV TPOIOVIWY

‘Eywve éheyyoc ovoyétiong g petaPAntmg “H etaipio pog epopuoler 1on mpoxtikés
Awtig Hopoywyng” pe m Pertioon oty €ykapn mapddoon TV tpoidviwv. Me Bdon
v Ty tov deiktn Likelihood Ratio 0.049 < 0.05 vwapyer emidopaon (nivaxag 21), n
omoio. wotdéco potdler va eivar acBevig. [paxtikd avtd onuoivel 0Tl 1 €QOPUOYN
npoktikdv Artig [apaywyng coppdrier ot Peltioon g ykopng Topddoonsg Twv
TPOIOVTIMV.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)

Pearson Chi-Square 23,121 |16 |,111
Likelihood Ratio 26,375 (16 |,049
Fisher's Exact Test 23,905

Linear-by-Linear Association|3,283° |1 ,070

N of Valid Cases 122
[Tivaxog 21. Chi-Square test yuo v enidpaomn ¢ At [apaywyng om Pertioon g
£yKoupng mopdooong Tpotovimv

To ddypappa 36 emPePardverl ™ Betikn enidpaon g epappoyns Lean ot PeAtioon
™G £YKapng TapAdooTG TV TPOTOVIMV.

Bar Chart
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BeAtiwon otnv evkaipn TTapddoon TTpoidovTwy

Audypappa 36. Zuoyétion g epapproyng Armng Hopaywyng pe ™ Peitioon oy
gykaipn Topdooon TV TPoidvVImV
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H eniopoon s epopuoyns mpaxtikwv Aitng Hopaywyng oty feltioon twv ypovov
Tapoywyns Tpoioviwv

‘Eywve éheyyoc ovoyétiong g petaPAntmg “H etaipio pog epopuoler 1on mpoxtikés
Avtig Hopayowyns” pe m Pektioon tov ypdvov mapaywyns npoitdviwv. Me Bdon v
T tov Ogiktn Likelihood Ratio 0.021 < 0.05 vrméapyer emidpaocn (mivokag 22).
[Ipoxtikd avtd onpaivel 6TL N gpappoyn mpoktikov Arg [Hopoaywyng copfairer ot
Bedtiwon TV ypdveV TOpay®mYNS TPOIOVTIMV.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)

Pearson Chi-Square 28,429° |16 |,028
Likelihood Ratio 29,497 |16 [,021
Fisher's Exact Test 25,532

Linear-by-Linear Association [10,377° |1 ,001

N of Valid Cases 122

[Tivaxog 22. Chi-Square test yio v enidpaomn ¢ Armg [apaywyng om Pertioon tov
YPOVOV TOPAYWOYNG TPOTOVTIOV

To endpevo ddypappo emPePordvel ) Betikr| emidpaon g epapuroyng Lean ot
Bedtiwon TV ypdveV TOpoy®YNS TPOIOVTIMV.

Bar Chart
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Lean kou aida opéin
H eridpaon g epoapuoyns mpoaxtikwv Aitng Hopoaywyns oty ugioon twv mocootmv
pvpag

‘Eyive éheyyog ocvoyétiong g HetaPAnme “H etaipio pog epopuoler 1oy mpoxtikés
At Hopoyowyns” pe m pelowon T@v mocost®v evpoc. Me Bdorn v tun tov deikn
Likelihood Ratio 0.057 > 0.05 opokd, dev vadpyer exidpaon (nivaxog 23). Ipaktikd
avtd onuaivel 0Tt 1 epapuoyn Tpoktikedv Artig Iopoaywyng oev cvoyetileTon pe ™)
pelwon T@v mocoot®v eUpas. Qotdc0, 0 0plaKOc avTOg OeikTng Oelyvel OTL VIO
npobmobécelg pmopel M epapuoyn Lean va cvvelopépel Oetikd ot peioon tov
TOGOGTMOV PLPIG.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 23,554* |16 ,100
Likelihood Ratio 25,827 |16 ,057
Fisher's Exact Test 21,075
Linear-by-Linear Association |3,841° 1 ,050
N of Valid Cases 122

[Tivaxag 23. Chi-Square test yio v enidpaom ¢ Aig [apaywyng o peioon twv
TOGOGTOV PUPOG

To Sdypappa mov akorovbel emPePardvel 6T 1 epappoyn Lean oplaxd dev emdpd
611 Helmon TV T0c0GTOV PUPAS.

Bar Chart
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90



Lean Manufacturing

H eniopoon ¢ epopuoyns mpoxtikwv Atng Iopoywyns oty ueiwon tov KooTtovg
ToPaywyng

‘Eyive éheyyog ocvoyétiong g petaPAnmme “H etaipio pog epopuoler 1oy mpoxtikés
Awtig Hopaywyng” pe tn peioon tov KOGTOLg Topaymyns. Me Bdon v Tun tov
oeiktn Likelihood Ratio 0.002 < 0.05 vadpyer woyvpn emiopaon (mivokag 24).
[Tpaxtikd avtd onuaiver 6tt n epapuoyn mpoxtikdv Avmg Iopaywyne cvpfdiier
ONNOVTIKG 0N PEi®ON TOV KOGTOVS TOPAYWOYNC.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 35,620 |16 ,003
Likelihood Ratio 36,721 16 ,002
Fisher's Exact Test 32,070
Linear-by-Linear Association |7,240° 1 ,007
N of Valid Cases 122

_Hivoucag 24. Chi-Square test yio v enidopaon g Awtng [Hapaywyng ot peiwon tov
KOGTOLG TOPOYOYNG

To enduevo ddypappo emPePordvel v oyvpn enidpacn g epoppoyng Lean ot
Hel®O™ TOV KOGTOVG TOPAYWYNG.

