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ITPOAOTI'OX

H mopovca dumhopatiky epyocioc ekmovidnke oto TANIGIO OAOKANP®ONG TOVL HETATTUYIOKOV
npoypaupatog Xvotiuate Epodiacpod kot Awakivnong Ilpoidvtaov, tov tunpatog Opydvoorn kot
Awoiknon Blopnyovikov Xvotqudtov, tov Iavemotnuiov Ilepard. Kopro avrtikeipevo g peréng
elval n mapovsiaon cOyYPOVEOV SOUDV YPUUUOV TUPAY®YNG Kol TPOPOOOGiag avTdv, Kabdg Kot M
uerétn  aloAdynong €yKoTaoToong vEag ypouung mopdywyng tomov U-shape oe peaAloTiko
nepPaArov pe v pnéEBodo mapakorovdnong 610iknong Epywv.

[Ma v ekndévnon avtg ™e peAéng ypnopomomdnkay dpbpa Kot PPAIOYPAPIKES avapOPES GYETIKA
LE OOUES YPOUUDV TOPAY®YNS, LOVIEAN OLVOUNG KOl 0oBKELONG VAMK®V €VTOG TNG TOPAYWOYIKNG
povadag Kot ototyeio omd to Project petatpomng ypapuung mapaymyng and straight line og u-shaped
¢ B/S/H ABE. H avédAvon tov épyov €ytve pe 1o gpyaieio mapakorovdnong doiknong épyov MS
Project, evéd m extipnon tov ypovodiaypdupotog tov Epyov éywve pe v uébodo PERT Analysis kot m
a&loddynon tov Kivdovvev éywve kotd 1o PMBOK.

210 onueio owto amodidovrol Waitepec EVYAPLOTIES,

otov Avarminpot| Kadnynt k. A. Euipn, tov [Havemompiov Ilepoaid, yio v cvveyn otpién Kot
KkaBod1ynon ko’ OAN TV d1dpKELD TNG EKTOVNONG AVTNG TNG SMTAMUATIKNG EPYOGTOG

otoug K. E. Kapkavn, k. K. Maotpoyavvémovro, k. E.NNtévo, k. op. I'. Z146n, k. A. IToAvlon
TpoioTapevovg kat ouvadélpovg ™¢ B/S/H.ABE vy v moldtiun ompién kot mpobopio vo
HO1POGTOVV TNV EUTTELPIN KOl TEYVOYVOGIO TOVS Y10l TV DAOTOINGT 0TS TNG SIMAMUATIKNG EPYACIAG.

[Mewparde, Iovviog 2013
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INEPIAHYH

Ye o mepiodo Pabidg owovoukng Heeong, omoteAel ovikeipevo Bovpacpod kdbe mpoomdOeio
EPAPUOYNG VEWV HeBOd®V - TEYVOLOYIDOV oTnVv Prounyavia, €dwkotepa ot EALGSa. Avrtikeipevo
HEAETNG TNG TOPOVGAS epyaciog €ivar 1 aSloAdYNoN Kol EQOPUOYN VENG YPOUUNG TOPAYOYNG OE
Blopnyovio KataoKeLNE AEVKOV CLOKEVOV UE GKOTO TNV OVIOTOKPION OTIG GUYXPOVES OVAYKES TIC
ayopdc mov amotovy gveMéia, moltkiAio WdvV Ko Tayvtnta. H mapovcioon g eykotdotoons tng
VEOG YPOUUNG EYIVE LE TOL EPpYOAELD TNG d10ikNoNG £pYV.

21006 TG MEAETNG elvan M emokOTNoN TOV GOYYPOVEOV HEBOOMV TapaymYNS KOl TPOPOSOGING TNG
TOPAYWOYNG, LE GKOTO TNV KOTAVONOT| QVT®V Kol TNV aEloAdYNoT EQUPLOYNS TOVS HEGO OO TO TPIGHOL
g owoiknong épywv. Ewdwdtepa, n mapovoa perétn dwkpivetar oe tpelg evotntes. Ot mpmteg 600
evoTTEG KOAOTTTOUV G€ BepNTIKO EMIMESO TAL GLGTHUATO TAPUYWYNS KO TPOPOSOGiaS, VD M TpiTn
EVOTNTO ALPOPE OTNV HEAETN KO TOPOVGIOCT] EYKATACTOONS VEAS YPOUUNG Tapaymyne, Tomov U-shape,
®C project, pe okomd TV KATOVONOT TG OPYAVM®ONG Kot O010iknong &vOc £pyov G€ PENMOTIKO
nepPAAAOV.

2V TpOTN £VOTNTO TOPOVGLALOVTOL Ol HOVTIEAN TTOPOYWYNG EVIAGENMS EPYOUCING, YPOUUIKE Kol [N,
OALG Ko EVTAoEMG Epyaciac. Tvykekpiuéva mapovotdlovtat ta cuotiuata job-shop, flow — shop kot
projects, evéd avolvovtor kot ot empépove dopéc 6mwg Modular Assembly, Cell Manufacturing,
Group Production kot U-shaped assembly line. Avagopikd pe T OAOKANP®UEVE GLGTALOTO
nopayoyns (CIM  — Computer Integrated Manufacturing), mapovcidlovtar opiGpoi kot
KOTNYOPiomoinon TpocavatoMoIéEV TPOG TOVG TOPOVG Kol TPOS TIG Asrtovpyieg Resource-oriented &
Activity-oriented integration types). Axoun yivetat tapovotdlovtat ot Evvoleg, Tng eE1IGopPOTNONG Kot
TOV YPOVOTPOYPULUATIGHO TNG TOPOYOYNG.

Yy devtepn evotra Tapovotdlovatl ot prhocodia T Athg mapaywyng (Lean Manufacturing ) kot
Tov Just-in Time, ot omoieg anotélecav onpeio 6TaBUoVG Yo TV cOyypovn Tapaywyr. Meptkd and o
gpyoleio avtdv mov avaivovral givon ta Value Stream Mapping, Poka Yoke, chotnuo Kanban kot
Heijunka, cvomua tpopodociac pe «yorota» - Milk Run logistics, cbotua amofnkevong Super-
Market ko1 Vendor Managed Inventory. Kieivovtog v devtepn evotnta mapovotdletar o, SWOT
Analysis avapopikd pe Tig emkpatéotepes LeBOd0VS TG TPOPOSOGING TNE TAPAYDYNC.

Ymv tpitn Kot teEAELTOiO EVOTNTO OVOTTUGOETOL 1 LEAETN TEPIMTOONG EYKATACTAONG VEAS YPOUUUNG
napaywyng g B/H/IS ABE. e avty v evomta topakolovbodpe to othoio kot Ty eEEMEN evog
épyov péco amd 1o epyoreio MS Project, avaldoviog ta yopakINPIoTIKG Kol TIG ETUEPOVS PACELS
tov. TlapdAAnia yivetoar avaALGN TOL YPOVOOLAYPAUUATOS TOLG €pyov pe tnv pébodo PERT xot
a&lohdynon tov kvovvev kotd PMBOK. Axoun mapovstaletor 1 TpoKTiKy €Qaproyn e pnebosov
value stream mapping yia TV pon IANPOPOPIDOV KOt VAMKOV.

KAetvovrag, yiveton pio cuykpitikny HEAETN TOV OQPEAEIDV OO TNV VEQ YPOULUN TOPAYOYNG GE oYEoN
LLE TNV TTPOTYOVLEVT] SOUY| KO TOPOLGLALOVTOL GUUTEPAGLLOTA KOl GNUEIR Y10 TEPATEP® EPEVVAL.
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AéEeic kKhednd: Modular Assembly, Cell Manufacturing, Group Production, U-shaped assembly line,
CIM — Computer Integrated Manufacturing, Resource-oriented & Activity-oriented integration types,

Lean Manufacturing, Just-in Time, Value Stream Mapping, Poka Yoke, Kanban, Heijunka, Milk Run
logistics, Super-Market, Vendor Managed Inventory.
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“Just as modern mass production requires the standardization of
commodities, so the social process requires standardization of man, and this
standardization is called equality.”

Erich Fromm (Fromm)

German social psychologist

ENOTHTA 1: ZVyxpova MovtéAa llapaywyng

1.1 Zvyypova Movtéra [Hopdywync — Ewcaywyn

Mia cuvinOng ypopun cuvappordynong ivot po pon €vog GLGTHATOG TOPAYMYNSG OTOL Ot
EMUEPOVG TOPAYMYIKEG LOVADES TOV EKTEAOVV TIG EPYOCIES, Ol OTOIES AVOPEPOVTAL KOl G
otafpoi, etvar evBuypappcpéves pe Evav oelplakd tpdémo. Ta cuvapporoyovpeva puépn tepvoidv i
KIVOUVTOL S1000Y KA KOTE UNKOG TNG YPOUUNG, SLVINO®G LE KAmo10 100G GLGTILATOG LETAPOPALG,
OmmG o mapddetypo pe Eva petapoptko yavta (conveyor belt).

Apyikd, otv ypappés cuvappoAdynong avamtdydnkov yio o OloVOMKO omodoTiky] Halikn
TOPAYOYT TUTOTOMUEVOV TPOTOVTOV, LE GKOTO TNV avATTLEY Kot 0E10moinon tov EE101KELUEVOD
gpyaticod dvvapcodl. Evtovtolg, amd v emoyy tov Henry Ford, ot amaiticelg tov koo yio
TPOIOVTA KOl OC €K TOVTOL Ol OMOLTNCELS TOV TAEOV TPOCUPUOGUEVOV GLUGTNUATOV TOPAY®YNS
&xovv aArhaEer dpapatikd. [Ipokeévonv va avtamokplBody GTiG d1POPOTONUEVES AVAYKEG TMV
TEAITOV, Ol ETAPEIEC TPETEL VO KATAGTHGOLY OLVATIH TNV ££0TOUIKELOT TV TPOIdVTOV TovG. [
TOPAOELYHO, M YEPUAVIKY etanpeio Kataokevng avtokwvntov BMW mpooceépel éva kotdAoyo
TPOOLPETIKOV YAPAKTNPIOTIKOV oV, Bempntikd, £xel o¢ amotédeoua 102 Siapopetikd povréla
emPomydv omuatovi. Avtiy n sveMéio TG TOPAy®YNS TOAGOV  SAPOPOV  HOVIEA®Y,
EMTLYYAVETOL PUE TNV EYKATACTOCT] UNYOVIUATOV TOAAATANG XPNONG Kol QLTOLOTNG OVTOUAANYNG
epyoreiov. Avtd kafioTd TO OMOTEAEGUOTIKY TNV YPOUUT CUVOPUOAGYNONG, OTAV TPOKELTAL Y10
assembly-to-order ocvotipoto mopaymYNG mov  yapaktmpifoviar amd TOV  YOUNAO  OYKO
cuvappoldynong® kat dtvovy T SLVATHTNTO Y10 AVATTLEN GOYXPOVOV GTPATNYIKOV TAPAYMYHG,
TPOGAVOTOMGOHEVOVY 6T poliky sEatopikevon®. Akoun, avtd eEacpalilel pe ™ celpd Tov OTL 0

! Shtub ot Dar El-, 1989, Scholl, 1999, p. 2

2 Meyr, H., 2004. Supply chain planning in the German automotive industry. OR Spectrum 26, 447-470.

3 Mather, H., 1989. Competitive manufacturing, Prentice Hall, Englewood Cliffs, NJ.
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eVOEAEMS OYEOUOG KO 1] VAOTOINGN TETOL®Y GLGTNUATOV GLVAPHOAOYNoNG Ba eEakolovBovv
VoL £YOVV LEYAAT TPAKTIKY] GNLLOGI0 KOl GTO GUECO HEAAOV.

Xapn oV ypapp| cuvaproAdyNoNg, ol ¥POVoL TaPAY®YNG EMTUYHVOVTIAL, TO KOGTOG E0TAIGLOV
HEWOVETAL, OvTIoTOUYO Kol TO KOOGTOC e€pyaciag kot Olyeiptong  epyatikod  duvapkol
TPocapUOLETOL avALOYO. ZNUEPQ, LE TN YPNOT GUYYXPOVOV HEBOOWOV YPOUUNG GUVAPUOAGYNONG, N
Tapoymyn £xel Yivel pio 10toitepa EKAETTUOUEVT OladtKacio oty omoia mpootifetan a&io oTovg
EMUEPOVS 6TAOLOVG epyaciag Katd punkog e Ypouus. OAo Kot TeplocdTEPO, 1| GLVAPUOAGYNON
yopoktNpileTon amd «mwopdAANAES Olepyaciecy, TOAMOTAEG TOPAAANAES OPOUCTNPLOTNTEG TOV
TPOPOOOTOVV &va TEMKO 6TAd10 cuvappoAdynong. Ot dadwkacieg avtég amattovv eEelypéva
GLGTHIOTO ETKOVOVIDV, GYEI0 PONG VAIKADV, KOl TPOYPAUUATOV Tapaywyns. To yeyovdg 6Tt T0
CUCTNUO YPAUUNG GUVAPHOAGYNONG fvat £va Eviaio GOVOLO €PYOCL®V, ONUOIVEL OTL Ol EAAElyELG
og éva onueio pmopel va mpokarécovv kabvoteproeig (bottleneck) amd exeivo to onpeio mpog ta
eunpdc. Kpatdvrtag to 6Ao cvomuo va Asttovpyel opadd amoitel ToAD KOAO GUVIOVIGUO LETAED
TOV LEPDOV TOV.

1.1.1 E&oopponnon mopaymyng

Y7o tov opo e€icoppdmmon ypauung ovvapuordynone (Assembly Line Balancing) éxouvv
avantuydel kKo culnOet otn S1ebv Prpioypapio didpopa poviéla Pedtiotonoinong, ta oroio
Exouv G otdyo TN otYpiEn ™S AMYNG amoOPaoNg Kotd TN JpOpO®OY OTOTEAEGUOTIKMV
GUOTNHATOV GLVAPUOAOYNONG. ATO TNV TPOTN LoONLOTIKY TuToToinon Tov ALB®, 1 aadnpaixn
KOWwOTNTo emMKeEVIpOONKe Kupiwg oto Poacikd mpoPAnua ¢ dapdpemons, mn omoio givar m
avéBeon TtV KaONKOVIOV ©TOVG oTOOUOLG epyaciag. Xe HETayevESTEPES LEAETEG, ®GTOGO,
emdunkeTonr voo Avbel to mpoPAnua g €E100pPOMNONG LE TNV E100YMYN Kol OAOKANP®ON
TePlOpop®dV e dudpopes dopég 6mmg U-shape, parallel (mopdAinieg) 1 tomov branch (tomov
dévtpov) 8.

Aoppdévoviag vroyn tn peydAn mowiMo TOV ETEKTACE®V, Ol OTOIEG OVOPEPOVTOL MG YEVIKN
e&looppomnon ypapudv cvvoappordynong (GALB), sivar ekmAnktikd to yeyovog o6tt e&akolovbel
VO VTTAPYEL L0 TTOAD CTUAVTIKY S10pOPE AVAUESH GTNV OKOONUOIKT cL{NTNON KOl TIG TPOUKTIKEG
sopLOYEC, Héxpt TOpa. Epmsipikéc épevveg mov amoppéovy amd T dekastio Tov 707 kou Tov '80°
delyvouv OTL puo6vo éva MOAD UIKPO TOCOGTO TMV ETUIPELDV YPNCUYLOTOLOVGOV  HaONUOTIKOVG
aAyOp1OOVG Yo TNV SOUOPPDCT] TOV TPOYPOUUATIGHOV ekelvn v emoyn. H mpopavng EAdetyn
TOV MO TPOCOUTOV EMICTNUOVIKOV UEAETOV GYETIKA HE TNV €Qapuoy t@v oiyopibuwv ALB
VTOOEIKVOEL OTL TO Yhopa aVTO e£0KOAOLOEL Vo vPIoTOTOL OKOLLT.

4 Pine, B.J., 1993. Mass customization: The new frontier in business competition, Harvard Business School Press, Boston, Mass
5 Salveson, M.E., 1955. The assembly line balancing problem. The Journal of Industrial Engineering, 6 (3), 18-25.

® Scholl, A., Becker, C., 2006. State-of-the-art exact and heuristic solution procedures for simple assembly line balancing. European
Journal of Operations Research 168, 666-693
7 Chase, R.B., 1974. Survey of paced assembly lines, Industrial Engineering 6 (2), 14-18

8 Schéniger, J., Spingler, J., 1989. Planung der Montageanlage. Technica 14, 27-32
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1.1.2 Baowkol tHmot cuGTNUATOV Topoymyng

Ta mopayoyikd cuoTiuate pTopovy akdun va tagvounfodv katd ToAAoVS TPOTOVS, OTWS KATA
10 €100¢ TOL TOPAYOUEVOD TEAIKOD TPOIOVTOC TOV UTOPEL va glvar VAIKA ayadd 1) vanpecieg, 1 va
ta&wounfovv katd Tov Pacikd okomd mov umopet va givarl 1 emitevén kepddV N M KOVOTOINoT
KOW®VIK®OV avayk®v. QoTt0c0 10101TEPO eVOLOPEPOV TaPOVSIAlEL 1| TASIVOUNGT TOVG COLPOVA UE
TOV TUTO TNG TOPAYWYIKNG dtadikacioc. Me Bdomn avt) v taivounon to Topoy®YKd GUGTILLOTO
dwkpivovtor oe ocvotnuata ocvveyovg pong (flow-shop), oe ocvotiuato mopaAy®YNS Kotd
napayyeMa (job — shop) kot TEAOG G€ GLOTNHOTA KOTAGKEVNG £pYmV (projects).

1.1.2.1 Yvotuata cvveyovg pong (flow-shop)

Ta cvomuato aLTA TAPAYOVV UEYOAOVE OYKOLG TUPUYMYNG TEPLOPIOUEVNC TOIKIAMOGC TLUTOTOMUEVOV
Tpoidvtev, Ta omoia mpoopilovtarl Y gvpeio. KOTOVAA®GT. XOPUKTNPIGTIKG TOPOUOEIYHATA QLTS TNG
Katnyoplag etvar to mPoidvta SaTpoPhg 1 Ta MAEKTPIKA €10M. Xvvnbwg to mpoidvia ota
GLGTNLLATO AVTE TOPEYOVTOL GE YPOUUES TOPOYMYNS Kot akoAovBodv v idta dtadpopn| Hésa 6To
OUGTNUO, TEPVAOVTOS HECH Omd o GEPA Sd0YIKOV oTafudV Kot unyovov. Avtd cuvibog
ocvpupaivetl pe MV HEGOAAPNON KATOLOV AVTOUATOTOUEVOL GUGTILOTOS EGOTEPIKMOV LETAPOPDV.
O)log 0 mapaywykdg eE0TAGUOG TOL OTOLTEITOL OPYOVAOVETAL YMPOTUEIKA GE YPapK otdtaén. O
punyovikdg eEomAondg etvar e101knG ypHoNs, evod o Pabuog avtopatonoinong sivat peydAog pe v
poumotikn va mailel onuoaivovia poro. Eltvar mpogavéc 6TL 10 Topaymykd cOGTNHO 0PYOVAOVETOL
£T01L MOTE VO EMITPETEL TNV GLVEYN «POT» KAOE KOUHTION 6TV aAvGida mapaywync. Evvositatl 6Tt
OTNV KOTNYOPio QLTOV TOV TOPOY®YIK®OV GUCTNUATOV £ivol adUVITN 1] KOTAGKELN EOTKEVUEVOV
TPOIOVTIOV 7OV VO KOADTTOLV TIG 10l0iTEPES avaAykeg ovykekpiuévov meAdrrn. Téhog, ¢
TOPAYOYIKE GUOTHUATO GLVEYOVS PONG BEWPOVVTAL KO TOL GLGTHLLOTA EKELVOL OTIOL 01 EIGPOES TOVG
petacynuotilovrol og £vo 1 TEPLEGOTEPA TPOTOVTA (TT.). VO SIAGTIPLO M L0l LOVADA TTOPAYWYNG
TOIUEVTOL).

1.1.2.2 Tvotmpata Topayoyng Kotd mapayyeiio (job-shop)

Ta cveTiroTo QVTE ACYOAOVVTOL THV TOPAY®YN HOS UEYOANS cuviBmg TotKIAlaG TPoldvTwV o€
LIKPOUG GYeTIKd OYkovg mopaymyns. O mehdtng eivorl exeivog mov ovabétel 610 cvoTNUO TNV
napaywyn evog aptBuod idlwv tpoidviov (tapayyeiia 1| epyacia), Le Tpodiaypagis mov opilovtan
amd tov ido. Méca o100 choTUO M PON TOV TPOIOVI®MV dlopopomoteital avdioyo pHe TNV
wapayyeMa N v maptida mopaywyns. O pnyovikodg mopaywykos eEomAMopndc elval YeEVIKNG
YpPNoNG He meplopiopévo Pabud avtopaTonoinong, TPAYHO OVOUEVOUEVO OOV VTTAPYEL UEYEAN
mowAia mpoidvtwv. KdabBe @opd omiaon o eEomAioudg mpémel va mpocsapuoleTonr kot vo
YPNOUOTOIEITAL OVAAOYOL LLE TIG AVAYKES TOV TPOTOVTOC.

1.1.2.3 Yvomiuoto Kataokeung Epywv (projects)

H nepintoon tov cuomudtov mapayoyng pe v HEB0d0 TV EPpYmV apopd oTNV KATOCKELY| LLOG
povadag mpoiovtoc, cuvnbme peyaiov peyébovg kot a&iog mov mpoopiletan yo Evav mehdtn (my.
Kpatwol @opeic). IMapadeiypota tétoiwv mpoidoviov pmopel va eivor éva mioio, po yépupa 1M
évag opoupoc tayeiog wvkhopopioc. Elvar mpoeavég 0Tt otnv mEPIMTOON TOV GLOTNUATOV
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KOTOGKELNG £PY®V, TO TPOTOV lval ekeivo TOV PEVEL AKIVITO EVA T LEGO TOPAYDYNG Elval ekelval
OV KWVOHVTOL YOP® AO OVTO (T.Y. YEPAVOYEPLPES, UNYOVIHOTO TOPACKEVNC UTETOV, EKOKOPELG
KAn.). O mopayoyikds eomAopog etvar BéPoro yevikng ypnong kot pe  Uikpod  Poduod
OV TOLLOTOTOU LEVOC.

Extog and 11¢ mopomdve Poacikéc katnyopie pumopovv va avagepfodv Kol To GLCTAUOTO LE
Kkottapikn popen (production cells), kabmg kot To. cvoTHpaTa Tapaywyng o naptideg (batch —
shop). Ta cvothuaTo aVTE GLVILALOVY TAEOVEKTHUATA OO TIC dVO TPAOTEG POCIKES KOTNYOpPiES,
KaBmG £YOVV YOPAKTNPIOTIKAL.

1.1.3 Baowkég dopég cuoTnUdTOV Topay®wyng

To mépacpo TtV YpOvev Exel @épel MOAAEC TapoAdayés oTlg HeBOdOAOYIEC YPOUU®Y
oLVapPROAdYNONG. AVTEG Ol OAAOYEG LITOPOVV Vo avoyBovv Oyl LOVO GE YEVIKEG PEATIOOELS GTNV
TEYVOLOYiO KOt TO GYEOOGHO, OAAG KOl GE Tapdyovieg mov ivar povadikol yuo ke Propnyavia.
[No mopddetypo, mepropiopol Kepaiaiov, umopel va £(ovv HEYOAO OVTIKTUTO GTNV TPOCYENIO LLOG
LIKPNG emyelpnong yo v lcaymyn 1 t Pertioon tov pedddmv tapaymyns, eved ot aAhayég 6To
oebvn avtayoviopd, Kavoveg Asttovpyiog, kabdg Kot 1 OfesdTNTO TOV VAMKGOV pmopel va
EMNPEACOVY TNV €IKOVA HOG YPOUUNG CLUVOPUOAOYNONG. AKOAOVOOLV GUVIOUES TTEPLYPAPES TV
710 OLOOUEVAV TV JOUMV TOPAYDYNG.

Modular Assembly - Avty sivar por Tponypévn péBodog YpOoUUNG GUVOPUOAOYNONG TOL ExEl
oxedwotel ywoo ™ Peitioon g amdooong pe MV adénom G OMOTEAECUOTIKOTNTOS TMOV
TOUPAAANA®V VTOGOVOA®Y YPOUUUDV TPOPOOOGIaG OTNV TEAIKY] YPOUU cuvapuordynons. Omwmg
eQoPUOLETOL OTNV KOTOOKELT] OLTOKIWVATOV, TeEPAapfdvel omovdvlmty odraln pe Eexympiotd
TOPAPTAUATE GLVOPUOAOYNoNG (Y. KOUTIVO OYNUOTOS) TOV EVAOVOVTOL GE U0 TEAKN YPOUUN
GLVOPUOAGYNOTG.