Bar Chart
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Lean Manufacturing

H eriopoon s epopuoyns mpoxtikwv Aitng Hopaywyns atny avénon e kEpoopopiog

‘Eyive éheyyog ocvoyétiong g petaPAnmme “H etaupio pog epopuoler 1on mpoKtikés
Awtiig Hopoayowyng” pe v adénon g kepdogopioc. Me Bdon v Ty tov deiktn
Likelihood Ratio 0.287 > 0.05 dev vmapyer emidopaon (nivaxog 25). [poktikd avtd
onuoiver 0tt M epappoyn mpaktikdv Avmg Iopoaywyng 0ev cvoyetileTon pe v
avénon g Kepdopopiag.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 20,986% |16 ,179
Likelihood Ratio 18,653 |16  |,287
Fisher's Exact Test 18,878
Linear-by-Linear Association |3,927° 1 ,048
N of Valid Cases 122

[Mivakag 25. Chi-Square test yia v enidopacn g Avtng Hapoywyng oty adénon g
KepOOPOpiog

To endpevo ddypappa emPePordvel 6TL N epappoyn Lean dev emidpd oty avénon g
KepdoPopiog.

Bar Chart
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Lean Manufacturing

H emiopoon s epopuoyns mpoxtikawv Aitng Hopaywyng otnyv avénon towv rwincewv

‘Eywve éheyyoc ovoyétiong g petaPintmg “H etaipio pog epopuoler 1on mpoxtikés
Avreng Hopoywyng” pe v avénon tov toinceonv. Me Baon v T tov dgikmn
Likelihood Ratio 0.047 < 0.05 vmapyer emiopaon (nivaxag 26), m omoio. ®GTOGO
napovotaletar aclevic. Tlpaktikd avtd onuoaivel OTL 1 EQOPUOYN TPOKTIKAOV ALTNg
[Mopaymyng cvppdrier oty avEnon TOV TOANCEOV.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 28,602% |16 ,027
Likelihood Ratio 26,543 16 ,047
Fisher's Exact Test 24,313
Linear-by-Linear Association |6,074° 1 ,014
N of Valid Cases 122

[Tivakag 26. Chi-Square test yio v enidpaom ¢ Atig [opoaywyng ommv avénon tov
TOANCEDV

To duypappa 41 emPeParmdver 6t | epappoynq Lean emdpd Betikd oty advénon twv
TOAMCEWDV.

Bar Chart
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Lean Manufacturing

H emiopoon s epapuoyns mpoxtikav Awtng IHopoywyns oty Uelwon twv Topoxovav
TV TEAOTWV

‘Eywve éheyyoc ovoyétiong g petaPAntmg “H etaipio pog epopuoler 1on mpoxtikés
Awvtig Hopoywyng” pe m pelwon tov Tapondvev Tov telotdv. Me Bdon v Ty tov
deiktn Likelihood Ratio 0.018 < 0.05 vwapyer enidpaon (wivaxog 27). [paktikd ovtd
onuoaiver 0t N gpappoyn mpoktik®v Avmg [Hopayoyng coppdrier ot peioon tov
TOPOTOVOV TOV TEAATAOV.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 31,158% |16 ,013
Likelihood Ratio 29,971 16 ,018
Fisher's Exact Test 28,466
Linear-by-Linear Association |,607° 1 ,436
N of Valid Cases 122

[Tivaxag 27. Chi-Square test yio v enidpaom ¢ Aig [apaywyng o peioon twv
TOPATOVOV TOV TEAATOV

To mapoakdtem odypoupa empPePordver 01t 1 gpappoyn Lean emdpd Oetikd o1
Lel®woN TOV TOPOTOHVOV TOV TEAATOV.

Bar Chart
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Lean Manufacturing

H emiopoon s epapuoyns mpoxtikav Awtng IHopoywyns oty Uelwon twv Topoxovav

TV EPYOLOUEVOV

‘Eyive éheyyog ocvoyétiong g petaPAnmme “H etaipio pog epopuoler 1oy mpoxtikés
Awvtig Hopaywyng” pe 1 peioon tov mtopardvev tov epyalopévav. Me Bdon v tiun
tov oeiktn Likelihood Ratio 0.05 = 0.05 vmépyer exiopaon (nivaxoc 28) wotdc0, N
emidopaon avtn) eivor acBevic. Tlpaktikd avtd onuoivel OTL 1 €QAPUOYN TPOKTIKAOV
A Topayoyne evoéyetor vo ocopufdaiier ot pelowon TOV TOPATOVOV TOV
epyalopévav. INa va givar woyvpn avt) 1 enidpacn Ba TpEmeL va cLVTPEXOVV Kol AALEG
npobmobéaels, ol omoieg dgv amoTeLoHV AVTIKEIIEVO TG TaPOVCAG EPYOTTIOG.

Chi-Square Tests

Value df Asymptotic Significance (2-sided)
Pearson Chi-Square 27,425 |16 |,037
Likelihood Ratio 26,283 |16 ,050
Fisher's Exact Test 22,907
Linear-by-Linear Association |1,430° 1 ,232
N of Valid Cases 122

[Tivakag 28. Chi-Square test yio v enidopacn ¢ Avng apaywyng o peiwon tov
TOPATOVOV TOV EPYALOUEVOV

To Oowdypappo 43 esmPePfordver 6Tt n gpapuoyq Lean emdpd ot peioon twv
TOPATOVOV TOV EPYALOUEVDV.
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Lean Manufacturing

ATOVTOVTAG 0TO O€VTEPO KLPLO EPELVNTIKO EPMTNUO TNG TOPOVCAS EPYACING, TO
AMOTEAECULATO. OVOOEIKVOOLV OTL Y10 TAL GTEAEYT Kol TOVG £pyalopévoug oty EAAnvikn
Brounyavia tpoeipnmv, n gpapuoyn mpoktikdv Avthg Iapoaywyng cvvdéetal pe tovg
TEPLocOTEPOLG delkTeg PeAtimong otnv amddoor ¢ EAAnvikng Brounyaviag tpogipnwmy.
ZyeTikd pe TV Asrtovpyikn omddoon 1 epoppoyn Lean mapovcidletar va €xel TOAD
woyVpn emidpacn ot Pertioon TopaymyKoTnTac, ot pHelwon tov arobepdtwv / stock
Kol 6T PeATiOon TOV ¥pOvVOV Topay®wyns Tov Tpoidviwv. Acbeving sivan 1 emidpoon
tov Lean mpaxtikdv oty £ykaipn Tapddoon Tpoioviwv evd TEAOS, Ogv GLUPAAAEL OTN
BeAtimon ¢ molOTNTOG TOV TPOTOVI®MV COUPOVA LE TIG OVTIANYELS TOV CTEAEXDV KOl
gpyalopévav otnv EAAnvikn Bropnyoavia tpo@ipwmy.

Oco avagopd ta GAAo 0@éAN, TOAD 1oyLPY Emidpacn TAPOLGLALEL 1) EQPOUPUOYN
npoktikov Autng Iapoaymyng ot peiwon tov KOGTOLG TAPUY®YNG KOl GTUOVTIIKN
enidpaomn ot peiwon TV mopandveov Tov tedatdv. AcBevig etvon n emidpaocn TV
TPoKTIKOV Lean oty avénon tov ToANcE®V. ZYETIKA He T UEI®ON TOV TOGOGTOV
QOPOG OPLaKA OEV PAIVETOL VO VITAPYEL EMIOPACT, OUTOTEAEGLOL TO OTTOI0 OEV GLUPWVEL
pe T avagopéc e Piproypagiog kabdC €vag amd TOvg OKOmOLG NG ATNg
[Mopaywyne eivon n eloyiotomoinon ¢ omatdAng. To ovykekpluévo amoTéAEHA
avadelkvoel Thova v EAAEYN KOTOVONONG TOV TPOGOOKDOUEVOV OQEADV OO TNV
epappoyn mpoktikdv Arng Hopaymyng, 1 andd 6t n EAAnvikn Bropnyavia tpoeipnmv
dgv “okopapel”’ ymid ot peimon t@v mocooct®V eUpas. Emmpdcbeta, n epappoyn
Avg Tapayoyng dev copfdrier omv adénon g kepdoPopiag Kol €vOEYETOL V.
ovuPdAdel ot PEI®ON TOV TOPATOVOV TOV EPYOLOUEVAOV, POV GUVIPEXOVV Kot GAAEG
npovmobécelg. Ilpovmobécelg, ov omoieg ocvppwva pe tovg Dora et al, (2016)
oyetilovionl e TNV OPYOVOGLOKN KOLATOVUPO TV Omoio ZPEMEL VO GLVOOEVOLV M
lepapyio, Ol GYECGELS EUMIGTOCVUVNG, 1 EMKOW®OVIK, 1 OKOUN KOl €ve GUGTNLO
avTOpLoBNG Yo Tovg epyalopévoucg.

H ¢épevva tov Dora et al, (2016), ywu to emowo mpoypappa (Iavovdaprog 2011-
Iavovdprog 2012) tov IMSFood 10 omoio vroothpile TV €QOPULOYN TPAKTIK®OV AT
Mopaywyng oe téooepig Bédyikeg Propnyavieg tpogipmv, avédelée m Peitioon otnv
TAPUYOYIKOTNTO, GTNV £YKOLPN TAPAS0oT) TPOIOVIMV KOl GTIV TOLOTNTO TOV TPOIOVI®V
o€ TPEIS amd TIG TE00EPLS Propunyavies. XZVYKpPITIKE, TO OTOTEAEGULOTO TNG TOPOVCOG
£€peuvag GLUEMVOLV e TN PEATIOON GTOVG dVO TPAOTOVS OEIKTEG OALL dEV GLUPMOVOVV
pe ) PeAtioon oy mo1OTNTO TOV TPOIOVIWOV, COUPMVO, TAVTO LE TIC AVTIMYELS TOV
otedeydv Kot epyalopévev e EAANvikng Bropnyaviag tpoeipmy.

Avtiotoym épevva mov oeénydn oe 35 pikpoupecaieg emyyelpnoelg oto BéAyto,
Ovyyapia kot I'eppavia (Dora et al., 2014), avédei&e @ TO OMNUAVTIKA OQEAT OO TNV
epapuoyn mpoktik®v Aung Iapaymyng m peiwon tov KOGTOVS TAPAY®YNG, TNV
avéNom TG TOPUYOYIKOTNTOS KoLl TNV UEIMOT TOV TOPATOVOV TOV TEAUTOV, OQEAN LE
TOL OTO10L GLUPOVOLV KOl T ATOTEAEGHLOTA TG TOpovcos Epevvas. H 101a épevva oTig
tpelg Bupomaikés yopeg avédele emumiéov 0Tt M gpappoyn Lean cvpupdiier oty
avénon g kepdopopioc. Opoimg, ot Jain & Lyons (2009) woyvpiloviar 6Tt e pukpég
aAhayég n epappoyn Lean otig fropunyavieg tpo@ipmv pmopel vo empépel oNUOVTIKA
opéAN, petalh GAlov kot avénomn kepdmv, yeyovog to omoio dev cvppepiloviot to
oteléyn Kot o1 epyalopevol Tov EAANviKoy kKAadov Tpo@ipmy, ot 0moiotl meTevovy OTL 1M
epappoyn mpaktikev Artig [apaywyng dev cupPdiret onv adénomn g kepdopopiog.
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4. Xvumepacpata — lpotdaocec yra v spappoyn Avec Hapoywyng
otnv EAMnvikn Bropnyavia tpo@ipmv