‘Eyst mopotnBsi® 611 pe avty v péhodo avEdvovial ot SLVATOTNTEC Yo SL0POPOTOINGT TOV
TEMKOV TPoidvTog, apkel To €MUEPOVS GLYKPOTHUOTA Vo givol Tumomopéva. Axoun, £xet
dwmotwOel 4Tl TElvEl Vo LELDOVETAL TO TOGOGTO TOV TOPEAKOUEVOV TTOV €V TEAEL amalldvovTal,
LEWOVETAL O YPOVOS TOV EMOVAGYESIACHOD TOV TPOIOVTOV, oxeddlovior ToAD Mo €0KOAo VEa
LOVTEAQ LE TNV XPNON TOV 010V KATOWwV NoN YPNOYOTOOVUEVOV EMUEPOVS eE0PTNUATOV,
LEWOVETAL TO KOGTOG TOPAY®YNG Kol 1| cuvtipnon yivetol mo gokoin. H teyvikn g apbpwtng
TOPAYOYNG £XEL EPOPUOCTEL EMTLYADC OTNV KATOUOKELN] MAEKTPOVIKOV eEapTNUAT®V, POV
emTPEMEL TNV GLVEYT PEATIOON TOV GYESAGHLOV KOl TNV OLVATOTNTO EAEYYOV TOLOTNTOG,

AvtioToyo, Ol KOTOOKELOOTES UNYOVAV TOPAYOYNS TPOKEWEVOL VO OVTATOKPOOULV OTIg
OTTOUTIOELS TOV TOPAYOYDV, KOTOAOKELALOLY TAEOV UNYOVIUATO TPOCOPUOGUEVO OTIS VEEG

9 Stoll, H. S. (1986) Design for manufacture: an overview. ASME Applied Mechanics Reviews, 39(9), 1356+1364
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nedodovct®, ta omoio Teivouv va £xovv peyoldtepn sveléio kot TEivovy VoL TPOGOUOALoVY e

avOpomoetdn pourotit,

210, pev, 0PEAT aToD TOV TOTOV GLGTHLLOTOG TOPAYMYNG CVYKATAAEYOVTOL TO TOPUKATO:

1. Awpopeadvetal mo €LEAIKTN Tapoy®yn HE SuvatdOTNTo €OUKOANG OVOUOPPEOONG MOTE VO
emtuyydvovtar 1000 Ppayvnpodbecuol, 660 Kot poakporpodecpor otoyol (my. Atagpopomoinon
TPOIOVTIMV, TaydTEPN Tapayy KTA)2

2. Teivoov va amiomorobvtor ot S1adIKOGIEG TAPUY®YNS, YPTNOLLOTOOVVTOL TO EVEMKTO
LNYOVILLOTO, SLOUOPPOVETOL TTLO EVEMKTN OPYOVMTIKY] SOUN, VILAPYEL KOAVTEPT POT| TANPOPOPIDV

Ko YIVETOL OVGLOGTIKOTEPOC ELEYYOC TV Slodtkactdv.

3. EAoy16T0m0iNoN TV GUTOHOTIGHOV KOl ETAVOYPNGULOTOMGT TOV VIAPYovTog sEomhiouot 4,
Y€YOVOG TO 0moi0 001 yel o€ peimon Tov KOGTOVG Yo eneVOVGELS 08 E0TMGO.

210, 0€ PELOVEKTNUOTO TOV GUGTNUATOG SLOMIGTMOVOVTOL TOL EENG:

1. Xe peyolvtepeg kol mo oVOVOETEG MOPUYWYES OV OmOUTOVV UEYEAO aplBUd Unyovov Kot
eCapmuatov Kabictotor OOVOKOAOG O OYEOCUOC KOl 1 TOPAKOAOVONGN — £€AEYX0G TOL
GLOTNLOTOG TTOPAYWYNG LE TETOLOV TOTTOV dour).

2. E€attiog g peyding moiAiog amoitoemy Kot TOAVTAOKOTN TS EVOG GUGTLLATOS TOPUYWYNG,
tetvouv va dnpovpyodvtal TpofAnpate mA0YNg EEOMTAMGHOD Yo TV GYEOAGUO TNG TOPAY®YNS
og doun Modular kabdmc dev vdpyovv d1ebvi TpdTLTA, YEYOVOGS TO 0TTOi0 00N YEL GE acLUPaTOTNTA
eEomMaopo0.

Cell Manufacturing — To KOWEA®TA GLGTHLOTO TAPAYOYNG EYOVV OVAYVOPIOTEL (G GLGTALLOTO TOL
omoio. pwopovv va. avtamokpllovv oe £va PHEGO aplnd Tapaymyng TPoidoviwv ympig wilaitepa
peydan mowilopopoio. o tov A0yo awtd ovTtd T0 GLGTAUATO TOPAYWOYNS Bewpovdvion o To
O1KOVOLIKG 0TIV Katnyopio Tovc. O axpoymviaiog ABoc avTtol Tov GUGTAUATOC TAPAYWYHS Eival
1 OLOOOTOINGCT TOV UNYAVAV KOl TOV TOPEAKOUEVOV eEopTnUdTtmv. e ovth T HEBodo Tapaymyng
Exel VIAPYXEL M OLVOTOTNTA VO EKTEAOLVTOL TOAAMTMAES epyacieg amd pio punyovn 1 va

10 Hu, W., Kong, Z., Zhu, G., and Yu, J. (1993) Modules for modular design of machine tools, in Proceeding of International
Conference on Engineering Design, The Hague, 17+19 August, Heunsta Zurich pp. 1287+1294.

1 Canny, J. F. and Goldberg, K. Y. (1992) A "RISC' paradigm for industrial robots, Technical report RAMP 92-3, University
of California, Berkeley CA

12 Merchant, E. (1985) The importance of ~exible manufacturing systems to the realization of full computer integrated manufacturing
in Flexible Manufacturing Systems, Warnecke, H. J. (ed), IFS (Publications) Ltd. and Springer-Verlag

13 Davis, R. K. (1991) A systems approach to machinery design and implementation, in Proceedings of Eurotech Direct, Machine
Systems Vol., I. Mech E., 2+4 July, pp.19+24.

14 Tsukune, H., Tsukamoto, M., Matsushita, T., Tomita, F., Okemah, K., Ogasawara, T., Takese, K. and Yuba, T. (1993) Modular
manufacturing. Journal of Intelligent Manufacturing, 4, 163+ 181. Voelker, H.

15 gLack. J. T.. 1983. Cellular manufacturing systems reduce setup time, make small lot production economical. | ndustrial
Engineering, November, 36-48.
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opadomotovvtan unyovég oe pia «koyédny (cell). Ot vrevbvvovepyodnyoi tov Cells propodv va
YEWPLOTOVV TOAMAATAG KoOnKovTa pali, &vd YPNOLOTOI0VVTOL KoL POUTOT MOV EKTEAOVV
napdAAnieg epyacies. To cells pmopei va dtotkodvion amd €va @opéo kot givar dvvatdv va
oLVOEDHOLY TOL TOAOLOTEPOL UNYAVILLOTO LE TOV VEDTEPO EEOTAIGUO LE OOTEAEGO TN LEI®ON TOV
VYoug TV enevovcemv mov omortovvtor yio. véa. Kdabe Cell amotelel uépoc tov cvotiuotog

TOPOYOYTG.

O dywpiopdg kot 1 opadomoinon tov eEomAopov oe koyéreg (Cells) emtvyydvetal pe v
gpoproyy TG opadomompévng  texvoroyiag (Group Technology)®. H epappoyl g
opadomomuévng texvoroyiog Oev e€aptdtarl and to Pabud aVTOUATICUOD TOL YPTGILOTOLOVVTOL
o€ €va €PYOCTAGIO, KOl UTOPEL VO EPOPUOCTEL GE O EVIEADS OTOUOTOTOINUEVT] TOPAYOYN 1
aKOLO KL GE £VOL XELPOKIVITO GUGTN LA TOPAYMYTS.

Group Production — IIpoxettotl yioo pioe GAAN popen moapaymyns, 6mov avti ot epyalduevol va
OTOGYOAOVVTOL GE HIKPOLG 6TafUovg epyaciog Kot va eKTEAOVV EMOVOAAUPAVOLEVES EPYACIES,
aKOAOVOOVV Kol EKTEAOVV €pYacieg KOTA UNKOG TNG YPOUUNG. AVTN M TPOGEYYIOT YOPETICTNKE
amd TOAAOVG VTOGTNPIKTEG, O10TL SNUIOLPYEL TN UEYOADTEPT] GUUUETOYN TOV €PYALOUEVOV GTN
JldKacio TOPAy®YNG Kot VMG TOV GUGTHLOTOC.

U-shaped assembly "line" - Mo gvfeio ypoppr] pmopei vo, unv €ivot o mo amoTeAEGUATIKO oYLl
Yoo voo poe ypoppr] covappordynone. Avtifeta, oe éva oyfuo U 1 kaumdin, ot gpyaldpevol
GLAAEYOVTOL GTO ECGMTEPIKO TNG KAUTOANG Kol 1| emkovavia gtvar evkoldtepn and O, Tt KAtd TO
pnkog o evbeiag ypappuns. Ot cuVapPUOAOYNTES UITOPOLV VO SOVV OAOL T GTAJLO TNG TOPAYWOYNG
eVOC TPOLOVTOG, TL £PYETOL Kol OGO YpNyopa, KoOMG emione, £va dtopo pmopel vo eKTeAECEL
TOAOTAEG Agttovpyiec. Akoun, pe avty v owdtoln eivor oe Béomn va mopdyovv TOAAATAES
TAPUALAYES TOV 1010V TPOIOGVTOG TAVTOYPOVA, KANGTAOVTAG TV EYKATAGTACT GTO GUVOAD TNG MO
gvélktn. Ot petaPdoelc amd mpolov o€ mpolov eivor wo evkoreg otn U-shape ypauun, ko
VIAPYEL KOADTEPT emKowvvia puetaéd tov epyalopévmv Kot emiong to Cross-training pmopsi vo
amAomomOet.

Téhog, d0edopévou OTL ot véeg HEBOOOL YPOUUNIG GLVOPLOAOYNONG EIGAYOVIOL G Ol0OTKOGIES
TOPUY®YNG, Ol 01eLBLVTEG emyelpnoewv €EETALOLV TIG TEXVIKES Yo TNV mlavi] €QOPUOYN CE
dAAovg Topeic g emyeipnong. Mo tétola epappoyn ovopdletar Kown Avantuén Eeappoyov, 1
JAD. Eivar po dtodikacio mov apykd ovamtoydnke yio 10 oxedlocpHd VOGS GLTOUOTOTOU UEVOL
GUGTNUOTOG. XVYKEVIPMVEL OGOVG €pYAloviol o€ TOUEIG TOV EMYEPNOEMV Kol EKEIVOV TOL
gpyalovioar otov topéa g teYvoroyiag. Ta mAieovexktiuoata g JAD mepilopfdvovv pia
dpapatikn peiwon Tov ypdvov mov yperdletor Yo vo. oAokAnpwdei éva €pyo. H dwdikacio JAD
KAVEL Y10 TV ovAmTtuén cvotnudtov TAnpoeopikng ott ékave o Henry Ford yio tv katackeun
TOV aVTOKIVNTOV (Lo pé0d0c opydvmone UnyovnUaToy, VMKOV Kol Epyacioc, Tl dOTE £va TO
avtokivnto Ba pmopovoe va mapdyetal TOAD TO YpYyopa Kot eOnvoTEpA amd O, TL TOTE TPLv-
dnAadn ™ ypapupuf GuvappLoAdYNoNG).

16 GROOVER, M. P., 1980, Automation, Production Systems, and Computer-Aided Manufacturing (New Jersey: Prentice-Hall).
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17 source: reprinted with permission of the free press, a division of simon and schuster adult publishing group, from world class
manufacturing by r. j. schonberger, copyright © 1986 by schonberger & associates, inc.
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18 ¢, w. hall, attaining manufacturing excellence (homewood, il: dow jones-irwin, 1987), p. 125
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19 | ENOTHTA 1: Z0yxpova Movtéha Napaywyng

1.2 CIM — Computer Integrated Manufacturing.

Ov etaipeieg o OAO TOV KOOWO, EMIKEVIPOVOLV TG TPOOTAOEES TOLG Yo TNV ovAmTLEn
OAOKANPOUEVOV KOl QLTOROTOTOMUEVOY cvotuatov apoywyns (CIM). Qotdéco, 1 doun kot 1M
@VOON VTGOV TOV TPOoTAdEldV TOIKIALOVY o€ peyddo Pabud, kuplog AOY® TOV SOPOPETIKMOV
EPUNVELDV, TO TEDIO EQAPLOYNG, KOL TN LEYOAN TOKIAO TOV TEYVOLOYIDOV TOV 0POPOVV TO. GUGTNHHOTA
CIM.

[Mepartépw, o Pabuodg otov omoio avtég o1 Tpoomdbeieg ivar emttuynuéveg dev givarl Tavta OKOAO va
TPOGOoPIoTEL. e pio £PEVVO ETAUPEIDV TTOL EYovv avortvéel cvotyuata CIM, téco ou Ingersoll
Engineers® (1985) ka1 Boaden? (1987) mapatipnooy 011, av Kol TOAES omd TIC TAIPEiEs IOV £)0VV
avanmTOEEL LEHOVOUEVO GE TUNUATO TG EMYEIPNONG, €VTOVTOIS LTAPYOLV Alya oToryelo omd v
GLUUETOYN HETAED OVTOV TOV TUNUATOV GE £v0. OAOKANPOUEVO GUOTNUO . Z€ Pid GAAN €pevva amd
toug Kohler kou Schmierl?? (1991), Bpédnke 6TL 1 YpnoLonoiNo TV PAGICHEVOV GE VTOAOYIGTH
TEYVOLOYI®V GTOV TOpEN TNG HeTamoinomg 0ev ival TOG0 S1a0e00UEVI) OGO YEVIKA TIGTEVETOL XN
perétn tovg o mave ard 1000 ['eppovoidg Kataokevaotés, Ayotepo and 1o 20% avépepe ™ ypriomn
TOV NAEKTPOVIKOV VTOAOYIGTMOV GE AgrTovpyieg mov oyetilovror pe v Kataokevn, v to 70%
avaeepOel 1 ypNOT TOVG G SOIKNTIKES TEPLOYES.

Yy 0w perétn Aydtepo amd to 9% TV ep@TOEVTIOV AVEQEPOV TOLVAGYIGTOV &val GUVOEGLO
oAoKANpoNG peTald tov dpopmv Asttovpytwv. Ot Boaden xor Dale (1989), peta&d driiwv,
npoonddncav voa eviomicovv TI ortieg Yy avt v EAAewym olokAnpwonc. [TBavég antieg
neptlapBévouy, (1) advvapio TOV EUTOPIKOV TOANTOV Y10 TNV TOPOYN EVOOUITOUEVOV AVCEMV, (ii) O
anpoBupio va dlacyicovy Ta chHvopa Tov TUNHATOGS, (1i1) N EAAeYN TV TPOTHNTOV OAOKANP®GNG, (1V)
N e€edwevpévn EHON AVTAOV TOV TEYVOLOYIDV, (V) M EALEWYT OPYAVMOONG GTO TPAYPOULO Yol TNV
évtaln, kot (vi) n paydaio eEEMEN ™G texvoroyia T®V VTOAOYICT®V, 1 omoin eumodilel Eupeca v
évtaén.

[Topdra avtd o1 autieg avTEG KOTAPEPAY VO EEMEPAGTOVV OO OPIGUEVES ETALPELES. ZNUOVTIKN TPOOOOG
éyel emiong onuelmdei yia v e&opdlvven Tev Topomave epnodiov. I'a mtapadetypa to gumdoo (iii)
&xel avrypetomiotel amd to apepikavikd EOvikd Ivetitovto Ipotinwv, to omoio cuvérafe v apyikn
wéa yuoo v avantvén tov Exchange mpdtvmov ypapikov (IGES) mpoidviov kot oviaAloyng
dedopévaov (PDES).

1.2.1 Opiopdg evHg OLOKANPOUEVOL GUGTYLLOTOG

"Eva svompa pmopet va meptypagel g £va GUVOAO OAANAEVOET®MV GTOLYEI®V 1) VTTO-GVOTNUATOV. Mg
Baon ™ @bon 1oL €V AGY® GLGYETICUOV, UTOPOVV Vo optoBovv moAlol dlapopetikoi Tumol. €2

19 INGERSOLL ENGINEERS, 1985, Integrated Manufacture (IFS Publications, Bedford, England)
20 BOADEN, R. J ., 1987, CIM: Issues of Implementation, Ph.D. Thesis, Dept. of Management Sciences, UMIST, Manchester.

21 KOHLER, C, and SCHMIERL, K., 1991, CIM-technological and organizational change in the West German capital goods industry.
Journal of Manufacturing Systems, 10(1), 21-31.
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20 | ENOTHTA 1: Z0yxpova MovtéAa Mapaywyng

Booucéc oAAnheEaptioslg opilovtar 1 Stacvvdeon kot 1 odokAipoon. Kotd tov Mize?? (1987) avtéc
o1 0vo oyéoelg opilovron wg eENG:

- AlooVvoeoT - aAAnAemidpaon 1 Vo ETKOVoVia pe GALO oTotXElD
- OhoxkMpwon — H opydvaoon S149opwv YapoKTNploTIKOV, GYEGEMY, OTAGEWV, CUUTEPIPOPDOV, KAT.,
o€ pio 0pUOVIKT TPOGOTIKOTNTA.

"Eva. avtévopo chota givol keivo Tov 0olov Ta oTOXELN TEPVOLV TIG OIKEG TOVS ATOPACELS YMPIG
VO EMKOWVOVOLV LE omolodnmote Ao otoryeio. 'Evo dwaovvoedepévo chotnpo gival €keivo tov
omoiov Ta oTolyela £xovV auEidpoun emKoOv®Via pe AAAo ototyeia, aAAE AapPavouy amopacelg yio
10 OO toVvg 0peroG. 'Eva oloxkinpopéve couotnua sivor ekeivo tov omoiov ta otoyyeion Eyovv
apeidpoun emikowvovio pe GAlo otoryeie, Kot AApUPAvouy amo@AcELS Yol TO GLAAOYIKO OPEAOG TOV
ocvotuatog. Etot, dacvuvdedepéva cuotnuate €Youv [ TOPACITiK oxéor, o€ avtibeon pe to
OAOKANPOUEVO GUGTILLATO TOL AVATTUGOVV Lo GLUPLOTIKNY oxéon. Eva ka@olko cvotnua eivar po
OLAda OTOLYEIMV e Eva KEVIPIKO EAEYKTN YOPIG IKOVOTNTO Y10 EMUEPOVS ANYT OTOPAGEDV.

STAND ALONE INTEGRATED
+ Elemienis make [(heir own dacisions * Maka decisions for combinad bancta
= Mo communication beteesn slements = T way comemunicalon betweoen elements

—-
--—
INTERFACED ! A )
« Makp decisions far own bengfit + o ind ividual decision raking
* DN OF WO WY COmImLnication « Ceniiraized control

« Single database

Ewova 3 Awagopetikoi Tomol arinremdpaccov >

22 MIZE, J. H. etal., (1985), Forming a corporate-wide CIM committee. Industrial Engineering, November, 75-80.
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1.2.2 Op1opdc kot LovieAomoinot OAOKANP®UEVOVY NAEKTPOVIKGV GUOTNUATOV Tapaymyns (CIM)

Oloxinpopéva cvotiuato opiloviar and tovg Shunk kot Filley (1986) wg «i katd dvvarov féltiory
allomoinan TV ETWUEPOVS TOPOV TOV ATOTELOVY EVa. GVOTHUO. (TOPOYWYNS) WS GOVOL0. 2ZTODS TOPOVS
ovykatoléyovial, ta drabioiuo xkepdlaia, avlpwrol, texvoloyia, pnyavés xti.», 2. O o1630¢ £vOG
ocvotquatog CIM  eivor 1 gpoppoyn T0L  Opwopod o€ éva  TEPPAAAOV  TOPOUYWYNC.
H amoxpuntoypdonon g enyepnotokng Evvolag tov CIM, pumopet va epunvevtel og €ENG:

* OloxkMpwon péom NG YPNONG TOV MAEKTPOVIKMOV VTOAOYIOTAOV GE &VO  TOPOY®YIKO
GUOTNUA, 1

* H ypnion 1oV vmoloy1otdv 6€ £va OMOKANPOUEVO GUCTN LA

Av Kot ot dvo gpunveieg @aivovtor Bempntikd id1eg, lval apKETA JOPOPETIKEG KATA TNV EQAPLOYT.
Ymv mepintoon g TpOTNG epunveiag, N Eueacn givor oty pnyavoypaencmn, 060 To duvaTOV
TEPLGGOTEPMV EPYOCLOV KOL GTN GLVEYEW 1 avATTLEN €VOG S1KTVOL OOV Ol TEPUATIKOL oTadpol
AVTOAAGGOVY TANPOPOPIEG KOl TOUPVOVY AOPACELS. TN devTEPN epunveia n opyavmon kabopilet
TPMTN T0 €100¢ NG gvomoinong 6mov €lval amapaitnTr, KOl 6T GUVEYELN XPTOLUOTOLEL VITOAOYIOTEG
Kot A gpyodeio Yo va emitevyBel avt 1 evoopdtoon. Evollaktikd, pmopel va mpaypotomoin et
Kot (oL TpocEyyiomn mov Ba cuvovaletl Kot Tig 000 epunvetec.

H Mnyoavopydvoon cvyvd Bo 0dnyNoel 6e Guesn mopoy®ykoTnTo Kot OPEAT Yo TO, EUTAEKOUEVA
tuquoto. T my enitevén avtodv Tov emmAéov otéY®V 10 TUAUA pmopel va ypelactel vo oAAAEEL
opopéveg Aertovpyikég pebodove, M va emavamposdloplotodv ot péhodot petddoong dedopévov /
aropdace®V / VAMK®V. To yeyovoc avtd and povo tov pumopel va amortel mpdchete enevovoelg 1) Omoleg
dev gtvan mdvrote eQktég. o mopdderypa, moAAES eTarpeieg OLGKOAEVOVTAL VAL AVOSIOLOPPAOCOVY TNV
dourn TOLG, TN YPNUATOSOTNGN, TNV KOTOGKELY| KOl TIG AELITOVPYIEG TOVG EPOGOV TO KaBEva amd avTtd
vrootpileTon amd S1POPETIKES TEYVOLOYIES.

Ot etaipeiec avtég eivar cuVNO®G MO HGTUKTIKEG VO EYKATAAEIYOVV TOAOTEPES TEYVOAOYIES Yol Eval
VEOTEPO OAOKANPOUEVO GUOTNHA. AG LTOBEGOVE TNV TTEPITTMON HI0G ETOUPEING TNG OTTOTOG TUN AL TG
TOPUYMYNG YPEWoTNKE €val ¥pOVO Yoo TNV OVATTLEN Kol €YKOTACTOON €VOC VEOU POUTOTIKOD
GLOTNHOTOG XEPLGLOV VAIKOV. [TapdAinia 1o TUHA S10VOUNG ETAVACYEOACTEL TIC GUGKELAGIES, £TCL
(MOOTE VO LEIMGEL E6MOTEPIKA KOoTN. H perétn mov Ba mpémel va yivel yia pa tétota aviikotdotoon 0o
npénel va AAPeL voyn ™G TIG GAAAYEG TOL TUNHOTOS TOPOY®MYNGS, £T0L MOOTE Vo givar petald tovg
ocvoppatéc. T Tov Adyo awtd m etarpeion ovt amortel oe OAM TO £PY0 AVTOUOTIGHOD TTOL TPEYOLV
TOPAAANAL VO GOUUETEXOVV OUAOES OO OAOL TOL EUTAEKOUEVO, TUALLALTO.

23 A scheme for classifying integration types in CIM, SANGHOQOY K. DAS, INT. J. COMPUTER INTEGRATED
MANUFACTURING, 1992, VOL. 5, NO. 1, 10-17, p.12 ««the optimization over time, of all components comprising an organizational
system that generates a measurable output. These include all fixed and tangible assets, people, money, information, technology and
energy»
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211 ovvéyeta divovtol LePIKOL Ao TOVG EMKPATESTEPOVG 0PI LOVG Yo suoTipoTa CIM:

“CIM is the complete integration of all the elements of the manufacturing sub-systems, starting with
the conception and modeling of products and ending with shipment and servicing. It includes tie-in
with activities such as optimization, mathematical modeling, and scheduling.” (National Research
Council 1986)%*

“CIM is the use of computer and information/communication technologies to effectively integrate all
of the engineering/design functions, manufacturing planning functions, equipment/process
technologies, manufacturing control processes and management functions necessary to convert raw
materials, labor, energy and information into a high quality, profitable product within a reasonable
amount of time.” (Garrett Turbine Engine Co. (Mize 1985))?°

“CIM is the integration of the total manufacturing enterprise through the use of integrated systems
and data communications coupled with new managerial philosophies that improve organizational and
personal efficiency.” (Society of Manufacturing Engineers (SME Blue Book, 1990))

SOUTEPACHUATIKA OO TOLG TAPOTAVE 0opiopovg KotaAafaivovpe 0tt CIM eivar ta oAokAnpopéva
CLOTAHOTA TOPOY®YNG Tov aflomolovv véeg texvoloyieg (my. Poumotikn) kot MAEKTPOVIKOL
VTOAOYIOTEG, TPOKEWEVOL VO OloyEPIfoVTOL TIS OMOITOVUEVEG KWOOIKOTOMUEVEG TANPOPOPIES
aVaQPOPIKA UE & VAES, epYATIKO SUVOIKO, EVEPYELOL KTA, LE GKOTO TNV OKPPBESTEPT KOl TOLOTIKOTEPN
TOPUYMYT TPOIOVTIWV GE GLVTOUOTEPO YPOVO.