H Aun [opaymyn givar o griocoeio 1 omoio 6TIALEL 6TV 1KOVOTOINGT TOL TEANTN
Kot T peiwon g onatding. Xpnoiponotel Ayotepa yuo vo mapdyst meptocotepa. Ot
ava@opEg ™S PPAoypaeiag vtodetkvoovy 0Tl elval Koupog Kot 1 frounyavio Tpoeipmy
vo enoeeinfel amd ta 0QEAN TG e@appoyns mpoktik®v Altig [Hoapaywyng kot va
Eexwvmoet to Lean ta&iot tne.

H mietoynoeia tov pedet®v mov evromiotnkay ot BipAoypapio eivar oyeTiKés Kupimg
LE TO GLOTHLOTO JLAGPAAIONG TOdTNTAG OTY Bropnyavic TPOPIL®V, TAUPH PE TPAKTIKES
Kot @rwocopieg Peitioong omwg eivan n Ay Topayoyn. Apketég pehéteg
napovcstalovy ta egpyoreio Arng Tlapoywyng, eved mold Aryodtepeg e&etdlovv v
TPOUYUOTIKY €Qoproyn tovc. Emmiéov, ehdyloteg eivar ot ava@opég kot ot €pevveg
oyxetikd pe ™ Avm Hopayoyn oty EAAvuc) Bopnyavia kot tov kA4S0 TV Tpoeipoy.
Aoppdvovtog voyn to Topamive KevE, 1 Tapovcd ATAMUOTIKY epyocio TopEyel
otoyeio yio ™ ovvoeon HeTaEy TV eUmodiwv mov epgovifovol Kotd TV Qoproyn
Avng Tlapaymyng, tov emkpatéotepov Lean mpoktik®v kot g Peitioong otnv
amodoon mov metvyaivel 1 EAMAnvikn Popnyavia tpoeipmv. Tivetar pa mpoondOeia
katavomong g epappoyng Avmg Hopaywyng otov kAddo. H cupfoin g mapovcag
gpyooiag emtevydnKe HEGM TNG GUVOYNG TOV YVACE®MY TOL TAPEXOVTOL GTI GUYXPOVN
Broypapio oyetikd pe v epappoyn Awng Hapoaywyng ko g e€epedvnong tov
AVTIMYEDV TIOL €0V TO. OTEAEYT Kot ol gpyalopevol yio v epappoyn Lean oty
EAn v Bropnyavia tpoeipwv, pécwm g £pevvag mov JeENydn oTig EMyEPNOELS TOV
KAadov. [Mapakdte mapovctdlovtal To KUPLOTEPO GLUTEPAGLOTO OO TNV £PELVA, Ol
TEPLOPIOUOL NG EpELVOG KOOMDG Ko TPOTACELS Y10 TNV OMOTEAECUATIKOTEPT EPOPLOYN
Avtig [opaywyng otnv EAAnvikn Brounyavia tpogipmy.

2vurepaouoro. - Ilpotaoels

Kopvoeaiog otpatnykodg atoyog yio v EAAnviky PBropnyavia tpoipwmyv, copemva pe
TIC OVTIMYELS TOV OTEAEYDV Kol £pYAlOoUEVOV TOV KAAdOL, €lval 1 TOOTNTA KOl GTN
ouvEYELn M kavoroinon TV telatdv. Ot mapdyovteg mov Ponbodv Tig emyelpnoelg va
Kkepdicovy TV aflomoTion TOV TEAATMOV TOLG €IVOL 1] TOLOTNTA TOV TPOTOVI®MV KoL M
a&10moTior TOVG, EVM TO GNUOVTIKOTEPO TOPAYOYIKA KOGTN £lval TO KOGTOC A LVAMV UE
OgVTEPO TO EPYUTIKO KOGTOG.

H EXMAnvikr Bropnyoavia tpoeipwv €0Tidlel TEPICCOTEPO GE GLGTHUATO OLUCPAAITTC
To10TNTOG Kol Ol 6€ TPoKTIKEG Pedtimong dmwg n A Hapaywyn. Or kuPepvnrikol
KOVOVIGHOT KO Ol OTOLTNOELS TOV TEANTMV Y10 TIOTOTOMGELS GE GUGTNOTO 0TS TO
HACCP «a1 ISO, avaykdalovv tov kAGd0 va divovv TTpoTepatOTNTO 0T SAGOAAIoN
ToLOTNTOC.

O Pabuodg epappoyng mpoktikdv Awmg [Hopaymyng epgaviletor vo givor moAd
younAog oty EAAnvikn Bopnyavia tpogipwv. Mdévo 10 9.8% tov epmbiviev
AmAVINGOV OTL GLUEOVOVV amdALTA OTL 1| €TOUPia TOLG EPAPUOLEL O TPAKTIKES A1TNG
Hopaymyne. Ymapyer PéPata éva mocootd 32% mov amdvinoe OTL cupeovel Alyo
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GYETIKA LE TNV EQOAPLOYN TPUKTIKADV, Ol OTOIEC ®OTOCO Ogv amokailovvtot Lean. Avtod
VTOSEIKVOEL TOOVY] TUNUOTIKY EPAPUOYN N EPOPUOYT GE GLYKEKPYEVOVLS TOUELG TV
EMLYEPTCEWDV.

O mpaktikég Arg Hapaywyng, ot onoieg epappoloviot tepiocdtepo otnv EAANviKI
Brounyavia tpoeipmv, sivor oyetikég pe Toug meAdtes, to. cvotnparte Kanban kot v
oAKN mopaymywkn cvvinpnon (TPM) cOppova L TIG OTAVTOELS TOV GUUUETEXOVIMV.
Xounio Badbud epappoyng mapovsialovy ot mpaktikég flow, pull, set up kot TpoKTIKEG
OV €VOIL GYETIKEG LE TN GLUUETOYN TOV epyalouévav kot Toug tpoundevtéc. Emmidov,
n epapuoyn nebddwv SPC eppaviCet younio Babud epapuoyns, mopd T LVITOJEIEEIS TNG
BipAoypaeiag yio TNV KataAANAdGTNTA TG otV Prounyavio TpoPitmy.

To peyoddtepo eumdolo katd TV €Qapuoyn mpokTikav Aug Ilapaymyng oy
EXnvikn Bopnyavia tpo@ipov avadetkvoetat 1 EAAELYT] 0EGUEVOTG TNG AloiKNo™G Kot
aKOAOVOOVV Ol aKATAAANAES / avETOPKELG TEYVIKEG EAEYYOV JOOIKOGLOV Kot 0 EAMTNG /
AVETAPKNG oYedonOg vAomoinone. TlapdAinia, onupavtikd eumddio epeoavifovron va
elvar n avemopkng d100ec1udTTA TOP®V N OTOi0L APOPA TIG UIKPOTEPES EMYEIPNOELS KOl
eundolo mov oyetiovial Pe TOLG AVOPOTOLS OTTWC 1) GLUUETOYN TOV EPYULOUEVOV, N
EMAEWYT YVOONG Ko EKTOidEVONC. AlyOTEPO CNUOVTIKA QOiveTal Vo gival T EUmOdN
OYETIKA LE TO 1WO0UTEPA YAPAKTNPIOTIKA TNG Prounyoviog Tpoeipmyv 6mmg 1 evmadeia
TOV TPOIOVTOV, M UETAPANTOTNTA O YPOVOLG TAPAYMYNG KOl GUVINYEC, Ol YPOVOL
KkaBaplo ol Tov £0TMGLOV K.

2OUQOVA PE TOVG GLUUPETEXOVTEG OTNnV épevva, ot mpaktikeg Avmg Iapoywyng
CLUUPBAAAOVY TOAD ONUOVTIKA OTr PeEATIOON NG TOPAY®YIKOTNTOS, OTN HElmon
arobepatov stock, o PeAtimon twv ypdvov TOpAyOYNS, o1 UEI®ON TOV KOGTOLG
TOPOYMYNG KOl OTN Helmon Tov mopamoveov Tov melatdv. AcbBevig emidpoaon
TOPOVCIALETAL GTOVG OEIKTEG TNG £YKOUPNS TAPAOOGNS TPOIOVTMV Kot TNG avéEnong twv
noAncewv. Oplokd 0ev TapovclAleTal EXIOPACT) OTN LEIMOT T®V TOGOGTAOV PVPOC, EVD
dgv vmbpyer kaBOAov emidpacn otnv adénon ¢ kepdoeopiag. EmmAiéov, vmod
npobmobécelg, N epappoyn mpoktikov Avmg IHoapaymyng pmopel va copfdiiel ot
peiowon Tov Tapandveav Tov epYalopEvey.

Aoappdvovtog voyn to TapaTdve couTepdoUaTo Kot TO YounAd Babud spappoyng
Avtig Hopaywyng omv EAAnvikn Bropunyavia tpo@ipmv, TpoTelvetol 0TI EMEIPNOELS
TOV KAGOOV O TPOCAVATOMGUOG GTNV EPAPLOYT TPAKTIKAOV PEATIOONG OT®G QVTOV TNG
Avmg Topaywyng, ®OOTE OTOTEAECUOTIKOTEPO VO TKAVOTOCOVV TIG OVOAYKEG TMOV
TEAATOV TOVG, OAAG kol vo kabBopicovv kot teMkd vo efoAetyovv kdbe popon
onatdAng. Ilpaxtikéc mov eivarl oyetikég e v eAedBepn por, TV Topaymyn EAENG,
TNV TPOETOLUAGIN TNG TOPAYMYNG, T CLUUETOYN| TOV TpouNBevT®V Ko epyalopévmv, ot
omoieg mopovctdlovv moAD yoaunid Poabud epappoyng, Ba mpémer va tovg 600l M
amopaitTnTn TPOGOYN KOl TPOTEPALOTNTO OGTE Vo uropéaetl Kou 11 EAAnvikn Brounyavia
TPOPiL®V va amokopicel Ta embountd opEéAN and v epapuoyn Armg Hapaymyns. Na
vo emtevyfel avt) N aAlaynq omoiteitol OECUELOT KOU GUUUETOYN OO OAOLG.
Amonteiton n 0éopevon g Awoiknong, n omoia epgovifeton vo eival 1o PEYAAVTEPO
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eundolo yioo v egoppoyn Lean ommv EAlnvu Puounyovio tpoeipwmv, amotteitot
owoTOg oYeSIOOUOC KOl EMAOYEG. ATOLTEITOL 1 GULUUETOYXN TOV TPoundevtdv, 1
O£0LEVOT KOL GUUUETOYN TOV £PYOLOUEVMOV Y10, TOVG OTOIOLG KPIVETOL OapaitnTn M
EKTTAOEVOT TOVG KOl 1 TALPOYN| YVOSE®V YOp® omd ) At [Tapaywyn.