Empépovg epyodeia evog CIM givon ta e€ng:

Computer aided design (CAD): Me 10 egpyodeio oavtd dnuovpyovvral, emneepyalovan,
amoONKELOVTAL KO LETAPEPOVTOL UNYAVIKA GYESLOL.

Computer aided manufacturing (CAM): Mg 10 gpyaieio avtd oyxedialovol Kot vo EAEyyovTal OAEC
01 d10d1KaGiEg TOPAYMYNG LEG® TOV NAEKTPOVIKOD VITOAOYLOT).

Computer integrated production planning & control (CIPP&C): Avtd to gpyodeio
YPNoonolEitol yioo tov €Aeyxo G amodnkevong 6 VADV, TNV TAPOKOAOLONCT TOL E€PYOTIKOD
SUVOLKOD KOl V1oL TNV ANYT| OTOPAGE®V Y10, TNV KOADTEPT 050NN TOV TOPATAVEO TOPMV.
Manufacturing management (MGMT) :Xpnowonoteitor ywoo v dwyeipion zwpofAnudtov
TOLOTNTOG KOl GYESIOGUO CTPOUTIYIK®V TOPOY®YNG.

1.2.3 E@appoyn oAOKANPOUEVOV GUCTNUAT®V TOPUYDOYNG
Av Kot o TN OTIYUN LIAPYEL HEYOAN TAON GTNV OAOKANP®OY GTOV TOREN TNG HETATOINOoNG, 0T
OgV OMUOIVEL OTL OAOKANPOUEVO GLGTNLATO OEV VINPYOV Kot 610 TapeABov. Ot dekaetieg Tov 1920

24 NATIONAL RESEARCH COUNCIL, 1986, Towards a New Era in U.S. Manufacturing (Manufacturing Studies Board, National
Research Council, Washington) pp. 119-120.

25 MIZE, J . H., 1987, CIM: a perspective for the future of IEs. HE Conference Proceedings, Nashville, pp. 3-5

26 SME BLUE BOOK, 1990, A Working Definition of Computer Integrated Manufacturing (SME Blue Book Series, Society of
Manufacturing Engineers, Michigan).
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kot 1930 &idav v dnpovpyia 6HVOET®V Plounyovik®dv GUGTNUAT®V, TO, OTOl0 NTAV 0 TPOYOVOS €VOG
eviaiov cvotiuatog moapoymyns. Htav e vt v mepiodo mov o Henry Ford éxtice o River Rouge,

OV TEPTYPAPETUL OO OPIGUEVOLS OC 1) TLO OAOKANPOUEVT] LOVAIO TOPAYWYNG OV KOTOOKEVAGTNKE
noté (Halberstam 1986)%’.

Tic tehevtaieg dekaetieg yivape pApTLPEG TNG TOKElNG avATTLENG oG TOKIATNG HEBOOWV CYETIK®V
teyvoroyov (ILy. pourmdt, NC unyaviuata, CAD, kim.). Kotd v 0o tepiodo Opmc n avamtuén
OAOKANP®ONG HEBOOWV, TEYVOLOYIDV KOl OL0OIKACIDV NTOV CYETIKA 0pYT). AVt 1 EAAEWYT OVATTUENG
elvalr ev pépel vmevbouvn vy T0 LTO-GLGTNUOTO TOV GCYESOCUOV, TNG OCLTOUNTOTOINONG, Kol
TANPOPOPLOKDV CLGTNUATOV.

1.2.4 Katnyoplomoinon t®v 6109dp®v TOT®V TG OAOKANPOGNS

Ynrdpyovv S1Gpopeg LOPPES OAOKANPMONG CLGTNUATOV TOPAy®YNS otnV Plopnyavia, ol omoiec site
aQOpovV GTO HECO TNG OAOKANP®ONG, €ite€ GTOVG QOPEIS MOV evoOUAT®OVOVIOL XvvnBEoTEpa €V
TOUTO1G, TO WéEGo Bo eivol KATOWOC UNYOVIGUOC LETAPOPAS OEOOUEVMV. TNV TPAYUOTIKOTNTO 1
OTOJOTIKY] TKOVOTNTA YEPGHOD TV dedopévev Bempeitar and moirovg OtL givar mpobmdBeon g
CIM. Zdpgmva pe o EBvikd Epsvovnrikd Zvpfodito (National Research Council, USA - 1984)%8 1o
CIM emroyydveron 6tav:

* Olec Ol Aewtovpyieg emeEepyaciag KOl TOV GYETIKOV OOIKNTIKMOV AEITOLPYIDOV UTOPOLV Vo
EKQPOCTOVV LLE TN LOPPT TV OEOOUEVOV

* 10 oTolyelo avutd eivor oe Pl popen mov pmopovv va ovamapayBovv, eneEepyacOovv GTov
VTOAOYIOTN

* T oToLyEin OV TA PTopovV va petadidovtar erehBepa peTa&h TV AEITOLPYIDV TOV GLGTHUATOS KOO’
OAN 1t ddpketa Long Tov TPOIHVTOG.

Evtovtolg, o avotépm dwyopiopdc meprypdoet puoévo €va €i00¢ OAOKANP®ONG, OVTAG TOV
mAnpogoplakdv dedopévav  (Zgorzelski - 1986)%°. Ttnqv mpaypoTIKOTHTO VTAPYOLY  OPKETOL
TEPLOCOTEPOL TOTTOL OAOKANPMONG, LEPKOL amd TOVG 0moiovg TEPLYpAPovTL TapaKkdTe. Evac factkoc
JStywpiopds givarl 1 OAOKANP®ON TPOCAVATOAIGUEVT] GTOLG TOPOLS Kol OTIS Agttovpyiec. H mpadn
KaTNyopio apopd GTNV OAOKANP®GN TOV PUCIKAOV TOPWV, EITE YPTNCILOTOI0VVTOL AUECA, EiTE ERUIECO
OTNV TAPAY®YIKN dlodKacio, evad 1 0gVTEPT PAcIKn Katnyopiot avagEPETAL GTNV OAOKANP®GT] TOV
GLVOAOL TV TOPUYOYIKAOV dPACTNPLOTHTOV.

27 HALBERSTAM, D., 1986, The Reckoning (William Morrow & Company, New York), 86-89.
28 NATIONAL RESEARCH COUNCIL, 1986, Towards a New Era inU.S. Manufacturing (Manufacturing Studies Board, National
Research Council, Washington) pp. 119-120.

2% ZGORZELSKI, M., 1986, CIM: trends, problems, strategies.Computer Integrated Manufacturing, Society of Automotive Engineers,
SP-663, Detroit, 21-30.
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CADMoMT | 3 |
camcweac [ 4+ | |

e e e e e — e
CAMMGMT | 3 |/ l

CIFPEC-MCMT | &

TYPE RESOURCE ORIENTED ACTIVITY CRIENIED
Compuer Equipmend Facilities | Material | Process Informstion Decision  Product  Ceonaol
A E | ¢ | D E F a H ]
CAD-CAM 1 : :
CADCTFPEC | 2 | |
| |
|
-

4C Imsegraton
CAD 7
CaM §
CIFP&C 9
MGMT 10

Ewdva 4 Torolt OAokApwaong Zucthpdtwy Napaywyng?

1.2.4.1 OloxMpwon TpocovaTtoAlcuévn oatovg mopovg (Resource-oriented integration types)

O otoyog elvar mpdTOV vo dtacpaiictel Ot 01 Agttovpyieg tov kdbe moOpov otnpilovv v OAn
dradkacio TG Tapaywyng, Kot 0e0TEPOV va SICOAMGTEL 1] GLUPATOTNTO TOV AEITOVPYIDV AVTAOV UUE
dAAec cuvaeig Aettovpyieg.

Ot téooepic EMPUEPOVG TOTOL AVTNG TG Katryopiag eivat ot €ENG:
Computer and network integration

Apopd 010 oYeSOGUO  OIKTLOK®MV GCULOTNUATOV, £TGL MOTE VO EMTPEMOLY TN  Asttovpyia
TPOYPAUUATOV HETAED OA®Y TOV VTOAOYIGTMV TOL OPYOUVIGLOV, KOl VO ETITPEYEL TNV EIGOYMYT| Kol
dwBifaon oedopévov and Oieg tovg emBountovg kOépPovg. Avtd mov kabopilovv éva GvoTNUO
NAEKTPOVIKOV VTOAOYIGTAV MG OAOKANP®UEVO OIKTLO €lval To EMPUEPOVS OTKTLO EMKOVMVIOG Kol
amofnKevong 0edOUEVOV KOl Ol GLGKEVEG OVAKTNONG. XLOTHUATE dtaeiptong Pacewv dedopévav
(DBMS), apyitektovikéc xotaveunpéveov Pdcoemv dedopévov, tomikd oiktva (LANS), ovouytég
demapég cvotnpatog (OSI), eivar poévo pepikd mopadetypota Tmv StaBEcIUOV TEXVOAOYIDV - ADGE®V
Yo oVTO TOV TOUTO evowpdt®mons. To KVPLO eUTAOI0 Yoo TNV OAOKANP®OT €VOG TANPOPOPIOKOD
dkTHoL glvar 1 Towthopoppio oe TAATPOPUES Kot eE0mMSd Tov popet var etvor 1o Torobetnuéva
o€ kabe kopPo.

Equipment integration

e Ka0e mapaywyky dadkacio vTapyeL po oePE amd EEOMAMGHUO KO UNYOVALOTO OT®S, YEPLGLOV
VMK®V, arobnkevong, petagopds Kth. H olokAnpwon tov e£0mAMGHov apopd 6TO GXESICUO Kot TNV
eMA0YN ToL €£OMTMGLOV €161 doTe KAOE elvatl cupPatodg e Tovg avOpOTOVS, To VAIKE Kot vTdpyovTo.
YOV LLOTO TOpoy®@YNS. Me v av&avOopevn ¥pnon GLTOUATOTOMUEVOL EEOTAIGHOD, OVTOG O TUTOG
NG OAOKANP®OTG YiveTatl OAO Kol o KPIGIOG,.
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Facilities integration

O oYed106UOC TV EYKATACTACEMY KOl YEVIKOTEPA TV VTOOOUMV EVOG EPYOOTAGIOV amoTeAEl Eva amd
T0. wapadootakd Bépata mov amacyoiovv to Industrial Engineering, €1d1kd dtav mpdkettan yio HEAETN
orokAnpoong. Ot kowég péBodol eotialovv kvpimwg otn Peltictomoinon g pong Tov VAIKOD
(material flow). Evtovtoig, otov oyediooud eykotaotdocmy npénel va Aapfdvoviar cofoapd vroyn
TAPAYOVTEG OTIMG, PON] TANPOPOPLDOV, HEIMOT TOV ATOOEUATOV, TOOTIKOC EAEYYOC KOl Ol SUVATOTNTES
NG LIAPYOVGOS TEXVOAOYING.

Material integration

H emioyn tov vAkov yuoo v mapoayoyn Paciletor cuvibmg oty AELTOVpyIKOTNTO TOVG KOl GTO
k6610¢ ToVG. To material integration a@opd 6T TPOIAYPUPES TOL GYETILOVTOL LE TNV EMAOYT TOV A
VADV, OGS Yo ToPAOELY O OLUGTAGELS, 1 0m0deKTd nimeda moOTNTOC. Ot TPOOLUYPUPES AVTEG EYOVV
oxeO100TEL Yo TNV HEYIOTN dLVOTH EAAYLGTOTOINON TOV TOPEUPACEDY GTO VAKO At TNV TOPOyOYY).
[Mopdyovieg OTmG a&lomoTior KOTAGKELAGTN - TPOUNOEVTY], TOWOTNTO GLVTIPNONG, EVKOAA YEPIGHLOD,
KAT., Be@povvTal 6Tt VKoLV GE 0VTO TO £100G TNG OAOKANPWONC.

1.2.4.2 OloxApwon npocavatolopévn otic Asttovpyieg (Activity-oriented integration types)

O 016)0¢ AVTAG TS OAOKANP®ONG Eivat Vo SI0GPAAIGTEL OTL 01 EPYAGIES TTOL TPOAYLOTOTOIOVVTOL KOTA
™V Topay®ykn dwdikacio €£01Kovopouy KOGTN Kol OTOQEPOVY TO UEYIOTO duvatd OPEAOG OE
ouvtopdtepo ypovo. [opaxdrm givar ol évte THTOL OLOKANP®ONG VTN TS KAt yoplog:

Process integration

H moapaockevn evog mpoidvtog pmopel va avorveton o pio axorovBio depyaciav, kabemud ond Tig
omoieg ovpuPdiiel oty aia Tov mpoidvroc. H evoopdtwon towv dadikacidv a@opd Tov 6YedocHo
KOl TNV EMAOYY] TOV OlEPYACIOV, £TGL MOTE VO domavaTon 1 €AQ(IOTN dvvart) TPoomadelo otV
LETAPOPE TOV M- ETOWOL TPOiOVTOG amd dtadikacio o€ dtadikacio. ['a mapdderypa, ebv Eva Tpoidv
napaockevdletor and dvo depyaciec A kor B, pe C v petaeopd and v A ot B dwdwacio.
Evtovtolg, pe tov oyedlocpud ohokAnpopévne dodikaciog mapaymyns Umopel vor TpokOyel OTL M
dwdwkacio C dev eivon amapaitntn. H élhewyn tov Process integration  yevikdtepa avédvet
ONUOVTIKA TO KOGTOG Topaywyns kot vroPaduilel v amddoon. Me v Ponfeia TV NAEKTPOVIKGOV
VTOAOYIOT®V, TV UEBOd®MY oyedlacuod  JSdKOcIOY  Topaywyns, kabmg wor ot pébdodot
eEowovounong mopwv Kot €EOTAGUOV AmOTEAOVV HEPIKE mopadeiypato Avcewv tov  Process
integration.

Information integration

H mapoyoywr owdikacio pmopel va avaivbel oe po oepd and dpactmplotnreg enelepyaciog
dedopévov. Avtd ta dedopéva o pmopovoay vo givar vTd T HOPPT AVAAVONG OTUTOVUEVOV VAIKOV
(BOM), mpoypdupatog mopaywmyns, oyxediov owdwkacioc, oyediov Tov  mpoidvrog, CNC
TPOYPUUUATIGHOD UNXAVAV, TPOYPAUUATOS EAEYYOL POUTOT, OYPAUUATOS EAEYYOVL TNG TOLOTNTOG,
KA. H ohoxApmon Ttev TANPoOQopIdYV OCGYOAEITAL HE TNV TOPAY®YN Kol TN ¥PNON OVTOV TOV
dedopévmv pe éva amoTeAecUATIKO Kol 0modoTikd Tpdmo. 'ETotl 1 eVooUdTOoTn TANPOQOpL®dVY amd ToV
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VTOAOYIOTN SOPEPEL ATTO TNV OAOKANPMOOT £VOG SIKTVOV OV OOYOAEITAL LOVO LLE TNV UETAPOPH TMOV
dedopévav otovg kopPovs. H evoopdtwon minpopopidv mpocmadel va eEac@aricel 0Tl TPOTOV TO
amopoitnto  0edopéva eivarl TPOooTEAASILO Kol pmopovv va, aglomombodv yio vo. 00N ycovV o€
KOTOAANAEG OTOPACELS, KOl OEOTEPOV TA OEGOUEVO. UTOPOLV VO amoKpurtoypoenfodv  amd
omotoonmote ypNotn. Emuépovc  vmokatnyopieg NG OAOKANP®ONG TANPOPOPI®V  Eivol TO
Transformation integration kot Transactional integration.

Decision tool integration

H evoopdtoon avt eEac@aAilel 0Tt 01 6TOYOL TOV EMUEPOVS OATOPAGEDY TOL AUUPAEVOVTOL AVTOLOTOL
OO UNYOVILLOTO TTOV YPTGLULOTOOVVTOL GTIV TAPOY®YT, EVOL COUTANPOUATIKOL TPOG TOVG YEVIKOVG
o10Y0VG NG gyKatdotaons. [a mapdderypa, Eva poundt tpocmadel voo OLOKANPOGEL TO £pYO TOV GTO
GLVTOUATEPO dVVATO YPOVIKO dtdoTNUa, OAAL 0 6TOYXOS aVTOHG B LTOPOVGE TPOKAAEGEL AVIGOPPOTIQ
ot ypouun mopaywyng (line balancing) kot va odnynoet oe dAha mpofAruota. To pourndt Oo mpémet
¢ €K T0UTOL TPOooTadel Vo ELAYIGTOTOMGEL TNV OVIGOPPOTia, Kot Oa umopovGe vo YPNCLLOTOUCEL
tov emmAéov ypdvo v T Peitimon g mowdtnrog g epyaciag. To epyodieio  vmootpiéng
OAOKANPOUEVOV GUGTNUATOV ATOPAcE®Y TeivEL ohoéva va eveouatovetal ota CIM pe v mdpodo
TV xpovav. 'Eva dAlo moapdostypo avtng tng oAokAnpwong stvor n dtoyeipton oAKNg modtntog
(TQM). O1 ave&aptnteg HéEBOJOL SLAGPAAGNS TG TOLOTNTAS, O EAEYYXOG TTOLOTNTAG Kol 1| EVTNPETHON
TV TEMTOV £xel evoopatmbel pe emtuyia oto mhaicto g Awoiknong OAwng Iowdtrag amd moAlég
etopeies.

Control integration

Ev®d 10 gpyodreio vmootpiEng oAOKANPOUEVOV  amoQAcE®Y  a@opd TN Oladlkacio pe v omoia
Aoppévovtar ot amoPAcEl;, OAOKANP®GT TOV EAEYXOVL OPOPA TOV TPOGOOPICUO T®V OV TV
aropdocewv. H evoopdtoon avt) eEaceaiilet 0Tl Ol OMOEAGES TOV VITOCLOTNUATOV gival
VIOGTNPIKTIKES PETAED TOVG KO GCUUTANPOUOTIKEG TPOS TO GLVOAKO otOY0. H évtaén mpobmoBétel
TOV AEMTOUEPN OYEOOGUO OTPATNYIKNG TOPAYOYNG Omd TO avAOTEPO &€mimedo O10iknomng €mg To
yopnAdtepo eminedo mapaymyns. Or Hayes kow Wheelwright (1984) mpoodiopilovv ) cuvoyn kot 1o
OVTOYOVIGTIKO TAEOVEKTNIILA, MG KPITAPLOL Yo TV a&lohdynon piag otpatnykicl. Kot ta §Ho avtd
OLVOEOVTOL GTEVA LE TNV OAOKANP®ON GLOTNUAT®V €AEYYOL Kol glvan kpioyng onupaciog yw tnv
emrvyia evog ovotuatog CIM. O éleyyog, Ta epyaieio ANYNS amopdoewv, Kabmg Kol mAnpopopieg
pali oynuatiCovv éva kAelotd Ppdyo, o omoiog pumopel va meptypaet wg eENG: o1 cwOTEG TANpPOYopieg
dtoporilovv ™ Bértio) ypNon TV epyoieimv, To KATAAANAO epyareia eEacpaiilovv KaAvTEPES
ATOPACELS, KAOMG Kol 01 CMOTEG AMOPAGELS SLUHOPPOVOVY TO KaADTEPO cvoTna. O EVIOTIGUOG TOV
CWOTAOV OMOPACEWV UTOPEl va itvar apkeTd SOGKOAOG, OEGOUEVOL OTL ATATEL YVDGELS GYETIKA [LE TNV
Aertovpyia @v emuépovg Vo - cvotuatwv. H Agpomopio tov HITA €yt avantdcer m pebodoroyia
IDEF w¢ gpyaieio yuo TNV vwootpién 10V GYESOGHOD TOV OAOKANPOUEVOV GUCTNUATOV TOPAY®YNS
(Manual IDEF 1981). H peBodoroyio avt €0Tldlel GLYKEKPIUEVE GTNV VTOGTNPIEN OAOKANPOUEVOV
TANPOPOPLAOV, ATOPAGEMV, KO EAEYYOV.

30 HAYES, R. H., and WHEELWRIGHT, S. C , 1984, Restoring Our Competitive Edge (John Wiley, New York)
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Product integration

H svoopdtowon avt) emyeipel va Pektiotonombel o oyedooudg g mapoay®ynsg evog mpoidvtog.
Eivar ovvdptnon g amhovGTELONG TNG TOPAYMOYNG, TNG EVKOAING OTOV TPOYPOLUUATICUO, TOV
EMIMEOOV TNG TOLOTNTOG TOPAYMYNG, KOl TOV EMNTOGE®MV ota amobépata. Ta nepiocdtepa Tpoidvta
UTOpovV Vo 6YedaoTOOV pE O18POPOVS TPOTOVE, £KOOTOC TWV Oomoimv Ba pmopovoe va givot
16000VOUOG G TPOoG Tov Pabud wKavomoinong tov TEANTOV, OAAL £XOVV JOPOPETIKOVS Pabiovg
SVOKOALNG Y10 TNV TTOPOLYOYT).

H evoopdtmon tov mpoiovioc eEacparilel 0Tt Oa emheyel 11 KaToAANAOTEPT OYESIOOT), COLUPOVA LE
0. mapondve kpltnpe. MéBodor Ommg o oyedacudg Yo cuvappordynon tov Boothroyd ko
Dewhurst (1983)%!, i o tpiodidoTaTog animation oyed10GUOC OMOTEAODY TOPOSEIYLLATA TEXVOLOYIOV
Tov epapuolovrat.

1.3 Ipoypappoatiopog [opoaymync
1.3.1 Tapapetpol GLGTNUATOV TOPAYOYNG
[TpoPréyerg

H afePatdomnta mov moArég popég yapaktnpiler ™ {ltnon mtpoidvimv 1 VANPECIOV Kol, GUVETMG, TIG
OTOUTACES G PUNYOVEG, VAIKA, Ke@OAoid, avOpdmvo duvapikd Kot YeEVIKE, dvvoptkotnta mov Oa
ypnowonombel wote va kavomomBel n {ftnomn Kotéotnoe avoykoio TNV ovamtuén pebodwv
poPAeyNC. O TPOYPAUUATIGUOS Kot 0 EAEYXOG TNG TOPAYWOYNG, EWOIKOTEPA, OTOLTOVV EKTIUNCELS OGOV
aeopd TNV mocoTNTO Kol TO XpOvo mov avapévetror vo (ntnbel 1o mpoidv evdg mopoymyukov
ovotnuotog. Ot extunoelg avtég Ba ypnotpomromBodv Yy ™V KATAPTION TOV TPOYPOUUATOV
TOPAYOYNG, TPOUNDENG TPOTOV VA®V, amacyOAnong avlpodmvov duvapkoy KAT. To mpoypappota
avtd Bo elvol 1060 TEPICCOTEPO OMOTEAECUATIKA, GE OYECN LE TO OKOMO TOL TOPOYWYUKOD
GLGTNWLATOG, OGO TEPIGGOTEPO AELOMIGTEG EVOL 01 GYETIKEG TTPOPAEYELG.

[ToAAég eivar ot péBodot mov €yovv avamtvydel yio tn devépyeia TPoPAEYEDV Kot YPNGUYLOTOLOVVTOL
Yy T AMym amo@doemv o€ mowkideg cuvOnkes. H emhoyn g xatdAAning kabs @opd pebodov, n
EYKOTAGTOON KOl ¥PNON TNG KOt 1 EpUNVEiD TV AmoTEAECUATOV TG £ival peptkd amd To TpoPAnpata
OV aVTILETOTILOVTOL GTNV TPOKTIKY aEtomoinon Tov nedddmv autmv.

I'evikd, o Bacikdg mapdyovtog mov Kabopilel v emhoyn ¢ nebddov mpoPréyewmv gival to idog twv
aropdcewv mov o Anebovv Pdacel Tov TpoPfréyewv mov Ba mpokvyovv. Extdc and tov mapdyovia
avtd, N eMAOYN TG KATAAANANG peBdoov Kabopiletor amd €va chHVOLO E€OIKOTEPOV TOPAYOVIWYV,
otovg omoiovg mepthapupdvovion 1 (nroduevn popen g TpoOPAeyns, N mePiodog kot o opilovrog
poOPAeyNC, T0 KO6GTOG TNG HeBOSOV, 1 emlnroduevn axpifeta, N amrAdtnTo Kot 1 EvKOALN EQOPUOYNG
Kol To dtfécipa ototyeia.

31 BOOTHROYD, G., and DEWHURST, P., 1983, Design for Assembly: A Designer's Handbook, (Boothroyd-Dewhurst Inc.,
Wakefield, Rhode Island).
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H onuocioc tov mpoPréyewmv oy mpdén elvar peydin, oaeov Kabe omovdaio. omd@acmn OTIig
EMYEPNOELS, OTPOTNYIKOL M TOKTIKOV yopoktinpa, Pocileton oe peydho Pabud oe avtéc. 'Eyet
onuacio, Aodv, 1 EMA0YN TNG 6OSTNG HeBOOOV (1] GVVOLAGLOV HeBOOWV) TPOPAEYTS.

Amobépata

Boowo yapaktmplotikd TV cUGTNUATOV Tapay®yns Tpoioviav (kuping oe cvotiuata flow-shop)
etvar n dnovpyio amobepdtwv. Avt unopet va eivar gite oyedaouévn, gite amotérecpa dSopopwv
TopayovVTOV (KokoOg TPOYPOUUATIGHOS, VTtapén onueiov protiMopicpotog). Amobépata pmropohv va
ONUIOLPYOVVTOL KOL OTNV TEPIMTOON GLOTNUATOV 7OV ToPdyovy VANPecies, Otav dwutiBeton
KATGAANAN teXVOLOYia, OMWC otV TEPITTOON £VOG TPOYPAUUATOS AOYIGHIKOD TOV amodnKeveTaLl O

cd.

H dwyeipion tov omobepdtov tpdtov VAOV, EVOLALECHV Kol TEMK®OV TPOTOVTIWV, AITOTEAEL OTLLOVTIKN
Aertovpyio og éva Tapoy®yKd cOOTNUA Yoo TOAAOVG AdYoLS: AmO Tn (o peptd, to amobépata
deopebovV éva PeyOAo TOGOGTO TOL KEPOAniov Kivnong tov emyeipricemv. Emniong deopedovv éva
ONUOVTIKO HEPOS TOL dwTfépevov ydpov oe pio emyeipnomn, eved n mpoundela, 1 eOAOEN, 1M
ouvInpnomn, N acedAon Kat, yevikd, n dwyeipion Tov arobepdtov Kootilovv. And v GAAN pepid,
He TN JlTnpNon omofepdTtov TEMK®OV TPOIOVI®MV UTOPOVUE VO OTOGVVOEGOVUE TO TOPUYMYIKO
oLOTNHO OO TIG SKVUAVOELS TG CRTnong, aeol pia advénon g (Rong oe kdmola mepiodo Ha
UTTOPEL VO AVTILETMMIOTEL e VITAPYOVTO amobEpata, ympic SNAadn aviictoyn avénon g Topaywyng
Katd v mepiodo avtr. H dmapén enapkdv mpdTov VA®V Kol EVOIAUEC®OV 0moBeldTOV, GAAOGTE,
e€aocparilel ) cvveyr, YOPIg SKOTES, TPOPOSOTNGT TOV TOPAYM®YIKOD GUGTHUOTOC, TN OlTHPNCN
NG OUOANG PONG TNG TTOPAYMYNS, TNV ave&apTnTn Aettovpyio HETAED TOV TOPAYOYIKOV GTAdi®V, TV
avEnon Tov pLOUOL TaPUYWYNG Kol TNV EAATT®MOT TOov Propunyovikod KOoTovg. ['evikd, o mpdfAnua
g dwyeipiong tov amobepdtov propet va opiotel wg mpoPAnpa eEilcoppdmnons, cvvnbme Héca e
ovvOnkeg afefardtTrog, peta&h Tov KOGTOVS EAAEWYNG KOl TOL KOGTOVS TAEOVAGHLOTOS omofepdtmv
TPAOTOV VADOV, EVOLAUEGHV KL TEAIKOV TPOTOVIMV VOGS TOPAYWYIKOD GUGTLLOTOG.

E&attiag g onpaciag g Aettovpyiag tng olayeipiong omofepdrov, ota miaioto g Emyeipnoioxng
‘Epevvag €xel avamtuyfel n Ocwpio Amobepdtwv, mov e£eTdlEl GLOTNUATIKA TOL CYETIKA TPOPANILATA
OV GLVOELOVTOL WE TN Onuovpyio kot TN dwyeipion tov anobespdtov, eved dwrtibevion oyetikd
cvoTnuote AOoYloptkoy mov Ponboldv oTn CLGTNUOTIKY TapakolovONoN Kot Tov EAEYXO T®V
amofepdtov

[TpoypapLaTIoHOG OTOUTOVUEVOV VAIKADV

Ta cveTpaTo TPOYPUUUATIGHOD oanToVpEVOV VAIKOV (ITAY) amotelovv o Eexmploty katnyopio
ocvotnuatev dwayeipiong amobepdrov. Ta cuotiuata avtd aPopovy T dlYEIPIOT] VMK®OV TOv givon
amopoiTNTO Y10 TNV EKTEAECT] TOV TPOYPAUUOTOS TOPAYWYNG KOl EITE TAPAYYEAOVTAL GE EEMTEPIKOVG
wpounBevtég eite kataokevalovior amd 10 1010 T0 Tapay®YKO cvotnuo. H (qtnon yvravtd eival
E0MTEPIKTY, TPOEPYETAL ONAad] amd 1o 00 T0 cvomuo Ko glvar eéaptnuévn Ko acvveyns. O
KaBopIoUOG TOV TOGOTHTOV Kol TOL ¥pOvov Tov mpémel va eglvar dabéoiueg, otnpiletar oTIC
OTTOLTHOELS Y10 VAKE, 1oL KaBopilel CLYKEKPIUEVO TO GOGTN O TOPAYMOYG Kot Oyl 6€ TPOPAEYELS.
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O otoyoc Twv cvotnudtov ITAY dev elvar dAhog omd 10 Pacikd 6TdY0 OA®V TOV GLOTNUATOV
dwyeipiong amobepdtov, N EACEAMOTN TOV TOGOTHTMOV TMOV OTAITOVUEVOV VAK®OV (OOTE va, €lval
dwbéoipua otovg ypdvovg mov ypedlovial ympig va. ONUIOVPYOVVIOL KOTOOTAGELS WUN ETOPKOVG
amofépartog, omdte VIAPYEL KivOLvog vo dlaKomel 1 mopaywykn oadtkacia. [TapdAinio mpémetl va
amo@evyeTol M Onuovpyion TAEovALovtog amoBEHaTOg, apoD GULVETAYETAL OEGUELON KEQPAANIMV,
damavec amodnkevong KA. 'Eva 161010 chotnua Tpénet va divel omdvtnon 6To EpOTAKATE «TOGO Vo,
nopayyeAfel» kot «woéte va mopoyyeAdel» yio kdBe LAIKO TOL YPNOUOTOLEITOL MG EI0PON OTNV
TOPAYOYIKY dodikaciol

1.3.2 Zvykevipotikdc [poypoppatiopds Mapaywoync

O Zvykevipotikog [poypappatiopdg Hapaywyng ivor n dpactmpotnta pe v omoia kabopiletal To
TPOYPOULE (TAAVO) TNG TOPAYMYNG CLYKEVIPOTIKE, ONANON Y TO GUVOAO T®OV TPOIOVI®OV €VOG
TOPAYOYIKOV GLGTHUATOC, Yol €va GOVOAO TeEPLOd®V. To CLYKEVIPOTIKO TPOYPULLO TOPAYOYNG
neptloppavel Tic pecompdbeopeg amoPdoelg g d10iknong yuo TIc TIHES TV Pacik®v peyeddv g
wapayoyns. Ta peyédn avtd eivor 10 GLVOMKO VYOG NG TTAPAY®YNS, TNG ATACYOANCNG KOl TOV
anofspdtov, cvvnbwg oe unviaio PBdor, mov tiBevtor wg oTOYOL Yo éva pecompdBespo opilova
TPOYPUUUATIGHOV (7). 12 unvav).

Ta dedopéva IOV ATOLTOVVTOL Y10l TNV KOTAPTION TOV GUYKEVTIPMTIKOV TPOYPAULOTOS TOPUY®YNS ivart
1N SVVOIKOTNTA TOV GLGTAUATOG, 1 TPOPAETOUEVT {TNnom oTov 0pilovTa TPOYPUUUOTIGHOD Yo KAOE
nepiodo (ocvvnbog kébe pnva), Ta vrdpyovta amobépato Kot ot YEVIKOL GTOYXOL KOl KPLTnplo
TPOYPOUUATIGHOD oV B€tel N d1oiknon. Amapaitnn eivor Kot 1 YvOO™ TV 6TolXEI®V oV apopoHv
Kuplwg T0 KOGTOG TG TapaywynG (k66Tog pyaciog, KOGTOG amofenaTonoinong, KOGTog Un EmapKovs
amofépartog, LETOPANTO KOGTOG TaPAY®OYNS, KOGTOG LETAPOADY 61O £minedo amacyoAnong). Me Baon
avtd to dedopéva pmopolV  KaTapyny vo  SpHopPe®BoLV TOAAL EVOAAOKTIKO GLYKEVIPOTIK
TPOYPELUATO TAPOLYDYTS.

To ouYKeEVIPOTIKO TPOYPOLLO TOPAY®YNS OTOTELEL TO TANIGLO0, HEGO GTO OTOI0 OPYUVMVETOL KOl
avanmTOGGETOL 1] TOPAYOYIKY Opactnplotnta £vog cvotnuatos. [eptrappdvet éva chvoro oTd)®V TOL
tifevTon Y00 TO CUOTNUA KO CPOPOVV TNV TTAPAYWOYT, TNV OTAcYOANGN Kot To amofépata yio kibe
nepiodo péoa otov opilovta mpoypappatiocpov. Ot 6tdyot avtol etvon mapdAinia Kot TEPLOPIGHOTL TOV
OLOTNUOTOG, OGOV OPOPE TNV TAPAYMOYIKY Agltovpyio. AkOUd, Ol 6TOYOL OVTOL ATOTEAOVV EUUECH
0TOYOVG Ko TEPLOPIOUOVE KO TOV AAA®V AEITOLPYIDV, OIS TNG YPNUATOOIKOVOULKTG AELTOVpYiag 1)
¢ Aertovpyiog Tov mpoundeidv. To eMPUEPOVS TPOYPAUUATE OVTOV TV AETOVPYIOV TPEMEL VL
kataptiCoviot péca 6To TAAIGL0 Tov BETEL TO GUYKEVIPOTIKO TPOYPOLLLLLOL TOPOYWYNG.

1.3.2.1 Xpovikdg [poypappatiopog Mapaymyng (xpovorpoypapatioidc)

Exto¢ amd 10 otpoatnyikd mpoPAnue Tov HOKPOTPOBEGHOV OYXESIOCUOD TNG OLVOKOTNTAS KAOE
OLOTNUOTOG TOPAYWYNS, Tifetor 1O TPOPANUA TOVL TPOYPOUUOTIOUOD O pHeEGOTPOBeoun Kot
BpoyvrpodBeoun Pdon tov dwtiBépevov topov (avOpdTIVO duvapKo, unyovorloyikds eEomMouog,
O1KOVOUIKOL TOPOL), OGTE TO GUOTHLOTO VO, EKTTANPMOCOVV TOVS GTOYOVS TOVG, OVTOTOKPIVOUEVO, GTY|
{mon tov mpoidvtewv TOVG. XTIV TPONYOVUEVN TAPAYPAPO TEPLYPAPNKE TO (CNTNUO TOL
LEGOTPODEGOV  GLYKEVIPMTIKOD TPOYPUUUATICUOD TAPOy®wYNs, TO Omoio agopd Poacwkd To
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ovotipata flow-shop. Zmv mapdypago vt meptrypdpovpe 1o {Rtnua tov (Bpayvypdviov) ypovikol
TPOYPOUULOTICUOD TAPAYOYNS, TOL 0popd ta cuothuata flow-shop kot job-shop.

Ye k0Be tétolo mPOPANua, pe Paomn TN Swbéoiun SVVOIKOTNTO, TIG OMOLTHOELS YOl TOPUYMYN
TPOTOVTOV KOl SLAPOPOVG TEXVOAOYIKOVG KOl GALOVG TEPLOPIGLOVS, {nTeiTol 1 KaADTEPT SLVOTH TN
TOV UETAPANTOV amdPOonc, ONAadN 1N TN MOV oVIIGTOWEL OtV KOAOTEPN dvvOTH TN LUOg
ocvvdaptnong koéotovs. ‘Etol amd éva 6Ovolo epiktdv mpoypappdtov {nteital to koAvtepo (av Kot
ovyvd 0 KaBoplopdg Tov givorl avéPiktoc, omdte apkel va Ppedel Eva «kaAd» TPOYPOLLLD).

Ot amotnoeLg Yo Topayyn Tpoidvtwv HETOPPAlovIal HECH TOV TIVAK®V DMK®OV, TV TPOoPAEYE®V
KOl TOV TOPOYYEMDV TOV TEANTOV GE OMOLTNOELS Y10 TOPAYMYIKOVS TOPOVG (avOpOTIVO SUVOUKO,
pnyovnpato, oelpd eneepyaciav, xpovor mapaywyng). Ot teplopiopol apopovv T duvakoTn T, THY
axolovBio twv dpactnplottev mov opilel N VIApPYoLoA TEXVOAOYID, TIC AMOLTNGELS YIO0. GLVTHPNON
tov unyavav. Ot petafAntég amdeaons aeopodv 1o péyeboc pog maptidos mapaymyng (moca
KOUUATIO avd TapTida), T OPTOCT TV UNXAvVAOV (Told Tapayyeiio EKTEAEITOL GE TOWG pUnyovn), T
oelpd ektéheong TV TapayyeM®dV KA. TéAog, N cuvdptnom KOGTOVS apopa TNV TANP®OOT KATOolwV
Kpunpiov mov pmopel var ava@épovior oty €ELANPETNON TOV TEAATMOV, GTO GLUVOAIKO KOGTOG
Aertovpyiog, oty aflomoinon g dwbéoung dvvoukdmrag kAm. ‘Etor éva mpodypoppa etvon
KaAOTEPO amd v AALO v TO TPAOTO KAvoTolEl o€ peyaAdtepo Paduod ta kpitipla mov Eyovv tebet.

1.3.3 TIIpoypappoticpoc Epyov

Ta mpofANHATO TPOYPAUUATIGHOD KOl OPYAVMONG TNG EKTEAECTG EVOG €PYOL £YOLV VO KAVOLV LE TO
peydio mAN0og TV EMPUEPOLS OPACTNPIOTHTOV, OO TNV EKTEAECN KOl TN OOMAOKN TOV OMOi®V
e€aptdTor 1 OAOKANP®O™N TOL 1010V Tov €pyov. Ot dpacTNPOTNTEG AVTEG GLVOLOVTOL LETAED TOVG UE
TEYVOAOYIKEG, PUOIKESG, OIKOVOUIKEG N BALEG GYECEIS TPOTEPALOTNTOS, ONANOT TOV TUTOV «ITPOTYEiTOL-
EMETO, EVO LIOKEWVTOL GE OLAPOPOVS TEPLOPIGUOVS, T.Y. AOY® O0EGIU®OY TOPOV 1| VILAPYOVTOG
Beopikov mhaiciov, Tov mPEmEL vo. AN@eOBoLV LIOYT KaTd TOV TPOYPAUUATICUO TovG. To mopamdve
TpoPAnuate amoktovv Wiaitepn onuacioc A0y® ™G KMUOKAS TOV £PYOV, TOV KOGTOVG KOTOOKELNG
TOVG, TOL POAOL TOVG GTNV OWKOVOUIKT KOl KOwmvikn (on (6nwg éva Apdve 1 éva epdyuna) kAn. To
{nrodpuevo og T€To10 TPOPANHaTe popel va givorl 1 EAOYIGTOTOINGT TOV GLVOAKOD YPOVOL EKTEAECTC
TOV £€pYOV, 1M €AOYIOTOTOINGTN TOL GULVOAIKOV KOGTOLG, 1) €AOYIGTOMOINGN TOL KOGTOVLS Yo £vol
O0edoUEVO OMKO YPOVO, M EAUYLOTOTOINGCT] TOL YPOVOL €KTEAEONC Yoo €vol OedOUEVO KOGTOG, M
EAOL(1GTOTOINOT TV TOPWOV TOV AOPAVOVV.

O kOpleg puéBodot mov €yovv avomtvybel Yoo v emiAvon TV Tapamdve TPoPAnudtwv givor M
uéBodog ¢ kpioung swdpouns (CPM) kot ) texvikn a&loAdynong kot avabedpnons TpoypEappaTog
(PERT).

1.3.4 Xpovompoypappoticpdc [apaymyng
Extevig épevva  €xet  mpoaypatomomBel mpoxewévov va  katovonbet m  Swdwkacioc  Tov

ypovompoypappatiopov (scheduling). H épguva avty €xel kataAnéel oe Bewpntikd pobnpotikd
povtéda Kot o pebddovg avalntnong movav AVGEwV.
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¥t ovykekpévn  epyoacio Bo  Beswpnoovue  vreteppviotikd  (deterministic)  mpofAnpota
YPOVOTPOYPAUUATIGHOV. 'Eva mpdfAnua kadeitol VIETEPUIVIOTIKO OTOV OAEC Ol TOPAUETPOL TOV TO
opilouv elval yvmotég ko dedopéveg €€ apyne. Emmiéov Ba Bewpnoovpe 6t1 OAeC 01 OpacTNPLOTNTES
voPdaiiovion oe emeEepyacio xwpig dlaKom, dNAad LOAG pio dpactnplotnTo apyicel, vtoPdAleTal
o€ emeepyacio LEoO o€ VO GUVEYES KO OOLAKOTO YPOVIKO OLUGTILLOL.

H Bewpia ypovorpoypappaticpov job-shop etvar pépog g yevikng Bewpiog ypovompoypopLoTicon
KOl 6KOTOG TNG €ival v €pEVVNGEL TO YPOVOTPOYPUUUATIGUO TOAPAYOYNG GE GUGTNUOTO TAPAYWYNG
job-shop. To mpdPAnua ypovorpoypappoticpov job-shop (job-shop scheduling problem, JSSP) gival
éva amd 1o mo OVoKOAM GVVOIVLACTIKA TpoPANuate mov €yovv Toté dStvmwdel. O okomdg TOL
KeQaAaiov givol va avoADoEL TO TPOPANUO OLTO KoL VO TOPOVGIACEL TIG SIUPOPES TEYVIKEG EMIAVONG
TOVL.

1.3.4.2 O pdrog TOV YPOVOTPOYPUULATIGUOD GTO GUGTNLO TOPAYMOYNG

O 6pog «poVOTPOYPAULATICUOSH £xEL 0PLGOEl MG «...N KaTovoun dedOUEVOV TOPOV GTN SLUPKELL TOV
Ypoévov pE okomd TNV OMOKM|pmOT  &vOC  GLVOAOL  epyocidv.y 2. To  mpoPliuata
YPOVOTPOYPOUUUOATIGUOD TOPAYMOYNG GLVOLALOVY EMCTNUOVIKEG TEPLOYES TOCO OLUPOPETIKES OMMG
elvar avtéc T0V oYedlacpov Topaymyng (production planning), Tov computer design Kot TNg
napaywyng TAdvav (timetabling). H Oewpia kot o1 EpopproyEég TOL YPOVOTPOYPOUUATIGHOD TOPAYOYNG
&xovv avomtuyfel oe éva onuaviikd medio g €pevvag, TOG0 omd TNV TAELPE TNG EMYEPNOCLOKNG
€peuvag 000 KoL Ao TNV TAEVPA TNG TEXVNTNG VO UOGHVNIG.

Ot evtodég mpémel va. avaAvBodv Kol Vo LETAPPAUCTOVV GE EPYACIEG CLVOEOEUEVES LE MUEPOUNVIES
Tapadoons. Avtég ol epyacieg mpémel va vroPAnBovv ce enefepyacio oTig UNxavég Tov OlabdETovy ot
otafuol mapaymyng kor pdiota avty 1 enegepyacia mpémel va yivel pe mpokabopiopévn cepd.
Evdéyetan kdmoleg epyacieg va KaBuoTepGOUY Kol VO TEPILEVOLY TV ENEEEPYAGIO TOVG GE UNYOVEG
oV &lval omacyoAnuéveg evad axopa pmopel va mepyuévouv GAAeS epyaciec mov iomg @OAcovv
apyoTEPA Amd AVTEG GTNV 1010 Unxav] 0AAG TOV TPOYUATOTOLOVVTOL VOPITEPA AOY® TNS VYNADTEPNG
npotepardrog tovg (high-priority jobs).

O TPOYPUUHOTIGHOS TV EPYACIOV OPEIAEL VO dlatnpel TNV ATOSOTIKOTNTA TOL KOl TOV EAEYYO TV
Aertovpyuwv. To Bpayvypovio mpdypappa ennpedletor and ) O1001KOCI0 GYESAGHOD TAPAYDOYNG
(production planning process) Tov yepileTol TOV LoKPOYPOVIO GYEIOCUO OAOKAT POV TOV GUGTNOTOC.
Ogeidovpe va Adfovpe vtoyn pog to enineda amofepdtov, Tig TPOPAEYELS, TIG OMANTNGES GE TOPOVS
MOOTE VO PEATIOTOTOMGOVUE TNV KOTOVOUN TOVG KOl TV TOPAY®OYT TOV TPoidvtog. AKOua, o EAeyy0g
7oV YiveTol oToL ONUElN TOPAYOYNS KATA TN SAPKELAL TNG TPOPOOOTEL LE YPNOIUESG TANPOPOPIES TO
YPOVOTPOYPUUUATIGHO. AVATAVTEXQ YEYOVOTO OTWG 01 dtakomeS punyavav (machines breakdowns) 1
xpovol emelepyaciog LeyaADTEPOL OO TOVG OVAUEVOLEVOVG AAUPBAVOVTOL VTTOWT).

To mapaxdtm oynuo deiyvel Eva O1dypapLo pong TANPoeopiag 6€ Eva KAAGIKO GUOTNO TOPUYMYNG

32 Baker [1974] - Monnnig Kdotag 1., poypappatiopnds Hapaymyng, Exkddoeig A. Ztapoving, 1995
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Ewkova 5 Eva KAQGGLKO GUCTN LA TTAPOLYWYIG

H mepoy mov pog evolopépel amd 10 mapomdve Stdypoppo €ivol To TUAUO TOV AETTOUEPOVG
ypovompoypappaticpov (detailed scheduling). Xe ovt) v mePoy] 0 YPOVOTPOYPOLUATIGLOG
AapPaver yopo péco oe €va duvapikd mepiPdAiov. O xpovompoypPOUUATICHOS Elval Queca
ouvdedepévog pe v amootoAn (dispatching) twv epyacidv ota onpeio mopaywyns ved KoTd TtV
avtifen @opd mAnpogopieg amd to onueia mopoywyng oTtéAvovion TC® HEC® TOL TUNUOTOG
OTOGTOANG GTO Ypovompoypoppatiopo. Etot avdloya pe Tic suvOnKkeg Kot TIg TANPOPOPIES ovadpaong
kaBopileTon Svvapkd To TPOypappa epyacidv (schedule).

Ta epyootdoio GuYVA SAUOPPOVOLY TANPOPOPLUKE GUGTHLOTO TOPAYOYNG. LVYKEKPIUEVA VTAPYEL
pio kevipikn Paon dedopévov, gokola mpocsPaoiun, 6mov amobnkevovtal TAnpoeopieg Yoo KAOe
TUUO TG dtdtkaciog mapaywyns mpoidvtog. Xvvdedepéva pe avt) 1 Pdon Ppiokoviol tomikd
diktva (local area networks) mpoc®MIKOV VTOAOYIGT®OV, GTAOLOL EpYUGIOG KOl TEPUATIKA EICAYMOYNG
OEdOUEVMV DGTE VO UTOPOVV E1TE VO OVAKTHGOVV glTE Vo glodyouv dedopéva otn Baor. H Asttovpyia
TOV XPOVOTPOYPOUULOTIGHOD CLVNO®G YIVETOL GE évav TPOCWOTIKO VTOAOYIOTH 1| o€ éva otafuo
ePYaciag GUVOEOEUEVO e TNV KEVTPIKT Pdon dedopévav tov epyoctaciov. Teppatikd ota onpeio g
Tapay®yikng owadkaciog (shop-floor terminals) Ppickovror oe Béoelg-kAedrd kan eivon cuvdedepévo
pe ™ Pdorn 0ed0UEVOV TOV YPOVOTPOYPUUUATIGHOD MOGTE VO, GUVOEOLV (GAAC TUNALOTO UE LT,
Kévovtog TV TpocPdoiun émov omatteitat.
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“The most dangerous kind of waste is the waste we do not recognize.”
Shigeo Shingo (Shingo)

Japanese industrial engineer
ENOTHTA 2: ZUYXpOVEG TEXVIKEG AVATAPWOTC ATTOOERATWV

2.1 H ptlocoeio ¢ AMthg mapaywyns- Lean Manufacturing
2.1.1 Opwopog Lean Manufacturing

O 6pog Mt mapaywyn | KaAdtepa, «lean manufacturing» givor evp€c S1ded0UEVOS. YTTO 0uTOV TOV
Opo TEPILOUPAVOVTOL TPAKTIKEG KOL PLAOCOPIEG TOV APOPOVV TNV PEATIGTONOINGCT TOV GUGTHUATOG
napaywyns. O Opog mpoépyetar amd TOo OMUOEWAEG cvotnuo mapoaywyns g Toyota, m omoia
TPOCTAONGE VAL GUYKEVIPMGEL TEYVIKES KATA TNV Ttepiodo Tov B’ maykoopiov morépov mov apopovcav
OTOV KOADTEPO/AMOTELEGUATIKOTEPO TPOTO EAEYYXOV TTOLOTNTOAG, OOUNGNS/ OO MPIGHOD TOV EPYUCIDV,
ELEYXO TNG PONG TV TOPAYOUEVOV TPOTOVTI®V.