Lepropiouol ¢ épevvag - [lpotdoelg yio uelloviikn Epevvo,

H mapobdoa épeguva vrdkevion o€ TEPLOPICUOVS OTWG AAAMOTE KO Ol TEPIGCOTEPES
épevvec. Ta dedopéva mOL GLAAEYONKOV OTOTEAOVV LTOKEEVIKA oTolXelo Kot Oyl
OVTIKEWEVIKA, KaODG HeTpOnKov Ol OVIIMYELS TOV OTEAEX®V Kot epYalopévmv
OYETIKA pe ™V gpappoyn mpoktikdv Artng Iopaywyng oty EXinvikn PBropmyovio
TPOPIL®V. ZVUVETMOG, UTOPEL VO TOPOVGIALETOL TO POIVOLEVO TNG LEPOANYING CYETIKA LE
v agloAdynon g epapuoyng Lean otn Propnyovia tov KAGSOVL.

Koabnc o Babuog epappoyng mpaxtikdv Arthg [Hapaywyng oty EAANvikn Bropmyavia
TpoQipwv eugavifetor va etvar moAd yapniog, eivar mhoavo o1 CLUPETEXOVTEG OTNV
gpeuva va unyv £€ouvv TANPT YVACT OA®V TOV TTUYOV TG EPOUPLOYNG TPOKTIKGOV ATNG
Hopayoyns. H mapodoa epyocio ovumepiédafe Oedopéva amd oteAéyn Kot
epyalopévoug og EMYEPNOELS Ol 0oieg OOV EPAPUOLOVY EMTLYMG TPAKTIKEG ATNG
Mopaymyng, aAld Kot ETLYEPNOELS O 0Toieg deV €PoPUOLoVY KOBOLOL TPaKTIKEG ATHG
Hopaywyngc. [poteivetar Aowmdv, v HeAAOVTIKES £pevveg va a&loloynbel | epappoyn
Lean otigc EAAMvikég PBrounyavieg tpoeipmv, ot omoieg eivor BéPato 0tL epapudlovv
Lean mpoxtikég 1 Tovg €lvat owkeleg avaroyeg Prlocopieg fedtimong.

EmumAéov, n mopovoa Epevva OV dloMPICE TIG EMYEPNOELS avAAOyo LE TO HEYeOC
touG. Ot pikpég Kot TOAD UiKkpég emyelpnoelg eivar Arydtepo mhovo va epapudlovv
EMTLUYOG Qocopieg Peltioong 6mwg m Aun IHopayoyr. Ilpoteiveton Aowmodv,
UEALOVTIKEG £PEVVEG VO LEAETNOOLV TIG EMYEPNOELS EEYWPLOTA OvaloYa Le TO PEYEDOS
TOVG,.

EmnpocOeta, mpoteivetar yio peAMOVTIKEG  €pevvec Vo oKOAoOvONMGouv o
moAvotadlokn pEBodo, cvumeptlapupdvovtog eni TOTOL TOPOTPNON O Propnyoviec mov
epapuolovv mpaktikég Arg [Hopaywyne, kabng emiong Kot cuvevtehEES Le oTEAEM
TOV KAAOOL TapAAANAa e T Ste&aymyn £pevvag HECH EPOTNLLOTOAOYIOV.

Téhog, avaroyeg peAlovTiKEG Epevveg Tpoteivetat va dteEayBovv Kot oe AAAEG YDPEC.

H mopovoco Authopotiky] epyocio eivor o mpoomdbelo mapoyng yvooemv Kot
eEAYOYNG CLUTEPACUATOV YOP® OO TV €QapUoYN TpakTik®v Artng [apaywyng omv
EAMnvicn Bopnyoavia tpogipmv. Elval pio mpoomdbeio yio v amoteAespatikdtepn
OVIHLETOTION 1TNG EUOPAVIONG EUTOSIMV KOTA TNV  €QPUPUOYN TPOKTIKOV AlTNg
[Mopayoyne, vy v  koAOTEPN KaTOvOnon TV 7pokTik®dv Lean kol Tov
TPOCOOKMUEVOV O0QEA®V amd TNV &papuoyn Tovg. AmevBovetar oe OAOVG TOVG
EVOLAPEPOLEVOVG, epyalopévoug, oteéym katl Alowknoelg Tov EAAnvikov Bopunyoviov
TPOPIL®V, MOTE VO PEATIOOEL 1] ATOSOTIKOTNTA KOl 1] OVTOYMVIGTIKOTNTA TOV KAASOV.
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6. Ilapaptnpa
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6.1 Epotnpotoroyro

Evomra 1:
1. ®vro.

[ ] Avdpag [ ] Tuvaika

2. Hlxio o€ xpovia.

3. Exnaidevon.
[ ] Amogortog/ Avkeiov [ ] Amodgorog/n AEI-TEI

|:| Metamtoylakog tithog |:| Adoktopkdg TitAog |:| Ao

4. Tlow eitvan n Béom cog oty eToupia;
|:| AtevBivev Zoppovroc / I'evikdg AtevBuving
|:| AtevBuvng / Emkepaing Tunuartog (Iapaywyng / Zvvimpnong / [otottog)
|:| EmBewpntg [Totdttog
|:| YnrevBuvog/n Bapdiag [apaywyng / Zuokevaciog / Zuvtipnong
|:| Epyalopevog/m oy IHoapayoyn

|:| AXho

5. Xpovia mpodmnpeciog o avtiotoyn 0on.
|:| <5 ypoévia |:| 5-10 xpovia

|:| 10-15 ypovia |:| 15-20 ypovia |:| > 20 ypdvia

6. Ilocovg epyalopévoug amacyoiel | etonpia;

[]<10 [ ]10-50
[s1-250 [] >250
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7. Tlowog elval 0 €TNG10¢ KUKAOG EPYUCLOV TNG ETALPIOG;