Xvvropa 1 Toyota dwumictwoe 0TL 1 evtdoems Kepaiaiov kot peydAmv amobepdtomv palikn moapdywyn
7oV emkpotovoe otic Hvopéveg Iolrteieg (avtokvntofropnyavia Ford) dev tav baitepo gvélken.
H palikn mopaywyn omoitel peyddn Bapd eomhopd, peydro xpdvo ovopovig Hetald tav aAloymv
oe dlapopeTikd mpoiovra M eEaptnuato(setup time 7 changeover time) woi peyddeg maptideg
TOPAYOUEVNG TOcOTNTOS omd KABe e&dptnua M mpoidv. Mia akdun damictwon Nrav 0Tt 1 palikn
TopAy®Yn €VEXEL TOV KivOLVO TNg HeYOANS @Vpag eite agopd oe mAgovalov amdBepa & vA®V 1
TapAYOUEVOV TPOTOVTWOV, €1TE GE YOUEVO YPOVO Yol OAAAYEG UNYAVAV GE TTOALA SLOPOPETIKA TPOTOVTOL.
o tovg mapamdveo Adyovg 1 Toyota avémtvée Eva cHotnuo mopoay®yng ved v ovopocio «lean
manufacturing»®.

Inuepa o @riocoeio. Tov lean manufacturing epapupoletar pe oxond va Pektidosl Toug xpodvovg
CETOPICUOTOC TOV UNXAVAV KOl TNV PO TOV DAMK®OV HECO GTNV EYKOTACTOOT] EANYIGTOTOLUDVTOG TOVG
TOPUKATO TOTOVS OTWAEIDV:

- Ymeprnopaywyn. H moapayoyn mpoidvtewv yio 10 omoio dev vmépyovv mopayyeiiec mpokoAel
onatdieg OMMC elval or damdveg €ime oTEAEXOC TNG OomoONKELONG Kol UETOPOPAS AdY®
nieovaloviov amobepdtov.

- Avopovn (dwbéoyog xpovog). Epyateg mov oamidg mapakolovfodv o auTOpHoTn pnyovi m
npénel va Ppiokovron ekel mepyévovtag 1o endpevo otddlo, epyareio, mpoundeta, eEdpTnua K.T.A.
mg owdikaciag, M pévouvv dmpoktor Ady®m e&dviinong amofespdtov, kabvoteprioewv o1
JlekmePaimon TapTidmV, EMGKELNG UNYAVNLATOV Kol SVGYEPELDV GTNV TOPAYOYIKN SL0dIKAGTAL.

33 Marchwinski, Chet, and Shook, John, editors, Lean Lexicon: A Graphical Glossary for Lean Thinkers, 2nd. Ed., Lean Enterprise Institute, 2004.
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- Tepurrtéc petapopég ko petaxwvnoels. H petapopd muikatepyoouévov mpoidviov o€ PeYOAES
AmOGTAGELS, 1 dNUIOLPYI U OTOSOTIKOV HECHV UETOPOPAC N 1 LETOKIVIOT DAMK®V, EEAPTNUATOV
N TEMK®OV TPOIOVTOV EVTOC KOl EKTOG TNG amodnkng 1 HeETaEL dadikactmv. Katd v dieknepaionon
™G OUWTAMUOTIKNG €PYOCiOG, YOPAKTNPIOTIKO Topddslypo ivar 1 ovvepyacio pe e£MTEPIKOVG
GUVEPYATEG YLOL OVTIKEIPEVA, MIKOTEPYACUEVE EVIOS TOV €PYOCTOGIOV, 1 TEPOUITEP® KOATEPYOUTIN
yivetan ekTOC EPYOOTAGION KO TOAD XEPOTEPA EKTOC TOANG KO LETE TO TEPAG OVTNG, EMAVEPYETOL
€VTOG TOL EPYOCTAGIOV Y1 VO ¥pNOLOTON el KATA TO GTASIO TS GUVAPUOAOYNOTC.

- Ynepenetepyaoia | AavOaouévn eneéepyaoio. H mepirth enelepyacio. H avemapkng enelepyasio
AOY® OKATOAANA®V ENYOVIULATOV Kol KOKOD GYESLUGOV TOV TPOIOVTOG OV TPOKAAOVV TEPITTEG
KWWINGELS KOl EAATTOUATIKG TPoIdVTO. ZTOTAAN TPOKAAEITE OTOV TApAyovTal TPOidvTa LYNAOTEPNG
TOLOTNTOG O’ OVTNHV TTOL YPELdleTaL.

— [MAeovalovra amoBépata. ITAeovdlovoeg mpdTEG VAES, MUIKATEPYOSUEVO 1| TEMKO TPOIOVTA TOV
TPOKOAOVYV  adénomn tov ypdvov ANENG-Topdadoons mopayyeAoc, oamopyoimon, EAUTTOUHOTIKG
TpoiovTa, aENoT TOV daTaV®OV LETAPOPAS Kol amobnkevong Kat Téhog Kabvoteproeic. Eniong, ta
mieovalovta amobépato kKpHPovv mpoPAuaTe, OTMG €ivol Ol AVIGOPPOTIEG GTNV TAPOUYW®YN, Ol
KkaBvotepnoelg ot mOPUdOcEl; and TOLG TPOUNOEVTES, EAATTMOUOTE, OTOAEWL YPOVOL AdY®
EMOKELTG UNYAVNUATOV Kot ypovoBOpeg GLUVOPUOLOYNCELS.

— Teprrtég xivnoelg. Kivnoelg mov ot vtdAANAol TPETEL VO KAVOLV KATA TNV EKTEAEGT TNG EPYOGIOG
TOVG, OGS avalnnon, Tpocndieia vo macovv kATl To otoifaypa eEapTnudToV Kot epyaieiny K.a.
amOTEAOVV GTOTAAN.

—Elattopoata. H mopayoyn shattopotikov eopmmuatov 1 n owpbwon ovtov. Emokevn 1
OVOKOTOOKEDT), VTOAEIULOTO, OVIIKOTACTOON TOpoy®yNns Kol EAEyY0oG onuaivouv omoatdAn ot
dtakivnon, 6to xpovo Kot 6TV TPOoTAOELD.

— Aypnowomointn  MMUOLPYIKOTNTA TOV VROAMA®V. ATOAE YpOVov, 10edV, OeE0TNTOV,
BeAtidoemv Kot evKapLOV pabnong Aoy® un UTAOKNG TOV VITOAANA®Y 1] €EETOONC TV OGMV EYOVV
va. TPOTEIVOLV.

[Tio ovykekpéva o1 oTatdAes GYETIKA e TOV YpdVo givor ot ENg:

— Xapévog ypdvog amd vmepmapaywyn, (waste from overproduction), mopaymyr vopitepa and v
nuepounvia mov xpelalOHAGTE TO TPOIOV, TOPAYDYN TEPLGGOTEPMV TPOTOVIMV TOV GE TEPITTMOT VO
ovpuPet kdTL vo vapyel amdBepa.

— Xoapévog ypovog katd tnv ovouovn (waste for waiting) ,0tav palegvovtol to mpoidvta Kol gV
Kvoovtat, 6tav epyaldpevol dev givat mopoymyukol.

— Xapévog xpdvog katd ) petapopd (waste in transportation), 1 dtakivnon t@v VAIK®V, ot dirhol
oy KOl K.0L.
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— Xapévog ypovog amd to anobépata (waste from inventory), Thv amodnkr, Tnv ac@aAr TomtobEéTnon,
70 TOiplaGHO HEYEDDY KOt TOV GLUGTHLATO EAEYYOV.

— Xapévog xpovog oe KIvNnoelg (waste in motion), vo. OTAGELS KATL, VO, GKOYELS, TOAD TepmATUL,
EEMOKETAPIOLOL.

— Xoapuévog ypoévog amd mopaywyn eANTTONATIKGOV Tpoidoviwv (waste from producing defects)
EMIOKEVEG, amopplYELS, aypeiooTes EmBe®pPNoNG, AAON TG TPAOTNS POPES.

— Xapévog xpovog oty Topaymyr| (waste in processing), moAd ypryopa, TOAD peydio, aKotdoTaTo N
HeYOAN unyovn oty 0éom ToAADY pikpdv padi.

2.1.2 Epyoleia Lean Manufacturing

2.1.2.1 Value Stream Mapping

To Value Stream Mapping sivar éva and ta epyaieia tov Lean Manufacturing,okomdg tov omoiov
elval 1 amEOVIOT TOV YEPIGUOV KOl PONG TOV VAIKDOV KO TV TANPOPOPIDOV EVTOG LLOG TOPOYMYIKNG
novadac*. Edikdtepa, amotumdveton oe évav xaptn 6An M pon aflac mov apopd site o8 VAIKE
(xpnuatiky pon), &ite mANpoeopieg amd TS €16600VG(TOPaAAPn) OGS EYKOTACTAONG £MG KOl TIG
e£0dovg (mapddoon). Kabe onuovtikn dpactnpldtto, cLGGOPELST| ATODEUATOV ATOTVTIMVETAL GTOV
YGpTn UHE pETPNOMO oToryeior Ommwg, omdbepa ekQpacuévo oe Muépec mapaywyng (stock days
coverage), kOkAog mapaymyng (cycle time) k.0.x, evd anoTuIOVETAL KOL 1) POT) TOV TANPOPOPIOV LE
TNV LOPPY| TPOYPUUUOTIGLOD TAPOYWYNG 1] CAANAETOPAGEWDV LE TOVG TEAATES (Y. ToporyyEAIES).

To amotélecpa givar N TANPNG ATEKOVION TNG TPEXOVOAS KATACTAONS TG Topay®yng poll pe v
{Mnon TV TEAATOV, TNV KATACTOGT TOV JVOU®OV Kol TOVG YPOVOLG OvVTIOpAcNS TNG TOPAYOYNS.
Avto 10 gpyadeio pmopel va ypnoyomomnBel kot yioo Vo OmEWKOVICEL TNV KOTAGTACT, GTNV Omoia
emBopel n doiknon va tdoet N mapoaywyn. Kowvdg va 06cel 6TOX0VG KO VO TOVG OTOTLTAGEL TAV®D
otov yaptn «future state map»®°. To value stream mapping otV extetopévn «extended VSM» tov
pope1 pmopet va ypnotpomondel yioo va mepypayel TV KOTAGTOCT UETAED TOAADV TOPAYOYIKMOV
povédwv. Xe avt) v mepimtwon Kdabe povada amewoviletalr cov Egxoplotdg otabudg pe to
oNUOVTIKOTEPO LOVO GTOLYELOL.

2.1.2.2 Poka Yoke

To 1961 o Ap Shigeo Shingo, molttikdg unyovikog oty Toyota Motor Corporation, sweiyaye v
évvola tov Poka-Yoke kat v petétpeye o€ éva e€oupetikd epyadeio. [Ipdkettar yio éva epyaieio mov
aQopd otV EAAEYN TOV ACTOYUDV KATA TNV TOPOY®YIKN dtadikacio, EE0AsipovTOac TNV avayKn TV
eMBE®PNOEMV TOL0TIKOV EAEYYOV. AT TOTE, TO "poka-yoke" £ywve avomndonaoto HEPOG TG LOMMVIKAG
TOLOTNTOG KO TOV GUGTNHATMV TOPOyync e.

34 Rother, Mike, and Shook, John, Learning to See: Value — Stream Mapping to Create Value and Eliminate Muda, version 1.3, Lean Enterprise Institute, 2003.

35 Marchwinski, Chet, and Shook, John, editors, lean Lexicon: A Graphical Glossary for lean Thinkers, 2nd. ed., Lean Enterprise Institute, 2004.

3 (Manivannan, 2006? Shimbun, 1988)
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O 6pog NTov apykd yvootdg g Baka-Yoke, mov anodidetor g aviyvevon avonoiag (fool proofing).
Evtovtoig, emeidn o 0pog avtdg oev ftav ToAD eAKLOTIKOG, avtifeta kpifnke vroTunTikoc, dAlaée oe
poka — yoke 1o omoio amodidetanr mg aviyvevon o@AAUOTOG Kot OAD ovvopo M uebodoroyio
vwoBembnke amd lamovikd epyoctdolo avtokivitov 1o 1963. Xmv debvr Piproypaeia €xovv
VIAPYoLVV TOALOT opropoi yia T pebodoroyio Poka-Yoke.

Ot axdrovbeg OnAdoelg meptypdpovy koAdtepa v 10éa tov Poka-Yoke amd Siapopetikég
TTUYEG:

"The original idea behind poka-yoke is to respect the intelligence of workers. Poka-yokes are for
freeing worker’s time and mind to pursue more creative and value adding activities" - N.K. Shimbun,

1988

"Error proofing is not so much a lean "tool" as it is a way of thinking and evaluating problems. It is
based on a philosophy that people do not intentionally make mistakes or perform the work
incorrectly, but for various reason mistakes can and do occur™ -J.K Liker and D. Meier, 2006

"Defects = 0 is absolutely possible™ - Shigeo Shingo, 1986

To Poka- Yoka avamtoyfnke apytkd yio thv mopaymynq ©¢ GUOKEVEC aviyvevong Aabdv, ta omoia
umopovoay vo, 0dnynoovy oe hopéc. Xnuepa to Poka Yoke sivar pia oAdxAnpn pebodoroyio 1 omoia
pmopet va ypnoiponombet cav epyaireio morotikov eAéyyov Kot TpoAnyng Aabov. Katd tov eunvevom
g 10éag (Shigeo Shingo), Ta AaOn og po dedikacio propodv evtomcbodv kat vo EaAgipovy KoTd
TOV GYedCHO NG dradtkaciog, Tpv kav cuUPodv. Me avTtdV TOV TPOTO LELDMVOVTOL TO GOAALLO KOl M
avantuén pedddwv emilvong Aabmv.

Ot unyoviopoi Poka — Yoke pmopodv va ekteAécovy Tpelg ypNiotes Aettovpyieg otny TPOAYN TOV
AaBav. Avtég or Aettovpyiec cvvdéovtarl pe ta Tpiot 6TAd AoB®V TOL pmopohv va vIapEouv.
Yvpeava pe tovg Combining Bayers (1994) ko Hinckley (2001)37 TPOKELTAL Y10 TO TOPUKAT®
otdoo:

- "Eva AdBog mpoxertan va cuppel svvropa — [pogidomoinon
- "Eva AdBog mov €xel mpokvyel aALA To amoTeAEGHOTO TNG OgV elvan akdpa epgavi — EAeyyog
- "Eva AdBog mov €yxel mpoxvyet pe epeovn amoteléopato — Kisioyo

Ot péboodot aviyvevong Aabmv meprhapfdvovv tpeig Pacikég Asttovpyieg yio MV TPOANYN TOLG:
éleyyoc, mpogdomoinomn, kieiowo (PA. ewova 6). H Aertovpyio tng mpogidonoinong eivar n Ayotepo
woyvpn KoBMOG EapTatal amd TNV TOPATNPNTIKOTNTO KoLl TV TPOGOYN TOV EPYOTAV, SOPOPETIKA TA
AaOn B cvveyilovv va cvppaivovv. Tvmkd mopadeiypoto mpoedomoinong eivol ot TEYVIKEG LE
Aoyvieg kol yove. Ot péBodor mposdomoinong sivor meédeg émov ta amoteléopato £vog AdBovg

37 Combining Bayers (1994) and Hinckley (2001)
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37 | ENOTHTA 2: ZUyXpOVEG TEXVIKEC AVOTTANPWONG AnoBeudTwy

elval oyeTIKd WKPA 1| OKOUN G€ TEPIMTMOGELS OOV 1) EPAPLOYN o)XeOIOV TPOANTTIKOD €AEYYOL gival
TEYVIKG 1] OIKOVOLIKG avEQIKTN .

O éheyyoc xoi to KAeiowo (shutdown) Oewpodviar o1 TO OTOTEAECUATIKEG AEITOVPYIEG GTOV
evtomicopo Aabdv. Me v avarntoén unyavioudv Poka — Yoke og o dradikoaoio mov tporappavet to
AGO, t6TE dev Ba TpoxvmToLY PAAPES. Emiong, 6tav éva cpdApna eviomotel Pmopel vo GTOUOTGEL M
ddkacion TPV EUPOVIGTOOV Ol GLVETELEC TOV AdBOLG. Avt €ivol pol TOAD TUTIKY 1OTOVIKY
TPOGEYYIoN, N omola £€xel oV oTOYO Vo eVOAPPOVEL TOVC EPYATEG GTNV TOPAYWYN VO GTAUATOVV
aUECHOS TNV TOPAymYN, WOALG eviomicovy éva mpoPAnua 1 éva AdBog mov cuvéPn M mTpoKeltal vo
oopuPei®.

Ot mo ocvvnBiopévor Tpomot yia va evepyomomBovv ot Tpeig Aettovpyieg tvor 1 néBodog e emapng
(contact method), n pébodog g otabepng a&iag (fixed-value method) kon n péBodoc ™¢ oTadIOKNC
kivnong (motion-step method).

H mpdTn teyvikn (contact method) apopd oty onTiKn €mAPT| 0L GUGKEVNG AVIXVEVONG AVTIKEILEVOL
Kot Tov TPoidvtog. e avt| Vv péBodo, o1oY0g eivan N aviyvevon Txdv avopoMav 6to tpoidv. H
devtepn teyviky (fixed-value method) agopd oty aviyvevon Aabdv Kotd TV S1dpKeELD LOG EpYOCTag
0€ TMEPMTMOOELS OOV M dladikacion omartel emavornyels. Télog, omv tpitn teyvikn (Motion-step
method) yivetar éleyyog ©TIG KIVAGELS TOL GMOLTOVVTIOL Yo TNV EKTEAECT] MG OlEpyooiog Kot
de&dyovrar cOUEMVO LE TTPOKOOOPIoUEVO TPOTLTTO KIVI|GEMV.

H epoppoyn tov Poka Yoke, gite @uoiwkn, eite Aettovpyikny meplopufavel ™V €yKOTAGTOON
LNXAVIGILAVY OV VO, LELOVOLY TOV Kivduvo epgdvionc Aabdv. Topeova pe tov Bayers (1994)*° 1o o
dvokoro onueio otnv pebodoroyio Poka Yoke, eivan va tebel oe epappoyn. Epdcov eykatactabet,
161E M AvAnTTLEN Kot drevpuvon g pnebodoroyiag givar o 0KOAN, EXEWN Ol £pYATES Kol 1) Ol0ikNoN
ouvednTonovy ypnyopo ta oeéAN ™G pebodoroyiog oy mpdén. Ta mo kabopiotikd onpeio o
omoio Oa Tpémet va AdPet kaveig vedyn yio v gykatdotacn tov Poka Yoke eivau:

- XopoKTNploTIKé — AETTOUEPELES
- AmoxAicelg ¢ 01a01Kaciog Kot Topaleiyels

- Zyéom moloTNTag

38 (Shingo, 1986)
» (Bayers, 1994; Liker & Meier, 2006)

% Bayers (1994)
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State Mistake-Proofing Action
Intervention

Execute a $ Error-free
process execution N

Function

Mistake is |
about to 1
oceur \ . Prevent Flow %
{} Control
Mistake ' N Predlct Mistake
e ItDI’t
redict Defec
poceRd w ' Detect Defect

Mistake ’ P redlot Mistake
results in : Mistake >
Predict Defect.

defect

:Detect Defect -

Reworl Defact:
repair free

b product

Ewova 6 Tpelg mBavoi tonot Aabwv pe tpeic mbavég Asttoupyicg tou Poka Yoke™!

2.1.2.3 H pébodog twv mévte S

‘Eva and to epyodele tov lean manufacturing mov ypnoylomoteiton y TNV TLTOMOINGCT TOV
dwdkactdv givar  pebBodoroyia towv mévte S. H pébodog avtr dtucparilel v meBapyio 1000 otnyv
TOPUY®YT, 6GO KOl GTO OLOIKNTIKO TPOSMTIKO Kol TeEPAapPdvel Ta eENg mévte otddwo: TaSvounon
(Sort), Opobémon  (Straighten), Kabdapiopa (Shine), Tvmomoinon (Standardize) kor Zvviipnon
(Sustain).

Ta&wounon (Sort): Tlepthopfdver v caen ddkpion ywo 0, Tt yperaletar N dev ypetdletor amd Ta
epyoaieia, availmotpa kol GAAo vAkd. Emiong mepthapfavel cuotnuotikng Kotaypoaer Kot aEloldynon
o€ 0, TL Ogv ypnoiponoteitat 1§ OTL lvar TEPITTO Y10 VoL EKTEAEGEL L EpYAGia, 1] OTL OVETOPKNG YLl TOV
oKomo oL TPOoopileTar.

OpwoBéton  (Straighten): Tleplopfdver v oproBétnon Tov Ydpov Yoo v Tomobétnon Kot
TPOCOPIVY| OOOKELGT VAIKOV dimAL 6TV TTopay®yr|. AKOUn copmepthapfdavovtal Kot n xapatn tov
Swdpou®v aAAd Ko to onueion Omov mPEMEL Vo €ivol TOTOOETNUEVA UNXOVALOTO KOl AOUTOG
eComhopog. Térog, umopet va cupmeptlopPdavel Kot Tov xdpo LEca 6Tov 0moio Kiveitat o epydTng.

41 (Hinckley, 2001)
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Kabdpiopa (Shine): apopd omnv datnpnon tov ydpov gpyociog kabapd kol oe cuVONKeEG OTOL O
epydng pmopet va £xet elevbepia Kivcemv.

Tvronoinon (Standardize): Apopd otV TVTOTOINGT OAMV JAIIKAGLDY, TOV EEOTAIGHOV (Epyalein)
KoL OA®V TOV SIOKPITOV CNUATOV GTNV TOPOLYMYY].

Yvvtipnon (Sustain): Télog o tpémetl va mpofArémeTon dradikacio cuvinpnong eite apopd o
eEomMoo €ite, EYKATUOTAGELS.

2.2 X0ompa Just — in — Time

To JIT elvar por ohokAnpopévn opdada evepyeumv Tov oyedtalovtat yio TV enitevén pneydiov 6yKov
TOPUYMOYNG XPNOYLOTOUDVTOG TO EALYIOTO amObepa TPOTOV VADOV, pyaciag o€ e£EMEN Kol TEMK®OV
npoidvtov. Ta dideopa koppdtie Tov amottovvtal Kataeddvouv oto medio epyaciog akpPdg oty
opa ov ypetdlovral, olokinpdvovtol kot petafaivoov v kébe dradikacio taydtata. H Aoywn tov
JIT éxer ¢ Paon v 10€a 011, TimoTa OV TOPdyeTaL LEYPL VO YPELAGTEL KOL 1] OVAYKT] TNG TOPAYWOYNG
kaBopiletar amd TV avaykn mov dapopedvet 1 {iTnon tov Tpoidvtoc. e Bempntikn PAcn UTopovue
va Teprypayovpe TV dladtkacio og €ENG: OTav Eva TPOiOV TMAEITOL GE VOV KOTOVOAMTY, 1| Ayopd TO
avtikafiotd pe to mpoidv mov Ppicketon oty teAevtaia Béom, mpwv and avtd Tov TOANONKE, GTO
ocvoTnua. AVTd €xel ®G ATOTEAEGUA TNV OMUovPYio TopayyeEAMOS OTO £PYOGTACIO TOPOYMYNS TOV
TPOIOVTOC, Pe Tovg epyalopevovg va tomofetovv €va vEo TPOiOdV GTNV YPOUUN TOPAY®YNS Yo Vol
OVTIKOTOGTHGOVY 0VTO TOV oyopAcTNKE™?.,

H ¢twocopio tov Just-In-Time (JIT) otpileton otnv €vvola g 8AVIKAG TaPAy®YNG. ZTOYEVEL OTNV
peiowon tov anobepdtov kot g evpag. To Just-In-Time opiletar og «n mapaymyr Tov €AAYIGTOL
aplBpov TV SPOpPOV LOVAd®VY, OTIG WKPOTEPES OLVOTEC TOGOTNTES, TO APYOTEPO dLVATO YPOVO,
e€adeipovtag £Tol TNV avAayKn Yo TNV OIOYPOPY| KOl 0odidETOl O TAVMD GTNV P Kol Ol EYKAIP®G.

Eivor onuovtikd, 1o cvotuo mpoundeidv vAk®v £vOg €pyocTaciov va ivol omoTEAEGUATIKO Kot
amod0TIKO TavTOYpOova. AVTd £XEL GOV OMOTEAEGUO TNV OLOAN AgrTovpyio TNG TOPAY®YNS XWPIg TOV
kivouvo otopatiuotog. Akoun cvuPdiet oty peimon Tov GUEGOV KOGTOVLS TAPOY®YNG Kol TNV
avEnomn g Kepdoopiag tng emyeipnong. ' toug mapandve Adyov to JIT kepdilel cuveymg £d0¢pOC
oTiC véeg Propmyaviec®.

Téhog, to JIT pmopel axdun va oprobel wg o opdda epyaieiov mov pumopohv va ypnoipuonombodv
Y10 TNV OVTIHETOMON TPOPANUATOV OV TPOKVTOVY KATE TNV Topoymyikr| Stodikacia, amortdvract:

- Agocimon g d10iknong Kot GUUUETOYN TOV VTUAANA®V

42 Chase, Aquilano, Jacobs, (1998). Production and operations Management Manufacturing and Services, 8th edition.
43 Gurinder Singh Brar and Gagan Saini , “Milk Run Logistics: Literature Review and Directions”,

44 Richard Burman, Manufacturing Management: Principles and Sytems
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- Meioon tov anobepdtov (e£GAetyn TV 0moOEPATOV AGPaAELNG)
- Meioon Tov moptidmv Kot ToL YPOVOL TUPAYMYNG

- Meiwon tov ap1Bpol TV Tpoundevtdv

- Avantoén ocvvepyoaciog TEAATOV — Tpounfevtov

- Ol ovvtipnong napaymyne (TPM)

- Ol dwoeipion oot tag (TQM)

- Beltimon minpopdpnong oyedocpod

[ VOLUME CALCULATION ]

-

MASTER ROUTE FLANNING ]

-

L

-

s

SUPPLIER NEGOTIATIONS ]

1Ll

[ MASTER ROUTE REVISION ]

JL

L.

[ DOCK SCHEDULING

-

- =

l DAILY ROUTE PLANNING ]

Ewéva 7 ZUotnua nponufsiwv VAKwv rapaywyng:Bnpato®

H swéva 5 amotvmdvel évo amlomopévo GUCTNUO. TOPOY®YNG TO Omolo &ivar dopunuévo otn
euocopio Tov JIT.

2.2.1 XapakTnploTika tov Just —in - Time

Pull System. To cVomua JIT Pacileton otnv @lhoco@io 6Tl Timota dev TopayeTal PEXPLG OTOL
yperaotel. H avaykn onuovpyeiton dtav vadpyet mpayuatikny {Rmmon yw to mpoidv. Otav mwovindel
éva mpoiov, N ayopd, BepnTiKd, AmoITeEl AVIIKATAGTAGT GTNV TEAIKN 0€0M GTN YPOUUN TOPAYOYNG.
AVt TpOoKaAEl Ol EVIOAT] OTNV TOPAYWOYIKT HOVASQ TOV €pY00TOGI0V, OTav 0 epyalOIEVOC TOipVEL
[0 Lovado Tov TPoidvTog Yo VO OVTIKOTAGTIGEL OVTO OV £PUYE. AVTN M TOPAYOYIKN povada Ba

45 Theeratham, M., and Lohatepanont, M., “Vehicle Routing in Milk Run Operations: A Column Generation Based Approach”, 2010.
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mwhpel EAPTAUATO OTO TNV TPOTYOVUEVT KO 1] LETOPOPA avTh Bo cuveloTel uExpL TIC TPAOTEG VAES.
Mo va doviedel opord avt n dadikacioo Tpo®dnong twv eEapmmudtwv, o cvomue JIT amortel
VYNAQ emimedo molOTNTOG O KAOE EMIMESO TAPAYMOYIKNG OOKAGING, OVVATEG OYECELS WE TOLG
noAntég (vendors) kot o oyetikd TpoPfAéyiun (mon yo to tTeMk Tpoiov.

Yyni Howotyra. Ta cvomiuoata JIT eréyyovov v Ilowwtnta otv mnynq onAaon Oo mpémer va
yivovtor 6Aa c®moTd amd TV apyn kol Otav kdtt mmyoivel otpoaPd, Oo mpémer vo cTopaTdel M
Tapay®YIK otadtkacia apécmc. Ot epyalopevol yivovtal ot 10101 emBewpnTEG TS TOLOTNTOG TNG OKNG
T0VG dovAgiag. O kabe epyalOUEVOG EMKEVIPOVETAL G £va LEPOG TNG OOVAEING TN POPE KOl GUVETMOG
dev umopel va. KaAdyel toydv mpoPAnuota motdtntag. Av o puvBuog eivor moAd ypnyopog, ov o
epyalopevog avakolvyel TpofAnpota Totdtntog 1 av vadpyovv Bépata aceaielng, o epyalduevog
elval VITOYPEOUEVOG VO GTOLATIGEL T YPOLLLUT TOPOYMYNG KOl VoL ELOOTOMGEL TO, VTOAOUTH TULLALTOL
yw to mpOPAnua. O gpyalopevor Ba avaidfovv ot idtot T cvvTApPNoN Kol TNV €mTiAveN TOL
TPOPANLATOC.

Mukpéc MMapayyehies. Avti va cuykevip®vouy peyaieg mosotnteg amobépatoc, ol ypnoteg tov JIT
cvotnpdtev dttnpolv ta amofépata 6e 060 T0 SLVOTOV HIKPOTEPES TaPTides. Ot LKpEG mapayyeAieg
LEWDVEL TO KUKAKO amdOepa, onAadn to amdbepa mov dwutnpeital avapesa e dvo mapayyeries. Oco
pewwvetar 1o péyebog g moapayyelMog, TOC0 UEIOVETOL Kol TO KUKAIKO amdBepa. H peioon tov
KUKAMKOU amof€natog HeldvEL TO ¥pOVO KOl TO YMPO TOL OMOLTEITOL Yoo TNV SLOTNPNCY TOV
aroféparog. Eniong n peimon tov xukAukol amobépatog pewmvetl to xpoévo votépnons. H peioon tov
YPOVOL VOTEPNONG UELDVEL e TN GEPE TG TO pEYEBOC Tov amobépatog oe kivnon kabmg o xpovog Tov
ypewletar yuoo va mePACEL o PEYEAN maptida amd poe povado epyaciag o o GAAN eivon
UEYOADTEPOG ATtO TOV AVTIOTOLXO Yo o pukpr|. Emiong, av Bpebet kdmoro ehattopatikd e£aptnua o€
pio peyddn moptido, Oa mpokAnbei peyorvtepn kabvotépnong, yiati Oa mpémel va eleyybodv dAa ta
eCaptuata yio va Bpebel mown ypedloviar emmAéov enelepyocio. Eva pelovékmmuo tov pikpov
TOPAYYEAMDV, Etvar OTL ALEAVOLV T GLYVOTNTO TOL YPEGLETOL VO ETOWOGTEL Eval unyvipa yio po
Kavovpla maptido. Ot eMyEPNOES HE HEYAAO XPOVO TPOETOUACIOG TV uUnyovnudtov o mpémet
TPMOTO, VO LELOCOVY TO YPOVO 0VTO, £TCL MGTE VO ETOPEANO0VV amd TO, TAEOVEKTNLATO TOV UIKPOV
TOPAYYEMDV.

Opowopopon Katavopn tov ®iéptov Epyacios. To cOomua JIT Asttovpyel mo amoterecpatikd
OTOV 1] KATOVOLUT TOV POPTOV £PYOGIOG OTIS SAPOPES LOVADES epYasiog elvar oyeTikd opotopopen. Ot
emdpdoelg tov amokicewv amd 10 mpokafopiopévo oyl mopaymyng petprdlovror pe TV
eEopdAvvon g pong mapaywyns. Av coufet o aAdoynq otnv TEMKN HOVAdQ EPYAGIAG, Ol EMOPACELS
avTtég peyebouvovtar 6e OAN TNV €KTOOT TNG YPOUUNG TAPOY®YNG Kol TNV €POd0CTIKY aAvGida. O
uovog Tpomoc va e&arerpbet to TpoOPANa etvar va yivovtor 660 10 duvaTdV AYOTEPEC TPOCAPUOYEG
Bétovtag €va punvaio oy€do mapaywyNns OTOL 1 TOCHTNTO TOVL TOPAYOUEVOL TPoidvTog Bo sivor
otafepn. Mia pébodog yu va emitevyBel n opoldpopen Kotavouny Tov GOPToL gpyociog eivor m
TOPAyY®YN TOL 1010V pHiyHaTog Tpoidvimy kKabe uépa o pikpég tocottec. (Mixed-model assembly).

Yrevég Xyéoerg pe IlpopnOevtéc. Kabog ta ocvotiuota JIT Asttovpyodv pe yopnid emimedo
amoféuatog, ot otevég oyéoelg pe tovg mpounbevtég eivar omoapaitmtec. H  oamootoAr tov
EUTOPEVUATOV TPEMEL VO YIVETOL GLYVA, VO €YEl UIKPO YPOVO VOTEPNOMNG, VO QTAVEL Y®PIg
KOOLOTEPNOELS KOl VO, EYXEL VYNAY] TOWOTNTA. X& OPIGUEVEG TTEPITTAGELS, TO. SLUPOAALL aatTOHV OTd
TOVG TPOUNOEVTEG VoL TaPadIdOVY VAIKE GE €va €pYOCTACIO OKOUO Kol apKeTEG opég T uépa. Ot
EMUYEPNOELG, YL VO EMTUYOVV GTEVEG GYECELS LE TOVG TPOUNOELTEG TOVG TTPpoPaivovy oTIg aKOAoLOES
evépyeleg. Mewwvovv tov aplBpd tov mpounfevtdv, YPNCUYLOTOOVY TOTIKOVG TPOUNOevTég Ko
BeAtidvouv T1g oyécelg Toug pali Toug.
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Tomkd, n peimon Tov aptdpov Tv TpoundevtdV eivar P omd TIC TPAOTEG EVEPYELEG Y10 TNV EQPAPLOYN
tov JIT ocvotiuatoc. H emyeipnon miélel tovg mpounbentéc g va Tig mapadidovv Tpoidvta VYNNG
TOWOTNTOC OTNV MPO TOLG Kot, MG OvtdAlaypo, emekteivel to cvufoiota pall Tovg Kot Tovg
TANPOPOPEL EK TOV TPOTEPWV Y10 TIG TAPOyYEAiES. Ol KOTACKEVAOTES TTOL YPNGUYLOTOLOVV GUGTHHOTO
JIT yevikadg emAéyovv mpounbevtég oty 1010 YEOYPOUPIKT TEPLOYN £TGL MOTE VO LELDVOLY TO YPOVO
LETAPOPAGC TOV VAIKOV TOL TOPAYYEAVOLV Kol Vo OlEVKOADVOVTOL Ol OTEVEC GYECELS HE TOLG
mpounbevtéc. Emiong, otv ypnoteg tov JIT cvomudtov emdidkovv va avamtoEovv &voa Tvevuo
ovvepyaoiog pe tovg mpounbevtég tovg. H otevr] ovvepyooio peTald TV ETAPIOV KOL TOV
TpounBevTdV TOVG WEEAET Kol TIG dV0 TAELPES. Ot TpounBevtég Ba mpémel emiong va avapryvoovtol
oToV oYedlopud VEOV TPOIOVIOV £T61 MOTE VO OmOPEVYETOL O GYXEOIOGUOC OVOTOTEAEGUOTIKMOV
eCaptnudtov mpv Eekvioel n mapoywyr. Ot etaipeieg Oa mpémel va PAETOVY TOVS TPOUNOEVTEG TOVG
WG oLVEPYATEG GTOV 1010 gyyeipnua 6mov kot o 6V0 UEPTN £€XOVV GLUPEPOV VO SLOTNPHCOVY I
pokpoypdvio Kot Emkepdn oxéon.

Evéhkrto Epyotiké Avvopiko. To gvéMKTo epyatikd duvopkd Pmopel vo EKTodEVTEl €161 MOTE vVl
extedel mapomdve amd pia epyaciec. Otav 1o eminedo TV KOVOTHTMOV TOL OTOLTEITOL Yo TNV
EKTELEOT] TOV TEPIOGOTEPWV KAONKOVTOV lvan pikpd, pmopet va emrevyel vyniog Pabuog sveléiog
TOU EPYATIKOV OLVOUIKOD LE OYETIKO TEPLOPIGUEVN] EKTOIOEVOT). XE TEPUITAOOCEL, OUMG, TOL
ATOLTOVVTOL VYNAL EMimeda IKOVOTATOV, 1 HETakivon TV epyalopévav ond T pio epyacio otnv
AN pmopel va amortel vymAn Ko damavnpn exmaidevon. H gveh&la tov gpyatikod duvapkon
umopel va fondncel 6Ty amocupPOpNoT KATOIWV HOVAd®Y £pyaciog o€ SVOKOAES TEPIOTACELS, £TGL
MOGTE VoL UMV ovaryKalovton ot eTaipeieg va KATopeDYOLV 6T dlaTpnot amofepdtoy.

Avrtopatomoumpévny Hoapaymyn. H avtopatoroinon mailet onpaviikd poro ota cvotuata JIT xot
etvar 10 KAewdi yio mopaymyn xopnAov koéctove. H amedevBépmon ypnudtov Adyo peimong tov
anofepdtwv pmopel va enevovfel oty avtopatomroinon tng mopaym®yng £tot ®ote vo pewmbel to
k6ot0c. Ta opéAn yia v emyeipnong eivan gite vynAotepa kEPAN eite peyorvtepo pepidlo ayopds
elte ko ta 000. H avtopatomoinon g mapaywyng 0o mpémetl, Opms, va oyed1dleTon TPOGEKTIKA Kot
Oa Tpémet va dratnpeitor 1 amontoOUEVT) IGOPPOTIO. AVTOUATIGHOD Kot AUECNS avOpOTIVIG EpYOTiag.

Mpoinmtucn Xvvripnon. Encdn] ta cvotuata JIT divouv dwaitepn épupoon otnv opoin pon g
TOPAYOYNG KOL GTN HKPY TocOTNTA amofepdtmv, 1 Un oyedtocpévn dloKom g Asttovpyiag twv
UNYOVTUATOV UTOPEL VO AITOGLVTOVICEL TNV Tapay®YIKY| oladikacio. H mpoAnmtikn cuvinpnon puropet
VO LEUDGEL T1 CLYVOTNTO KO TN SIAPKELD TNG OKOTNG AElToVPYiag TV unyavnudtov. Metd ond v
extéleon @V cLVNOICUEVOV SLOOIKOGLOV GUVTINPNONG, Ol TEXVIKOL UTOpoLV va eAEYYOLV Kol GAAQ
eCapmuota mov pmopel va yperdlovion avtikatdotaorn. H aviikatdotaon katd tng Stdpked g
TOKTIKNG OYEOOGUEVNG TEPIOOO GLVTHPNONG Elvol EVKOADTEPN KoL 7o Ypryopn omd T PAAPeS ota
pnyovnHaTo Kot T dtdpkela TG mopayoyns. Mo GAAN TakTikn ivol vo avaBETovy ot ETXEPNCELS
oTOVG €pYalOUEVOVS TNV €VBVVI Yid TNV TOKTIKI] GLVTNPYNCT TOV UNYOVINUATOV Kol DAIKOV 7OV
ypnowonoovve. H taxtikny ovt) dev pmopel PEPora voo €QOUPUOCTEL GE PNYOVALOTO VYNANG
TEYVOAOYIOG TTOV ATOTOVV EKTTALOEVIEVOVS TEXVIKOVG Y10, T1] GUVINPNOT TOVG.

2.2.2 Just—in - Time II

Mua 6evtepn mpocéyyion tov JIT cvommudtwv Eexivnoe kot epappootnke and v Bose Corporation,
KOTOGKELAGTPLOL ETALPEIR VYNANG TOOTNTOG EMOYYEALATIKOV NYNTIKOV cvotnpdtov. e éva JIT 11
oVOTNUA, 1 E€TOLPEID PEPVEL EKTPOCAOTOVS TOV TPOUNOELTOV HEGH GTO €pYOoTdcilo pe €£0da TV
npounfevtdyv. Ot eKTPOCOTOL AVTOL ATOGYOAOVVIOL TANPMG GTO £PYOCTAGLO KOl TPOypappatilovy
TOV OVEPOOLAGHO TV VAIKOV omtd Tovg Tpounbeutég mov ekmposmmovy. Tvmikd, to kadnkovro tov
avTITPOoHOTOV glvarl va divel EVIOAEC Yio TopayyeMec otnv 101 Tov TV etoupeios K UEPOVS TOV
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gpyootaciov, va fonddel ot peimon Tov KOGTOVG Kot TN PEATIOON TOV d1001KACIOV KATOUGKELNG Kol
vo OevBovel ta mpoypdupota mopaymyng v mpopndevtov. O eknpdommog aviikadiotd TOV
OyOpOoTY], TV TOANTN KOl OPIGUEVES POPES Kal TOV LIEVLOHLVO Y10 TOV TPOYPUUUATIGUO TOV VAIKOV
oe éva JIT II ovomua. Zvvenag, ta cvotiuata JIT II aroitodv wbaitepa otev) aAinieniopaon pe
TOVG TPOUNOEVTEG.

Amd mhevpdc Tov TEAATT), VO A0 TO OPEAT TOV GLOTNUATOV OLTOV givar 6Tl amodecueveTol omnd
KAmolo S101KNTIKG KaONKOVTO Kol UTOPEL VO YPTOLUOTOUCEL TO TPOSMTIKO TOL UGYOAOVTAV LE TNV
ayopd TV VAKGOV o€ GAAOVG ToLElS TV TTpounBewmv. Emiong, Pedtidvoviot dpacTikd 1 emkovavio
Kol 1 TomofETNoN TV EVIOAMY Kol TO KOGTOG TV LAK®OV peldveTot. Ot gtoupeieg pumopovv va
(QEPVOLY TOVG TPOUNOEVTEC TTOL EMALYOVV TILO VOPIC 6TO oXeSAGUE TNG Tapay®Ykng dtadikaciog. Ta
0QEAN amd TV TAEVPA TV TPOUNOEVLTAOV Elvar OTL HELDVETOL 1] TPOSTADELD Y10 TOANGELS, avEAveTaL O
OYKOG NG OOVAELAG GTNV OPYN TOL TPOYPALUATOS KOl OTN GLVEXELS KOOMDC €1GAYOVTIOL Kavovplo
TPOIOVTA, 1 TWLOAOYNON KOl Ol TANPOUEG YIVOVTOL MO OMOTEAEGUOTIKG Kot To GLUPBOAOLO pE TIG
etapeieg dgv Eyovv nuepounviec Ménc.

2.2.3 0@éAn tov Just - in - Time

Otav o10)0¢ TNG EMYEPNOIOKNG OTPOTNYIKNG givar 1 PerTioon Tov OyKov TV amobepdtov Kot M
TOPAYOYIKOTNTA TOV €PYATIKOD dLVOLUIKOV, 1| rhocodia tov JIT cvotudtov arnoteAet pia Avon. To
YOUNAO KOGTOG Kol 1] GLVEXNS LYNAN TTowdTNTa Elvatl cuyvd ot Tpotepardtteg Twv JIT cvotudrov. H
duvatdTTo Vo TOPEYOLY TOKIAIL 6T0 TTPoidv Tov mapdyovv e€aptdtar and tov Pabud gvehéio mov
&xel oyedwnotel oto cvoTNUa ToPay®YNS. TEToleg elval Ol TEPIMTMOELS ETAPELDV TOV YPTGUYLOTOLOVV
N OTPATNYIKN &VTOANG — mopayoyns. [1o mapddetypo, té€tolov €idovg OTPATNYIK G L
avtokwnroflounyovio. emTpénel va vrdpyel mokiAio ota €10m mov mapackevalovior o BEua
YPOUATOG, emAoydv ko. H mpocappoyn g mopaymyng oe kabe mopayyeiiog ocvvnbwmg Oev
emyepeiton oe éva cvomua JIT. Xvvnboc, ta mpoidvia mov mapdyovtor pe cvotiuoto JIT sivon
neplocOTEPO. TVMOTOMUEVE TTopd eEedikevpéva. ‘Eva chotua oyedoucpévo va mapdyel o éva
otafepd mMuepnolo  puOud YPNOIULOTOIDOVTAS YOUNAG emimeda amobEépatog eivolr dVOKOAO va
TPOCUPUOCTEL PE TNV aKAvOVIGTN {TNONG KOl TIG OMOTGES TEAELTOLOG GTIYUNG Yol opoyyeAieg
TPOGOPLUOGHEVEG GTOV TEAGT TOV GLVOEOVTOL LE TO GVGTNUO EVTOANG — TAPOYMOYTG.

Ta cvomuota JIT ypnoipuonotodve pia GTPATYIKY PONG TAPAYWOYNG £TGL MCTE VO TETVYAIVOLY LYNAO
OYKO Kot YoUNAO k00T0o¢ Tapaywyns. Ot epyaldUevol Kot To. UNYOvVHOTO OpYavAvVovToL pe Paon
pOT TNG TOPAYOYNG KOl AKOAOLOOVV TN S1000YN TOV TAPUYOYIKOV Asttovpyudv. Otav éva eEdptnua
TEAEIDGEL PE 0L LOVAOO EPYACIOG UETAPEPETOL GTNV ETOUEVN OYEOOV OUECMOC, UEIDVOVTAS £TGL TO
¥pOvo votépnong kot to amobépata. H emavainyn tov dodikacidv KAVEL TO 0patég TIG EVKALPIEg
mov Vrapyovv yw PBeitioon g pebodoroyiag. Ta cvotiuata JIT €yovv emiong ta axodiovdo
AELTOVPYIKE OQEAD.

o) Meudvouv g anoitnoelg 6€ Ydpo

B) Mewdvouv v emévovon ce anobépata TpdOTOV VA®V, eneepyOcUéVOV TPOIOVIMV KOl TEAKMV
TPOIOVI®OV

v) Meiwvouv Tovg ¥pOvoug VGTEPTGTG GTNV KATAGKELT] TV TPOIOVIMV

d) AvEdvouy TNV TOPAyOYIKOTNTO TOV EPYATMV ALY KOl TV VTOAANA®V

€) AvEGvouv T Xp1oT TOL EPYOCTAGLOKOD EEOTAIGHOV

{) Amontovv amAd GLGTHUATO GYESLUGLOV
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1) O£T0VV AVGTNPEC TPOTEPUOTNTES Y10, TOV TPOYPOULUUATIGHO TNG TOPAYWOYNG

1) EvBapphvouv m cuppetoyn Tov epyatikond SuVOUKoD

K) AVEAVOLV TNV TOLOTNTO, TOL TOPAYOUEVOL TPOTOVTOG

"Evog 61006 tov JIT cuotpdtov eivarl va petdcovy 1060 10 ¥pOVo TPOETOLOGIOS TMV UNXAVNILAT®OV
Yo TOPOy®YN €T0L OCTE VO, EIVOL OIKOVOLIKT OKOLO, KOl 1] TOPAy®yn MG HoVAdaG TOL TPOTOVTOC.
[Top’ 6A0 OV 0 GTOYOG VTOG CTAVIN EMLTLYYAVETAL GTNV TTPAET, 1] TAPAYWOYN GE WIKPEG TAPTIOESG Etvan
070 KEVTIPO TV SuoTnudtemv avtdv. Ta mheovektipota tov JIT cvomudtov €rovv mdncel apketéc

EMYEIPNOELS VO €MAVECETAGOLV TO VTAPYOVOO GLGTHUATO KOl VO HEAETHGOLV TNV TPOOTTIKN
TPOGUPUOYNG TOV AELITOVPYIDOV TOVS TNV PrAoco@ia Tov JIT.

Ta 0péAn and v gpappoyn t@v cvotudtov JIT sivor apketd Kot onuavtikd, oAl TpofAnuata
propovv va mpokdyouv akdpa kot étav éva cvotnua JIT €xet epappootel yia éva peydio xpovikod
dwaotnua. o ) cwot kot opain Asttovpyia Tovg Oa Tpémel n eToupeio va ppovtilet yio TV Tpnon
KATO1®V amopaitnTtov Tpoinodécemy.

Opyavotikéc Atoutioeic. Ta cvomuota JIT propodv va 6uvdvacTodV LE TOV GTATIOTIKO EAEYYO TOV
JLdKAGLOV £TCL MOTE VO LEUDVOVTOL Ol SIUKVUAVOELS 6TV apaywyn. Oume, o cuvovaspog avtdg
amoutel vYynAo Padbud meBapyiog kot eAéyyov kot mwpokoAel cvyvad Ayxog otovg epyalOUEVOS
LEWOVOVTOAG £TCL TNV TOPOYOYIKOTNTOG TOVS OAAL KOl TNV TowdTNTo TOL TPoidvtog. Emiong, ot
epyalopevol pumopet va vimbBouvv Ot £(ovv YAGEL TNV AWTOVOLIN TOVS AOY® TOL GTEVOD GLUVOEGHOV GTN
poON TOV VAIK®OV HETOEL TOV SopOp®V HovAd®mV epyociag pe younAd emimeda amobépatog. Ot
dtevBuvtég umopohv vo TEPLOPICOVV TETOWL POLVOUEVO, ETTPETOVTAS L AOYIKY| ¥pNon amobepdtov
acQoAeing 6T0 cVoTNUO Kot dlvovtag TeplocdTeEPN EUPACT] GTN POT TOV LAK®OV o’ Otl o1 pubud
epyaciog.