[ J<2ex€ []2-10ex. €

[J10-50ec.€ [ ]>50ex. €

8. Toapaxkorod kabopiote T0 £100¢ TOV TPOIGVTOV TOL TOPAYEL 1] ETOPIOL.
[ ] Kpéag/ Yapra [ ] Zvokevaouéva gpodTa kot oyavikd

[ ] Zoxohdra/Koxdo [ ] Apromotia/Arevpddn

|:| Kagpéc/ Tod |:| INoAaktokopwkd / Tvpoxoptkd

|:| "Elova |:| Mmiokoto / agypdadio /Atatnpodpeva €idn CoyopomAacTikng
[ ] Axo

9. TMopaxoi® kaBopioTte TOV KOPLEAIO GTPATNYIKO GTOYXO TNG ETOUPTOG.

|:| Kowotopia |:| [Howvmnta |:| Ikavomoinon [Mehatdv
|:| EveM&ia |:| Meiwon Kdootoug |:| Ixavomoinon Epyalopévov
|:| Emyeipnuotikn Apioteia |:| AvENON KepdoPOpiag |:| Ao

10. TMopaxarod emAEETE TOVG 2 O CNUAVTIKOVG TOPAYOVTES TOL fonOncav TV

eToupio va KEPSIGEL TNV EUTIGTOGVV TOV TEAATMV.

|:| MeydAn ykdpo mpoidvtwv |:| [Towvmta
|:| Xpbdvog mapdooons |:| Tn
|:| A&lomiotia Tpoidvtwv |:| E&vnnpémon nehatdv

11. Tloleg elvar o1 2 TO OMNUOVTIKES TEPLOYES EVOLUPEPOVTOG GE GYECN LLE TO

TOPAY®YIKO KOGTOG TNG ETOUPING;

|:| Evepyetokd k06Tt0G |:| Epyotikd x66Tt0G
|:| Ko6o10¢ eAéyyov mototntog |:| Kootog petapopmv
|:| Kootog A vAdv |:| Koéotog unyoavoroyikod eE0mAMGHOD
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Evomra 2:

Hopoxar®d YPNONOTOIEICTE TNV TUPOKATO KAMPOKA:

1=Aw@ove andérvta, 2= Al0@@ve Aiyo, 3= O0TE 10QOVEO, 0VTE CLPHPOVA,
4= Zopeovo Aiyo, 5= Topeove arorvto

1. Xe i Babud cvppwveite pe v epappoyn mpaktikadv Artne [opaywyng ommyv
gTaupia oag;

No [Teprypaon
1 Eipaote og Taktikn/otev) emikovovia Le Toug TEAATEG Lag 1 2
2 g AopBdavoope avatpoeodotnon (feedback) amd tovg meldteg pog yo tnv I 2
g amod00N oG o€ BEpata TodTTag Kot Topdooons
=]
3 © AteEdryoupie Ly VA £PEVLVES IKAVOTTOINGNG TEANTMV 1 2
4 Eipaote og taktikn/otev) emikovavia e Toug Tpounfentés pog 1 2
.=
@]
5 = O1 kVprot TpopunBevTEG Hag TapadidovV 6TO EPYOSTAGLO AKPPMOG ™ I 2
g oTyur mov ypetdleton (Just in time)
= , , , , ,
6 | & Kdévovpe mpoondfeia va petdoovpe tov aptdpd tov mpopndeutdv pog I 2
« o€ ké0e katnyopia
7 XPNGIUOTOLOVE GUGTNIO TAPAYDYNG EAENG, ONANON TAPAYOVLE HOVOV I 2
ot {nreiton, 6mote {nteitan (Pull production system)
8 Xpnoiponoovpe Kanban squares (emionpacpéves meployég 6to damedo) 1 2
N kapteg Kanban (evtoléc mapaywyng 1 LETAPOPAS) Yo TOV EAEYYO TNG
TOpay®YNG
9 | o H mopaywyn o ka0e otabpud “éAxetor” amd m {ntnon tov endpevov I 2
g oTaOpov
e
10 | = Ta npoidvta ta&vopovvral o€ OUAdES e PAOT| TIG ATOLTHCELG 1 2
§ emeCepyoociog (Opadeg He TapOUOLES ATOTNOELS Enesepyaciog)
Q
=
|~ O1 opddeg mpoidvtwv Kabopilovv T didtaln Tov pyosTaciov I 2
12 Kdévovpe mpoondfeia vo LetdoOVLE TOVG ¥POVOLS TPOETOLAGIOG TNG 1 2
TOPUY®YNG (setup time) 6To EPYOSTAGLO LLOG
13 [MopakoiovBole ToVg ¥POHVOLG TOPAYMYNG TV TPOTOVTIOV DGTE VO, 1 2
OVTOTOKPIVOLLOGTE YPNYOPX OTIG OOLTI|GELS TOV TEAATOV
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14 O1 dwdikacieg ot mapaywyn Ppiokoviot vod Xtatiotikd Eleyyo 3 4
(&xovv TpoPAéyun drokdpavon)
15 XPNOIUOTOLOVLLE EKTEVMDG CTOTIOTIKES LEBOIOVGS Y10 TOV TPOGIOPIGLO 3 4
TOV KV UAVGE®VY OTIG SL0dIKAGTES
16 XPNOIUOTOLOVLE YPUPTLOTO Y10, VO TpaKoAOLOOVLE Kot va cu{nTovpe 3 4
LLE TO TPOGMOTIKO TO TOGOCTO EAATTMUATIKAOV GTNV TOPOLYMYY|
17 | = To TpocomiKd Topay®mYNG EKTAUOEVETAL GE TEPIGGOTEPES AmO pia BECELG 3 4
g gpyaciog (cross-functional training)
[P]
>
13| ¢ O1 gpyalOpevol GtV ToPay®YT] GUUUETEXOLV EVEPYEH GE OUADES 3 4
-E emilvong TpoPfAnudatov
(O]
>
19 % O gpyalopevotl oty Topaymyn £xovv KoBoploTikd/MyeTikd poOLo oTIg 3 4
L% npoonabeleg PeATimong TpoidoVImV/S100IKAGLOV
20 Epappdletar mpdypappio TpoANTTIKAG GLUVTIHPNONG 3 4
21 AlepdveTat YpOvog KOOMUEPIVA Y10, TOV TPOYPOUUUOTIGUO EPYACIOV 3 4
E GULVTIPNONG TOL EEOTAGHLOV
=
22 To 1610p1Kd GLVTIPN TG TOV EEOTAGOV TOPOVGLALETOL TOKTIKA GTO 3 4
TPOCMOTKO
2. TopaxkoAd OmOVINGTE GTO TOPOKAT® GYETIKA LE TV £TALPIN GOG;
No | [Teprypaoen
1 | H etaupio pog epappoler nom npaxticés Armng [opaymyng 1 2 4 5
(Lean Manufacturing)
2 | H etaupio pog epappolet mpaxtikég A [Hopaywyng, ®otdco dev Tig 1 2 4 5
arokaiovpe Lean
3 | H etaupio pog epapuélet 5on HACCP NAI[ | OXI | |
4 | H etaupio pag spoppdtet 16n ISO 9001 NAI[ | OXI | |
5 | H etoupio poc epapuélet 5dn ISO 14001 NAI[ | OXI | |
6 | H etapio pag epapuédlet 5dn ISO 22000 NAI[ | OXI | |
7 | H etoupio pag epoppolet 1o FSSC 22000 / IFS / BRC NAI[ | OXI | |
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3. Topoaxkorod vrodei&te ta Epmodia mov aviypetonilete kotd tnv epoapuoyn