2.4 Pull System

"Eva chompa mapaywyng omotedeiton and péco mopay®yng Tov KTELOVV EpYUGieEs TAVEO GE LAKA Yo
Vo TopAyovV TEMKA TPoTovTo oL TPOKELTOL Vo Tapadofovv oe meddtec. O amoTeAesHATIKOG EAEYYOC
MG TOPOY®YNS €ivol OmOQACIGTIKOC TOAPAYOVTAG Yo TV OVIAYOVIGTIKOTNTO TOV cvotiuatoc. O
Eleyxog NG mapaymyng eivor Eva TpoPANUa BEATIGTOMOINONG TOL OTOGKOTEL GTO VO OTAVINGEL GTO
EPOTNUA TOTE KO TOCO VA TOPAYEL TO CLOTNUA £TGL OGTE Vo emTevyBel £val tKavomomTikd eminedo
eCummpémong TV TEAATOV VO TOLTOYXpOVA dlatnpeitor WKpO omdbepo eVOlApES®Y 1| TEMKOV
npoidvtwv. Mio peaMOTIKY] TPOGEYYION Y10 TOV EAEYYO TNG TOPAY®YNG €lval va amocuviEGovue To
GUGTNUO TOPAYOYNG GE VTOGVGTHHATO 1 CTASLN KOl VO OpicovE Evay UNYaVIGUO oL Vo GLVTOVILEL
mv ewoaywyn egapmmudtov oe kabe 6tddo pe v aeiEn {ntoewv yio telkd mpoidvta. [Tolrtucég
OOV M TOPOAYMOYN TPOKAAEITON 1] EAKDETAL QIO TPOYUOTIKES CNTAGELS Yo TEAMKA TPoidvTa ovoudlovtal
«EMVOEVES (pull) TOMTUCES 7| YOVIGLLOL 1] GUGTALOTO EAEYYOL TNE Topay@YHC™e.

To mpdPfAnua mov pog amacyoiel elvol TG VoL GLVTOVICOLUE TNV €l0AYWYN EEUPTNUATOV O KAOE
oTAd10 HE TNV APEN TV {NTHcemV Yo TEAMKA TPoidVTa 6TO TEAOG TOV GLGTNATOS. Y ToBETOoVLE OTL O
AaQiEELS TV TPAOTOV VAGV POAVOLV GTO YDPO amofNKELONG TPAOTM®V VADV LE Ha dlePyacio Tov givat
EKTOC EAEYYOL TNG TTOPAYMYNS. 0 TAPOVGLAGOVIE TEGTEPQ SLOPOPETIKA GLGTNATO GUVTOVIGHOD TOV
oTodimv M €AKVOUEVO, GULOTHUOTO EAEYXOL 1TNG TOPUY®YNS TOL OAo €yovv To €ENG Kowd

a6 Buzacott, J. A. and G. J. Shanthikumar (1993), Stochastic Models of Manufacturing Systems, Prentice Hall, Englewood Cliffs, New Jersey
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yopokmnplotikd. Kdbe cvomua £xet tpelg Tomoug Kivobpevev ototyeiov: «e&aptiuatay, «{ntnoeigy»
Kol «EEOVGLOOOTNGELS TOPAYWOYNCY». L& KAOE cvoTNua, Yoo va. ewoaydel éva e£dptnua amd to Y®POo
amofnkevong e€epyoueveV VA®V 1oV oTadiov i-1 6T0 YMPO AmOONKELONG EICEPYOUEVOV DADV TOV
otadlov 1, TPEmeL va VIAPYoLVV: 1) TOLANXIOTOV £vol TEAEIOUEVO EEAPTNIO OTO YDPO AmTodNKELONG
e€epyouevav vVAOV tov otadiov i-1, 2) tovAdyiotov pia {fTnon yia v elooymyn evoc eEapTNUATOC
070 6TAd10 1 Kot 3) TOVAdYIoTOV i €E0VGL00GTNON TOPAYMOYNG Y0 TNV EICAYMYT VOGS €EAPTAILATOG
07O GTAOLO 1.

21 ovvéyelo Topovcldloviol PEPIKA OO TO CNUOVTIKOTEPO EAKVOUEVO GLGTNUOTH EAEYXOV TNG
TOPUYM®YNG TO 0ot amoteAoHV T Pdon dAAwV cvotnudtey. To dVo TPOTO GLOTHUATH EEAPTMOVTOL
oo (o TOPAUETPO oVl 6Tdd10 VD Ta 600 TeEAELTOiN GLGTHHATO EEAPTAOVTAL OO VO TOUPAUETPOVG
avd 6Tdéot0.

2.4.1 Lvomua Basestock

‘Eva amd T amhovotepa EAKVOUEVO GUCTHHATO EAEYYOL TNG TaPAY®OYNG Eivar To cvotnua basestock.
H ewdva 6 deiyvel éva ovotnua basestock pe 0o otddia ot GePd, LOVIEAOTOMUEVO GOV SIKTLO
ovpdv avapovict’. H ovpd Pi avomapioTdvel To xdpo omobiKkevong eEepOUeEVOY VAGY Tov oTadiov i,
i=1,2. H ovpd Di mepiéyer Inmoeig ya v mapaywyn eoptnudtov tov otadiov i, i=1,2. H ovpd Po
OVOTTOPIOTAVEL TOV YOPO amobnKevLoNg TPMOTOV VA®V Kot 1 ovpd D3 mepiéyer {nmoeig yio telkd
npoioévta. H ovpd i avamapiotdvel tov ydpo amodnkevong eloepyOUeEV®OY VAGV ToL otadiov i, i=1,2.
To ofdar MFi avamapiotdvel To GOGTNHO TOPAY®YNS TOV oTadiov 1, i=1,2.

L

. Pu I'_ P'_ P! 3 .
TPETES TeliKd
v },E.;_' :I—_bﬁ poiovia
Dl D: D3

Cnmozig

Ewkova 8 Zuotnua basestock pe Suo otadia otn oslpd

Otav 10 ocvomua Bpioketal otV apyIKn TOV KATAGTACT, ONANOY TPOTOV (GTACOLV OMOLEGONTOTE
{ntoeilg 6to cvotnua, N ovpd Po mepi€yetl Eva apywd amodbepo TpodTeV VAOV, 11 ovpd Pi mepiéyel Si
teAelopEvo eEapTnuaTa ToL otadiov 1, 1=1,2, kol OAeg o1 GAAEG OVPEG TOV GLOTNLOTOG EIvVOl AOEIEC.
"Etot, 10 Si givon 1 povn mopapuetpog eAEYov Tov oTadion 1 Kot avapEPETol ®¢ To «Pacikd amdOepoy
(basestock) tov otadiov i, 6mov o 6pog basestock ivar mappévog and 1 Oewpia Amobepdtwv.

>10 ovotnua basestock dev vrapyovv eEovcrodotoelg mapaywyns. ‘Etol 1o pévo mov yperdleton yo
va gwoayfel éva e£dptua amd 10 y®po oamodnkevong eEepydueveov VA®V evog 6Tadiov 6To YDPO
amofNKevoNg E1GEPYOUEVOV VAGV TOV €mOUEVOL otadiov eivar pion {Rtnon yu v €100y®yn €vog

4 Cheng, D. Y. and D. D. Yao (1993), “Tandem Queues with General Blocking : A Unified Model and Comparison Results,” Journal of Discrete Event Dynamic
Systems : Theory and Applications, Vol. 2, pp. 207-234
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tétoov e€aptpotoc. Evadlaktikd, to cvotnpa basestock pmopetl va Bewpnbel cav Eva cvotnua pe
dmelpeg E£0VG1000TNOELS TaPAY®YNG 6€ KA 01dd10. To svotnua basestock Aettovpyel wg e€ng. Otav
po {non evog meAdTn PTAcEL 6TO GVOTNUA EIGEPYETOL GTNV oVPpd D3 (ntdvTag v Tapddoon evog
TEAELOUEVOL TTPOidVTOG ad TV ovpd P2 otov meddtn. Tavtdypova, n 1d1a {rjtnon dnovpyet oe kdbe
ovpd Di o {nnon yua v elcaymyn evog eEaptipatog amd v ovpd Pii oty ovpa 1i, i=1,2.

H ¢ilocogio Tov cuotriuatog basestock eivar 6t1 6tov pior {ntnon evog TeAdTn QTACEL GTO CLGTNUO
EKTEUTETOL OUEC®G O KAODE OTAO0 TOV GLOTNUOTOC €EO0VGLOOOTAOVING TN WETAPOPE €VOG VEOL
eEAPTNUATOC OO TO GTO YDPO ATOONKELONG EEEPYOUEVDV DADV TOL TPOTYOVLEVOD GTASIOL GTO YDPO
amofnkevong el0epyOUEVOY VAOV Tov oTadiov. To mAeovéKTnUa GLTOD TOV UNYXOVIGHOL gival OTL
avTopa ypryopa ot (nnon. To petovékmnud tov eivar 6Tt Tapéyel ToAD YoAUPO GLVTOVIGUO HETOED
TV oTadimv Kot 0Tt dev eEacpaliletl kavéva 0plo 6Tov aplBud TV EEQPTNUATOV TOV EIGEPYOVTIOL GTO
ocvotnua ooV kébe ({ftnmom mov ETAVEL G6TO CLOTNUO EEOLGLOOOTEL TNV E€l00y®YN €VOS VEOL
eCapmpuotog oto ocvomua. Elvar aloonueioto 6t 10 cvotnua basestock eivor Godvvapo pe 1o
cvotnua hedging point*® 6to omoio N e1caymyn evoc eEaptiuaTog 6TO 6TAd10 i EEovc1odoTeiton edv 1
dpopd avapesa 6To GLVOAKO apBUd TV eEAPTNUATOV TTOL £xovv 10N gloayDel 6TO 6TAO10 1 Kot GTO
oLVOAMKO aplOUd TV (NTHCE®V TEAATMV OV £XOVV PTAGEL GTO GUGTNHO Elval KAT® omd Eva dedopévo
eninedo mov ovopdletar «onueio mpootaciocy (hedging point) ko cvopporileton pe Zi. To onueio
TPOoTOGiOG EYouv Un adv&ovca TN ®¢ TPog Ta oTAdW, INAadn Zi * Zi+1, Yo OAa o i, Ko 1 oxéon
avdueco ota cvotuato basestock kot hedging point eivan 1 €€ng. '‘Eva odomua hedging point pe
onpeia mpootaciog Zi,i=1,2,...,N glvar 160d0vapo pe éva cvotua basestock pe mapopérpovg Sn =
ZN, SN-1=2ZN1-2N,..., S1 =21 - Z>.

2.4.2 Zvompua Kanban

To o yvootd eAkvopevo cuGTNIA EAEYYOL TNG Tapaywyng ivorl To cuotnua kanban. H AéEn kanban
onuaivel «kdépto» ota lomovikd kol avogépetal 6To UNYOVIGHO Kotd Tov omoio pia képto
€€0V01000TNONG EMKOAAATOL GE £val EEAPTNLA E£0VGLOSOTMOVTAG TNV EIGAYMYY| TOL GE KATOL0 GTAO10.
O televtaieg 000 dekaetieg Exovv det peyddn avdmtuén ot PpAoypaeia yopm and 10 cHoTua
kanban alld Sev vmapyel Evoc optopdg KOS amodoyic Tov cvotiparoct? Eivol o mo yevikdg
OpWoUOG pHe TV évvoln OTL €QPAPUOLETOL GE OTOLOONTOTE GUGTNUO TOPOYWOYNS, EVAO TOAAOL GAAOL
optopot Tepropifovion 6 cuoTAHOTA LE Pio pnyovy avé 6Tado.

H mo amAn popoen evdg cvomiuotog Kanban ypnoomotel po képta 1 omoio tonobeteiton oe kdbe
KLTIO HETOPOPAG avTiKEWEVOV TTov Eyovv TtapayBel. To kutio mepiéyel éva cLYKEKPIUEVO TOGOGTO TV
NUEPNCI®V aVOYKAOV Yo T0 VAIKO avtd. Otav 10 vAKS Tov Kutiov Ypnoiponombel kot 10 KvTio
adeldoel, T0Te N KAPTA HETAPEPETOL amd TO (dE0 KVTio o€ éva onueio mopaAafng Kot to Kutio
tonofeteitan oTov amobnievTiKd ympo. H wdpta delyver v avaykn va mapayBel Eva véo kutio pe to
VAMKO avtd. “‘Otav 10 KVTio avayepioet, 1 KAPTO eTavatomodeTeitol Péypt va adOEAGEL Kol 0 KUKAOG
Eexwvdetl Eava otav o ypnotng mopardfel o kvtio pe v kdpto. (To mopaxkdtw oyfua delyvel Tmg

a8 Dallery, Y. and S. B. Gershwin (1992) “Manufacturing Flow Line Systems : A Review of Models and Analytical Results,” Queuing Systems, Vol. 12, pp. 3-94.

49 Dallery, Y. and G. Liberopoulos (1995), “A New Kanban-Type Pull Control Mechanism for Multi-Stage Manufacturing Systems,” Proceedings of the 3rd
European Control Conference, Rome, September 5-8, 1995, Vol. 4, No. 2, pp. 3543-3548
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Aertovpyel éva ovotnuo Kanban pe pio kdpto 6tav pio katookevaotiky povada (fabrication cell)
TPOPOOOTEL 0VO YPOaULEG cLuVapPUOAOYN oG (assembly line).

Ot xavoveg Aettovpyiog yio to cvotnuo Kanban pe pio kdpto eivor amiés ki £xovv oyedlaoTel £161
(MOTE VO SIELKOADVOLV TN POT} TOV VAIKOV Kol TALTOYPOVE, VO SLOTPOLV TOV EAEYXO GTO EMIMEDO TWV
amofepdtwv. Xvvoyilovror wg eENg:

- Kdé0e kutio Oa mpémel va £xel o kapta.

- IIavta n ypopun cvvoappordynong mpoundevetol VAIKA ond v KOTooKELOoTIKY povada. H
KOTOGKEVOOTIKY HovAdo moTé dev mpombel VAIKA otnv ypoppn cvuvapuoidynong yoti gival
mBavo vo Tpounbevel VAIKE ta ool 0g ypelalovtat aKOo Yio TV Tpoymyn.

- Kvtwn vAikov dev Bo mpémel va petakivohvtor amd 1o YOpo omobnKevong yopic va €xet
tonofetnBel képta Kanban oto onueio naparafrs.

- 'Eva xvtio mpémel mavta va yepilet pe tov mpodiayeypoppévo mAnbog eEaptnudtov.

- Movo pn shattopatikd eEaptirata Oo LETOPEPOVTOL GTN YPOUUT GUVAPLOAOYNONGS £TGL OCTE
va YIveTo 1) KaADTEPN XPNOT LAK®OV Kol EPYOTIKOD OLVOUIKOV.

- H ovvoium mapaywyn 6ev Ba mpénet va vrepPaivel 1o GLVOAKS TOG0 OV £xEl KABOPIoTEL OTIC
kdaptec Kanban tov cuetipatog.

H Toyota ypnowonotel £éva cuotnuo e OVO KAPTES, TV KAPTO UETAPOPAS KO TNV KAPTO EVTOANG
napaywyns. H képta petagopdg dsiyvel 10 VAIKO Kot TV TOGOTNTO KOUUOTIOV TOV TPEMEL va. {NTioet
po 0éom epyaciag amd v mponyoduevn Yo va eKTEAEcEL TIg emeepyaciec Tov g avtiotoyovy. H
KapTo EVTIOANG Tapay®yNg delyvel To VAIKO, TV Tocdtnto mov Ba mapaybel, To VAIKE Tov amattovvTal
kol wov Ba Bpebovv, kabng Ko mov Ba amobnkevtel to mapayodpevo Tpoidv. ‘Eva kutio dev pmopet va
petopepBel 610 EMOUEVO KEVTPO gpyaciog av dev £xel e£0va1000tN el amd TV Taparafn pog KipTog
petapopds. Emiong, éva kutio dev pmopel va moapaybel av oev €xel eEovolodotnBel and po kapta
EVTOAIG TOPAYOYNC.

H ewova 7 deiyvet éva ovompo kanban pe dvo otddia ot oepd. To otddto 1 £xet Ki eEovolodotoeig
napaywyng N kanban, i=1,2. H ovpd PA1 avamapiotdvel to ydpo amobnkevong eEepyoUevov VADOV ToL
otadiov 1 kot meptéyet (evyn kanban ko teleiwpévov eEaptnudtov tov otadiov 1, i=1,2. H ovpd DA
nepiEyel Levyn kanban ko (ntoewv yu v mapaymyn eéoptmudtov tov otadiov 1, i=1,2. Ot
VIOAOUTES OVPEC £YOLV TNV 1010 GNHOGIN LE TIG CLVAOVVUEG TOVG OVPEG TOV CLOTHHOTOG basestock oty
ewova 6. Otav 10 cvotnua Bpioketal otnv apylkn tov Katdotaon n ovpd Po mepiéyetl éva apyucod
amofepa TpOTOV LAOV, 1 ovpd PAIL mepiéyel Ki tedeiwpéva eaptipato tov otadiov i, i=1,2, 6mov
Kk@0e eEapnua €xel emxoAinpévo éva kanban, kot OAeg o1 GAAeg OVPEG TOV GLGTHOTOC Eival dOELEC.
To Ki etvou  pévn mapdpetpog eEAEyyov tov otadiov i.
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DA, E)Jh
P

, P, I, Al L PA, ,
HEMT?L;—P TEI'-.trt:u
vheg MpoiovTd

Cnmioeig
Ewkova 9 Zuotnpa kanban pe 800 otadia otn celpa

To ocbomua kanban Aettovpyel g €&ng. Otav par {Rmmon &vog meldtn @tdoel 610 GOGTNUA
gloépyetar oty ovpd D3 {ntdvtag v mapddoon evog terelopévov Tpoidvtog amd v ovpd PA2
otov meAdTn. Edv vrdpyet tedetmpévo tpoiov, mopadideTon 6Tov TEANTN apOoV TPDOTO OTeEAELOEPDOGEL
10 kanban tov. To kanban avtd emotpépel micw oty ovpd DA2 petapépovtag pall tov pio {ntmon
YL TNV TOPUy®YN VOGS VEOU €EAPTALOTOG TOV oTadiov 2 Kot €£0VG1000TOVTIOG TNV EIGAYMYN EVOC
eEaptuarog and v ovpd PA1 oty ovpd I2. Edv vrdpyet 1€to10 €€dptnpa, eilcdyeton 610 6TAO10 2
apov TpmTo amerevbepmoel 1o kanban tov. To kanban avtd amoctélieton micw oty ovpd DA1
petapépovtog pall tov pio {fnon yw v mopaymyn €vog véov gaptnpatog tov otadiov 1 Kot
€€0V01000TOVTOC TNV €loay®YN €vOg e€aptnuatog omd v ovpd Po omv ovpd I1. Kotd avtd tov
Tpomo 1 {NTnon Tov eAdTn oV apyiKd EpTace otnv ovpd D3 petapépetar Tow 610 GVGTNUO LECH
tov kanban.

H ¢tlocopia tov cvotuatog kanban givar 6t pio {Rmon petaeépetor o0miobev evog otadiov poévo
otav éva eEdptnua Tov otadiov petagpepbel Eunpocdev tov otadiov. Me avtdv Tov TPOTO TO GHLGTN A
kanban mapéyet opytd cuvtoviopo petald tov otadimv. Mio etmeeng cuvénelo TG Aettovpyiag Tov
ocvotiuatog kanban givor 611 0 apBpoc Tov eoptnudtov cto otddo 1 mepropiletar and tov apOud
TV kanban tov otadiov i. 'Eva petovékmnpua eivot 0Tt To OGN0 LTOPEL VO NV avTIOPACEL AUECH GE
o {nmon aeob pio {\non pmopel va unv ekmepedel e OAa T 0TASNL OUECHOS HLOALS PTAGEL GTO
GUCTN LA

2.4.3 Zvotnua CONWIP

Eivon aéoonpeioto 61t 1o ovompo CONWIPY 1codvvapo pe évo ovotmpo kanban pe éva otédio. Te
éva ovomua CONWIP porg éva teAkd mpoidv e£éABel amd 10 chotnua yioo va mopadodel oe Eva
TEAATN, Eva vEo eEApTNUa E1GEPYETAL 0TO GVOTNUA Yo emeEepyacio. Avtd vrovoel 6Tt 0 apBpdS TV
gpyaoctov oe e&EMEN (Work In Process | WIP) egivar otafepog, €€’ ov ko to dvopo CONWIP
(CONstant WIP).

0 Gershwin, S. B. (1994), Manufacturing Systems Engineering, Prentice Hall, Englewood Cliffs, New Jersey.
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Axépo a&iler vo onueiwbel 6t pio ypopp mopayoyng mov AEltovpyel pe tov unxovicpud minimal
blocking® eivat 10odvvopn pe éva cvotnua kanban pe pior pyavi avé otédio. To minimal blocking
elval €voc UNyovioroc UTAOKAPIGHOTOG TOV EQUPUOLETAL GE L0 YPOLLUN TOPOYMOYNG TOV OTOTEAEITAL
amd pnyovég otn oepd kol kdbe pnyovy Mi éxer évav ydpo oamobrkevong ewoepyouevov /
eEepyopevav vaukov Bi. H yopntikdtra g unyoaving Mi eivor €va kot n xopnTiKOTNTO TOL YMOPOL
amofnkevong Bi elvar Ki. ITwo ocvykekpéva, éva eEdptmuo pumopel vo €16éABel 6to YOPO
amofnkevong piog punyavng av vIapyeL y®Pog o€ avtdv. AEov e16éA0eL, To £GPt TEPIUEVEL VO
eoptwbel otn unyovny kot vo eneEepyacBel. MoOMG tedeiwoel 1 emelepyacio tov, 10 €EAPTUA
LETAPEPETOL €ITE OTO YMPO AMOONKEVONG TNG EMOUEVIG UNYXOVIG, €AV LITAPYEL YDPOG €KEL, €ite GTO
Y®Ppo amodnkevong g dtag pnyovnig, omAadn exel amd O6mov eoptdinke otn unyovr. Xe kdde
nepintwon 1 unyovn pumopei va Eekivnoet epyacia oe éva véo eEaptnua, £dv vdpyet TETO10.

Mia pnyovn Aéyetor 0Tt gival umAokapiopévn Otav o y®dpog amodnkevong g etvar yepdtog omd
eCapnuoTa mov £YOVV JOVLAELTEL OAAL aOLVOTOVV VO PETAPEPHOVV GTOV YMPO OMOBNKELONG TNG
EMOUEVIG UNYXOVAG YTl OV LTTAPYEL YDpo¢ ekel. Idwuéva oto mhaicto Tov pnyavicpov minimal
blocking, ta otoyeio Tov mPOTHIOL TNV €Kdva 7 €xovv TV &N onuacia. To cvotnua MPi
avamaplotdvel v unyovn Mi, i=1,2. H ovpd PAI mepiéyel eaptipata mov £xovv enelepyacbel and
™V unyovin Mi kot £govv amobnkevtet 6to xdpo amobrkevong Bi ylati dev pmopodv va petapepbodv
010 YOpo amobnkevong Bi+l (| otov mehdtn, oty mepintmon onov i=2), i=1,2. H ovpd i mepiéyet
eCapmpota mov Exovv amobnkevtel oto y®po amodnkevong Bi kot mepyuévouy va eneEepyacBodv and
™ unyovy Mi, i=1,2. H ovpd DA mepiéyet ££00G1000TNOEL TOPAYDOYNS TOV  OVOTOPIGTAVOLV
erevBepeg Boelg oTo ydpo amobnkevong Bi, i=1,2.

2.4.4 YOotua Heijunka

To Heijunka amoteAel Baoikd ororyeio g mapaywyng e Toyota dmov otoyevel oy e€icoppdmnon
™¢ mapaymyne kanbans, mpoxeipévov va emtevybel amd pio opaAr pon mopoy®yng yio. OAOVG TOVG
mOavohg TOTOVG TPOIOVIMV UEIDVOVTOC £TGL THV emidpact tov @avouévov bullwhip. O otdy0g TOL
Heijunka dgv eivar povo n e&locoppomnoT Tov GLVOALKOD OYKOL Tapay®YNS, alAd kot 1 eElcoppdmnon
TOV EMUEPOVS SUPOPETIKMOV TapayOpevmV eW0®V. H cuvolikr| {Rnon piag meptddov (my. Evag pivag)
JOOTTATOL GE YPOVIKG SLOGTALLOTO TPOYPUUUATIGHOD (1. eBdoudada, nuépa, Papdia).

Katéd tov vmoloywoud pe v uébodo heijunka, opileton pio emavarapfavopevn oriniovyio
TAPAy®YNG opopwv 0wV (my. AABAAB, and ta €ion A ko B). Akdun vroroyilovtat ot maptideg
mov Bo mapaybodv yia kébe &€idoc oe whdbe ypovikn mepiodo. H ypovikn mepiodoc oty omoio
napdyovral d1aeopo idn mpoidvtov ovoudletor ko EPEI (“each part each interval”). Avto eivau,
Y0 TAPASELYHA, TO XPOVIKO Oldotnua, 6to omoio n aAiniovyioa "AAB" Ba mpénel va mapoybei. H
e€160ppOTNGON €VOC UiIYHOTOG TTOPAYOUEVOV EWOMV GE dESOUEVN YPOVIKN Ttepiodo, onpaivel OTL Ty, TA
elon A ko1 B mopdyovior evorddE oe pikpég moptideg koTd TV Odpkewn pog PBapdlog, avti vo
TOPAYETAL TTY. KATA TNV Hovo to A 1 povo to B.