npoktikov Artg [Hopaywyns (0nme avtég mapovstalovtal oty votnta 2).

No | Eumdon
1 | 'EAlewyn déopevong g Atoiknong 1 2 3 4
2 | AkatdAniec/Avemopkelc TeQVIKEG EAEYYOV SLOOIKACIOV 1 2 3 4
3 | Avemapkng dtobeciuodtnTo TOPOV 1 2 3 4
4 | Avemopkng coppetoyr| tav epyalopévav 1 2 3 4
5 | EMumng/Averapkng oxedoo oG VAOTOINGNG 1 2 3 4
6 | 'EAlewyn ekmaidevong 1 2 3 4
7 | 'EMewym yvoong 1 2 3 4
8 | Avemapkng CUUUETOYN TPOUNOELTDOV 1 2 3 4
9 | Ecotepikn avtictaon oty oAlayn 1 2 3 4
10 | Avemapxng elevBepia amopdoemv 1 2 3 4
11 | EEupetikd evmabég mpoidv 1 2 3 4
12 | Metafintdétnto oty TotdtnTo Kot Tpopnfeia A vAdV 1 2 3 4
13 | MeydAn dtokOpavoT 68 GLUVTAYES, TPOTOVTO KOl TEYVIKES TAUPOYWYNG 1 2 3 4
14 | Meydin dtokdpoven otny amdd0cn Kot GTOVG XPOVOLS TOPOYWYNG 1 2 3 4
15 | Mwpoti (1 éwg 8 dpeg) xpdvol mapaymyns ava Toptida 1 2 3 4
16 | Meydrot pOVOL TPOETOLLOGTIOG KATO TNV GALXYT TOPOYMYNS 1 2 3 4
SpopeTIK®V TPoidvtwv (changeover time)
17 | Alyopiopdc mapoy®yng Kot GVOKELOGING AGY® TNG dCPAAONG 1 2 3 4
TOLOTNTOS TPOPIU®V
18 | EEGptnon g dtobecindtnTog Tou €E0TAIGHOD TOPay®YNS omd TOVG 1 2 3 4
¥POVOLS KaBOPIGLLOV TOV
19 | Mwpn kot povadiky| eykatdotacm epyostaciov pe 30 émg 100 1 2 3 4
gpyalopévong
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4. Topaxoid kabopiote T Pertioon mov meTvyaivel | eToupio oag GTV ATOS00T

™G, OGOV 0POPE TO TAPUKAT®.

No Ambddoon
1 Meiwon amoBepdtwv / stock I 2
2
2 g Beltioon mapayoyikdtrog 1 2
S
3 é Bektioon ypévev mapaywyng Tpoidviov 1 2
E
4 | .8 Behtioon mowdttog mpoidovimv 1 2
5
5 8 Bektioon oy €yxaipn mapddoom Tpoidovimv I 2
6 Meimon tov mococT®V PUPIS 1 2
7 Meimon tov K6GTOVG TOPAYDYNS 1 2
8 E AvENONM TG KEPdOPOpiag I 2
9 g AvENON TOV TOANCEDV I 2
S , , ,
10 Meiwon Topamdveov 1oV TEAATOV 1 2
11 Meimon mopandovev tov epyalopévav 1 2

20 EVYAPLOTO Y10 TO XPOVO GOgG!
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