1 Gershwin, S. B. (1997), “Design and Operation of Manufacturing Systems : Control- and Systems-Theoretical Models and Issues,” Proceedings of the 1997
Automatic Control Conference, Albuquerque, New Mexico, June, 1997, pages 1909- 1913.
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Me v cvveyn petafoin Twv mopayouevey 0oV Ba Tpénet kot ot Tpoundevtég va ivol og Béon va
avVTOTOKPIOOUV OTIG OLOPOPETIKES OMOLTOELS TOV TEAATN, OTNPAOVTAG YOUNAG oamdBepa amd to
avtiotoya e€aptiuarta. ['evikd, T0 GTNCIHO U0 TETOLOG GTPOTNYIKNG TOPpOy®YNS TpobmohEtel 4Tl ot
aAAaYEG amd €100 o€ €100G Ba TpEmeL va glvat TOAD EDKOAEG Ko YPTYOPEC.

Yt6yog tov Heijunka, ektog amd v e€dhenyn tov Bullwip, gival va dtacpaiiotel 1 cuveyng pon
ayofdv Tpog Kot amd TNV mopaymynq omd OAc Ta wapoyouevo €10m kot eaptiat, £T6L MCTE VO
uewwbei o O6ykog TV amobepdtov Ko ot ydpot amobnkevong. Akoun pe to heijunka, pmopei va
emtevyfel KOADTEPT KATAVOUN GOPTOV €PYACiag OAAG KoL EVKOADTEPT] OLVOKATOVOUY TTPOCMIIKOV GTO.
S1épopa. onpeio. epyoaciog.

Ye avtifeomn pe v puébodo kanban, to heijunka &yst peretnBel moAd Aiyo amd tnv S1ebvi| akodnuoikn
koot ta. H mpd mposéyyion éytve amd tov K. Furmans %3, otnv onoio mapovstéletar apyikd éva
HOVTEAO Tapay®myng HE HOVO £€va  mopoyduevo €idog. Xty mpaypatikémrta o heijunka
YpNoLoTolEitol o€ TEPIPAAAOV e TOAAA Tapayopeva €idn oty idta ypouun mapayomyne. H mpot
Tapadoyn TG TpocEyyong Furmans stvat 6t 1 ypappn mopoy®yng avILeT®mileTol LEPOVMOUEVO Y10
va eEumnpeTel po ayopd e aveEApTNTEG OMOLTIGELS.

Apywcd mapovoialetor éva Pactkd poviédo mopoayoyng, un heijunka, pe ameplopiotn mapaywyikn
duvapukotnto (capacity). e avtd to pHovtélo yivetar 1 mapadoyn 0Tt To. TPOIOVTO SIOVELOVTOL GE L0
ayopd o6mov m {Nnon eivar oToXaoTIK] KOl 1) 6Y€on HETAED TV (NTCE®V oVl XPOVIKY TEPiodo
napaywyng etvor aveEdptnteg, oAb opowdpopeo katovepnuéves. Ov dwakvpdvoelg g CRmmong
avtiotafuiCovtol pe to €v avapovy eoptio étolwmv mpoioviwv (buffer). e kabe ypovikn mepiodo
TPOYPUUUATIGHOV TO AmOBE0 TOV TEMK®OV TPOTOVIWMV TPOKVTTEL WG EENG: UEIDVETAL KATH TO TOGO
TOV TPOIOVT®V OV GLAAEYOVTOL Yo Vo OlaveunBobv oty ayopd Kot av&dvetal KaTd T0 T0cH TV
TpoiovIOV mov moapdyovior. To eAdyioto dvvord omdBepo v avoapovr, €ivor kotd mwoocoOHTNTO TO
eMdyoto duvatd mov amarteiton Yo va eumnpetel v {ftnon avd tdco oTiypr]. Xto emOUEVO GTAS10
ypnowomoteitar n péBodog kanban yia va pmopet o Topaymyog va eAEYYEL TIG TOPAYOUEVES TOCOTNTEG.

Kotd to 6e0tepo povtédo g mpocéyylong, yivetal 1 mopadoyn 0Tt 1 Topay®ytky SLVOUIKOTNTA givat
TEPLOPIGUEVT] Kat ypnotpomoteitar 1 uébodog heijunka yio tov TPOYPOUUOTIOUO TG TOPAYWYNG
(heijunka board). T vo 1ebel oe gpappoyn n uébodog, Ba mpémel N avapevopevn CRnon va Exet
exkTiunBel kot ta anoteléouata g va oprofetnovv mhve otov mivaka heijunka. Kabe kel tov
TivoKo OmOOI0EL TNV TPOYPOUUOTICUEVT] TAPAY®YY] €0MV G€ avtiotolyyn mocdtnto M. Avtictoryo
oyxedialovron m kanbans (kdpteg) 6mov kébe po aviioTorKel otV mopaywy ] M TocoOTNTAS AV
TOPAYOUEVO 100G ava EVTOAN Tapaymyns. Ot kapteg Tomobetovvtal avtiotoiymg ota keAd heijunka
Kol 00EG MEPIGGEVOVY UTOpovV va tomobetnBodv ce Eeymplot| oTHAN, 1 omoio. dNA®VEL TNV
napamaviolo pon (overflow slot).

52 Coleman et al. 1994

3 Furmans (2005)
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Ye mepintwon Oomov og pia dedopévn ypoviky mepiodo mapayBel pikpdtepn mocodOTNTA Omd M, ToHTE
ypnowuonolgitar o kdpta kanban amd v otin tg mapamoavioclog porig (overflow slot). H
TOPAYOYIKT] SLVOUIKOTNTO C Vi Xpovikn mepiodo Ba mpémel va umopel va vrepPel v (nroduevn
ToGOTNTO. M, SPOPETIKA Oev VIAPEEL 1GOPPOTIOL OTNV TOPAY®YN. & KAOe ypovikn mepiodo, 1M
TOGOTNTO TV TPOTOVIMV TOL JEV AVTIKATUSTAONKAY akoun, e€aptdtol amd v {nTovpevn TosoTNTO
™G SES0UEVIG XPOVIKNG TEPLOSOL Kot ard Tov aptdud tov Kanbans oty omin toporaviotag ponc.
To eldyioto omdbepa mov amarteiton kabopiletar amd tov aplBud TOV TEMKOV TPOIdVTOV 7OV
Bpiokovtot o€ avapov yio dtovoun.
Ot Lippolt kat Furmans (2008)** mopovsiocav po avolutiky pebodoroyic LTOAOYIGHOD TOL
eMdyiotov amoBépatoc o avapovr] Tov cvotiuotog heijunka kanban, 6mov yivetar mopadoyn Ot
pmopel voo TpoKOYouV EAPVIKE CTOULATHUATO TNG Tapay®wyng eEottiog ava&loniotov eEomAMGHOD Kot
£dg1&av 01t 10 heijunka pmopei vo givar 0rod0TIKO aKOUN € VTN TNV TEPITTOON.

Heijunka kanban system

To ovomua mopaymyng kanban pe 600 kapteg mov BEAovpe vor avaAbGovpE €XEL (O KATAGTOON
OAmOTEAOVUEVT OO L0, PNy ovY]. ALOQOPETIKA TPOTOVTO TAPAYOVTOL GTNV 18100 UNyovT] Ko 1 avoAoyio
Kot 0 0ykog G mapaymyns kabopilovion pe éva mivaxa heijunka. O medding ypnoyromotel kanbans
v va Tépetl Etona mpoidvto and v ovpd e£660v. 'ETot, 1 mosdtnTa TOL 0 TEAATNG TaparapPavet
petafaieTon peta&y Tov 0 Kot tov apBpod tev avoinyewnv kanban 6tov kKOKAO peTa&h TEAGTN KOt
napaywyoV. H ewdva 10 delyvel mog dovAevet to suotnua heijunka kanban.

210 €PYOOTAGLO TOV TEAATY], TA VAIKA apopovVTOL oo TNV ovPE €1GOG0V OTAV ATALTOVVTOL Old TNV
nwapaymyn. Ta kanban avédAnyng amopokpivovion amd To VAIKE avtd Kol GVAEYovTol 6E éva GTOAO
(post) kanban. O meldtng 10TE TOPAYYEAVEL DMKA 0td TOV TPOUNOELTH TOV GE TOKTIKG OlaoThuoTa ti
oopuemvo, pe Tov oplBud TV ovykevipopéveov kanban avéinync. To moapayyeABévia vAikd
Aappévovtor amd v amobnKn ETomV TPoidovImV, av eival O100EG1HA, Kol LETAPEPOVTAL GTOV TEANTN
pe yoratd. O 6pog “yohatds” meptrypdpetl T LETAPOPA ayolBdV G o TPokoBopIGUEVT] O100pOUT| GE
oUVTOUO TOKTIKG ypovikd dSwothuota. Ot amoitnoelg mov dev pmopohv vo KoiveBovv dueca
OVOYKOOTIKG UTaivOuy GTNV aVOUOVY| Kot HOMG T Tpo1odvTa £ivorl ETOLLO LETAPEPOVTOL GTOV TEANTN
LE TOV EMOUEVO “YOAOTA”.

XOoppova pe tov aplipd tov  agapefiviov avtikeyévoy, ta kanban mopoaywyng taivopovvionl e
éva mivoka heijunka. O wivakag heijunka (] mivakog 1opdnnong eoptiov) eival Eva epyaieio mov
BonBdé oty e€iooppdmnon tov dykov kot g avoroyiog mapaymyns. ‘Exet pia otin and kanban yio
Kabe dotnua Prpatog (pitch interval) tp xou po ypopur kot kdbe tomo mapayoyns. To ddotuo
Brpotog etvar o xpodvog mov yperdletal ylo va mapdyovps tov apldpd TmvV VAKAOV Tov Yopast £vo
KouTi £TolV Tpoidvtwv. ['a mapddstypa, pe ypovokhxdo 30s kot xwpnTikoOTNTa KoLTIoL 20 TENd) LML,
10 YpoviKo Prjna (pitch) eivon 10 Aéntd. Ta kanban moapaywyng tomobetovvian otov mivakoe heijunka

%4 Lippolt and Furmans (2008)
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oV emBount axorovdio avoroyidv. Av vrdpyovv mo toArd kanban mapaywyng an' 611 Bécelc oToVv
nivaxa heijunka, ot emmAéov Kdpteg amobnkevovtol oty tomobesio vepyeiinonc. Metagpépovrtal
otov mivaxa heijunka to cvvtopdtepo dvvatd pOMG vrapEovv erehBepeg Béoelc. Ta kevd mov dev
CUUTANPOVTOL TOPOUEVOLY KEVA (OTE Vo Ny TapayBodv ayabd mov dev amattovvratl. O yePIoTNG
vMkov moipvel évo kanban mopoymyng Kol To agnvel otn dtodikacio Tapaywyns. Avtd 1o onueio
Aéyeton dadtkacio Pnpoatoddtong yoti pe tov Eleyyo avtig g ddikaciog kabopiletal o puOuodg
oAV TV akdAoVOmV dtadikacidv. Etot pmopel va dnpovpyndel pia tpofAéyiun por topaymyns. O
YEPLOTNG VAIKOV TOTE AapPaver Ta £TO1 VAIKE ot TOVG TPONYOVUEVOLS KUKAOVG TTOPAY®YNG KO TO
petaxvel oty ovpd e£6d0v (supermarket). Avtdg o kKOkhog emovarapPavetor Kabe dtdotnua tp (PA.
ewova 11).

Supplier . Customer

| kanban-post

i -1

<-h- e
| Customer | 4
Requirament

===
.
Drop kanban Pick up next
at process kanban H bn,
» H 27 witharawal kanbans
" H

‘ (customer demand) ’ \

PACEMAKER '
PROCESS (repeat cycle every prich interval t_p) \ | )

SHIPPING '
. g :

\ G - > G

e /ﬁa@o—“’ © 5 o

H withdrawal
Pick up one finished Move finished parts 10 :
pitch quantity supermarket /Joutput busler : input butfer

Ewkova 10 To ouothpa Heijunka Kanban
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K: production kanban
P: product

W: withdrawal kanban
p: waiting preducts

d: waiting demands

J.N: synchronization Supplier Customer
stations | Releass in N
Release in - reguiar
Pacemaker regular ntarvals ¢
d, precess f intervals t P, Fensoort P,
P+K = P
- — 3 — s . F -
raw parts ere d. d.
alviays avaliable ‘
> t K
‘ ” &I W
=+Lost demands
overflow v - )\_7
+ — KP
- . . 2 . F -
Release of single production Win betches of size W = K~
kanbans in regular intervals ln Reélease in reguler intervals t,

Ipiteh increment)

Ewkova 11 Movtélo evag cuatrpatog Heijunka Kanban

2.5 oot pa tpogodoaiog pe «yoratd» - Milk Run logistics

Muw and T1G GOYYpOVEG TEYVIKES TOV YPTNGLUOTOOVVTAL Y10 TNV TPOPOdOGin TG Tapaywyns eival
puébodog tov yorata (milk run). H 1déa avty mpoépyeton amd tv yoraktofrounyavio, Kot 6mov Ha
TPETEL Y10 TNV OLLVOUN TOV YOAOKTOG Vo eEumnpetnodv moAAlol TeAdteg o€ O1dpopa onpeia, péoa o€
pio dwdpoun amd Eva Oynua. H teyvikn avt) ypnoyLonoteitor evpéme 6TV TpoPodosio Topaymyng
elte yio @ vAeg M M -Katepyoosuéva mpoiovTa, €ite akdOUN Y. TNV GLAAOYN TOV OTOPPIUUATOV
HETAED TOV YPALUOY GUVAPULOAGYNoNC .

Kotd tov oyedacpd tov cuotipatog tpoundeidv VAKOV Tapaywyng, aeol yivel 1 avaivcn Tov
OYKOV TG TOPAYWOYNG KOl TOV EMUEPOVS WOIOTOPAYDUEVOV GLYKPOTNUAT®V, oyedtaletar 1 dtodpoun
mov B axoAovBel 0 «yaAatdc», o omoiog eivar vmevOBVVOG Vo GLAAEYEL Ta LAMKG amd To. onueio
ovAAoyng (picking zones) péco otV amobnKn Kot vo EKTEAEL £va GLUYKEKPIUEVO OPOLOAOYLO, HECH
OTNV YPOUUN Topoy®yNS, 6ov Bo TV TpoPOodoTEL.

H tpogodocia umopei va exteheiton gite amd gpydtn mov avrkel oty enyeipnon, ite anegvbeiog and
Tov pounBevtr. Ltnv 0ebtepn mepintwon o mpounbevtng eivar vrevBLVOG Vo AVATPOPOOOTEL TOL
onueia TG Topoy®YNG Kot va TNpetl 6Tig amobnikes Tov to avrtiotolyo amdbepa eCaptnudtov (vendor
managed inventory).

55 Baudin, M., “Lean Logistics: The Nuts and Bolts of Delivering Materials and Goods”, productivity press, 2005
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"‘Epevveg €xovv dgi&el 60tL 1 pébodog avtn amoteAdel onpavtikd epyaieio tpopodociag (procurement
system) yia tov oyedlooud £vOC OAOKANP®UEVOD GLOTAUATOS MTNG £podlacTikiG aAvcidag (lean
logistics)®®.

Eivar onpavtikd va vdpyet tpoxafoptopévn Stadpopn v omoio akoAovdel 0 YOAATAS, TPOKEILEVOL
va Sto@aAileton M TPoPodocio. OAWV TV ONUEI®V avaTPOPOOOGiaG, OAAG KOl 1 OTOQPLYN
CLUEOPNONG EVTOG NG Topay®YNS. To mwpdPAnuUa Tov oYedlacUoD NG OOPOUNG TOL «YOANTAY,
omoTeEL H1oL SIEVPVUEVT TOPUALOYT] TOV TPOPATHLOTOS TOV «TEPLOSEVOVTOC TOATH»®

Supplier 1 Supplier 3

o

Supplier 4

Suppher 2

r

Y

Production site

(a) Previous way

Suppher 1 |——® Supplier 3

Supplier 4

Production site

(b) Milk Run Logistics (New Way)
Ewova 12 MNapdadetypo oUGTARATOG SLOVOLAG OE apaywyr TPV Ko PETa>®

H teyvua gpodroopol pe yohatd eivor mAéov 1660 d10dedopévn otnv avtokvntofopnyovio 660 Kot
oV Bopunyovia NAeKTPIKGOV 0OV (Y. Blopnyavia A0K®V 01IKIOKOV GUGKEVOV). AKOun 1 HEB0S0G
avt eivor dppnrto cvvdedepévn e v peiwon Tov amofepdtov Kot ToL HETAPOPIKOD KOGTOVG,

56Mehmet, G., and James, H. B., “Cross-Docking and its Implications in Location-Distribution Systems”, Journal of Business Logistics, VVol. 25,
No. 2, 2004, pp. 221 — 232 & Bowersox D. J., Copper M. B., and Closs, D. J., “Supply Chain Logistics Management”, McGraw-Hill Publishers, 2002

57 Cordeau, J. F., Laporte, G., Savelsbergh, M., and Vigo, D., “Vehicle Routing”, working paper

58 http://www.konicaminolta.com/about/environment/globalwarming/logistics.html
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€POGOV o1 dtadpopés oyedraloviol Le oKOmO KABE QOpA Vo TPOPOSOTEITOL HOVO 1) OOULTOVUEVT
TOGOTNTOA GTO GMGTO YPOVO KoL 6TV otkovoutkotepn Stadpopn*®.

H pébodog autn ypnoIUoTOIEITOl OMOTEAEGUATIKA OTAV O HEGOG GUVIEAEGTNG TOV (QOPTIOV, Ad TNV
4oy Tov UETAPOPIKOD HEGOV, KOAVTTEL TO PEYOADTEPO OLVOTO TOGOGTO TOL dVVATHL Vo POPTMOEL
kéBe popd. Kowvmg, Ba mpémel 10 petapoptkd PEco va Eekvael amd TV aQeTNPio YEUATO KOl Vo,
EMGTPEPEL £iTE (10, £1TE YEUATO e EMOTPEPOLEVT GuoKevacio KTA. (reverse logistics)®.

I'evikdtepa, ot Pacticol AOYOL Y10 TOLG OTOI0L N TPOKTIKT TOL «YUAATA» Eival EVPVTEPH EQAPLOCLEN,
elvat ot €€Ne:

1. Meimon tov peta@optkod KOGToVS, eEaTing TN EVOToinoNg TV SPOLOAOYIMV Kol TOV QOPTIMY

2. Behtioon g ypopung mopaymyns kot axpiéotepn epappoyn tov JIT, Adyw tov peyolvtepov
GLYYPOVIGLOD TPOPOSOGIOG — TOPAYMDYNG.

3. PBeAtimon twv @optdcewv (mbavi peimon), KoOAVTEPOS TPOYPOUUATIGUOS TOPAANPNG VAIKOV.
Axoun kot Bedtioon ™¢ Stadpoung evtog TG TAPOYWYNG ME GKOTO TNV €0PECN TNG GLVIOUOTEPNG
dadpoung.

4. Meiwon tov KvéHvov o ToloTikd TpofAnpata. Tvmonoinon g cLOKEVAGING, e AMOTEAEGHLA TV
KOAVTEPT a&10mOINoT TOL HETAPOPIKOV HEGOV (VO UMV LIAPYOLV AVEKUETAAAELTOL YDPOL), OALAL Kol
KaAVTEPT Olaxeiplon TV amobepdtmy.

5. AmoteAel aAdayn otpatnyikng tov logistics, kabmg olvel ydpo otnv aélomoinon eE®TEPIK®OV
ovvepyeiowv (third party providers), pe amotéiecpa v peiwon Tov arofepdtov, Kol ETEVOLTIKOV
KIvOOvVeV Kot ovENoT TV KEQUAULOK®Y pOMV.

< Supplit:r-:;' A [T

P .
! Supplifr> 1 Manufacturing
\“a___ T | | )

— CL B Plant

<__Su]:\p11'cr_ _ H>I

59 Michael, M., and Claudia, N., “A Report on the Current Event on the WMS Market”, WMS Market Overview, 2009

60 Nemoto, T., “Efficient and Green Logistics of Automobile Parts in Urban Areas”, 12« World Conference on Transport Research, July 11-
15, 2010, Lisbon, Portugal.
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Ewova 13 Asttoupyia "yohata" - Milk run operation®?

2.6 oot Amobnkevong Super-Market

H Swyeipton tov anobepdtov mov tpo@odoTodviol 6TV Topaymyn Kol ETUEPOVS YPOUUES TTPO -
OLVOPUOAGYNONG, OmoTEAEl ONUOVTIKO KEPAANLO GTO GTNOWO TNG OmoONKNG Kol TNG TAPOYWYNC.
Ewwdtepa kabopiotikol mapdyovteg yio Tov oyedlacpd amofnkeuong Kot dokivnong Tmv LAMK®OV
umopel va gival amd v tomobecia TG YPAUUNG TOPUY®YNS KL TOV EMUEPOVS YPOUUDY CE GYECT UE
NV amodnkmn, evtog TG £yKaTAoTooNs, To0 HEYEDOS Kol 0 OYKOG TOV UETAPEPOUEV®DV DMK®OV. [t T1g
TEPUTTMOELS TPOPOSOGIOG YPOUUNG Tapay®YNS Tomov «assembly — to — order» amd pepovopéveg
amoONKeVTIKEG OE0ELS YpMOILOTOIOVUE TOV Opo Super market.

Ievikdtepa o1 emyelpnoelg mpoontafoiv vo HEUOGOVY TOV OYKO Kol TO KOGTOG OmofeUdTOV, EVO
TaVTOYpOvVe. TPooTadovv va Ppovv peboddovg dwayeipiong youniov amobepdtov ce mopaymyEc pe
TOAAEG OAALYEC TTPOKELUEVOL VA eEacPaAicoVV peyaAdTepn eveléia. Xtnv debvn PipAoypagia Exovv
avantuydel Sdpopa povtéda Swayeipiong omobepdtov, 6mov GAAa oToyedoLV GTNV doun NG
GUVOMKNG €QOJOCTIKNG aALGidag, Cnmon yuo & VAEC, TOTO G LADOV, AToONKEVTIKO KOl LETOPOPIKO
K6010G. Avtd Tov mpaypatikd cvuPaivel gival 6TL oV TpoondOela vo kpatndel pikpog o apBuog
TOV OTOONKEVTIKOV HovadwV, pmopel va avénbel o aplfuodg Tov oTabUmV TopaymyYNg Le avTioTOr 0V
LIKPOUS AmoBNKELTIKOVG YDPOVG KOVIA GTOLG TPAOTOLS. 'ETol emttuyydvetal n amokKEVIp®oN ToV
KOplov amobépatog amd pio amodnkr. Amd v dAAN mhevpd £va TETOO GUCTNUO OTOLTEL LEYOADTEPO
YPOVO avaTPOPOGiog Yo GAOVG TOVS EMUEPOVS GTOOUOVS, LEYOADTEPT] AVATPOPOSOTOVEVT] TOGOTNTA
avd otafuod epyaciog kot cuyvotepa dpopordyo. Emiong kpicipuog mapdyovtag yioo T0 GTAGIHO €VOG
OTOKEVIPOUEVOL GLOTHHOTOG amofnkevong eival 1 mowKiAMo T@V & VAOV HETAEDL TOV YPOUUDV
TOPUy®YNG. X115 woveg 14, 15 ko 16 PAEmovpe cuotuata amodnkevong kot tpopodociog. H eucova
15 mapovoidletl éva cvotnua tomov super market katd to 0mwoio 0 TaPAy®YOS, KT AVTIGTOLYIO, LLE TOV
el Omog akpimg og évo super market, tpopodoteitar pe ta VAIKA oL Ypetdletal omd To papia.

Kdéfe omoOnkm super market amoteAeiton omd paglo, o€ kdbe €bv amd TO OmoOio. AVTIOTOUXEL
OLYKEKPIUEVOS KOIKOG A VANG, 0 0moiog avoamAnpavetal pe puOud avtictoryo pe v {fnon and v
napaymyn (katavdiwon). Eva t€toto0 cuomua propel vo vrootprydet kot and eEwtepikd cuvepydrn,
0 omoiog pmopel va etvar K 0 10106 0 mpounBevtng, Onmg Ba dovue o€ enduevn evotnta. To cvoTua
super market ypnowonoteitot yio Tnv €0IKOVOUNOT ¥POVOL Kol YDPOL SLaXEIPLONG VAIKGV Kot ivart
Wuitepa amotedespatikny pEBodog yia yOOMV VAKA (Ty. HETOAAL, TOAVGTEPIVEG KTA.)

61 Sadjagi, J., Jafari, M. D. J., and Amini, T., “A New Mathematical Modeling and a Genetic Algorithm Search for Milk Run Problems”, The International Journal
of Advanced Manufacturing Technology, Vol. 44, 2008, pp. 194-200.
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Assembly line
R Assembly line
Imte rnal Work Station- Warehouse
Supplier -
Assembly line
Assembly line
Ewkova 14 ZUothpa anodnkeuong pe evéilapeon tpododooia
Assembly line I
Assembly line I
Internal Work Station-
Supplier
Assembly line I
Assembly line I
Ewkéva 15 Zuothpa anodrkeuvong Super market
-!r\/ Assembly line
M Assembly line
InternalWork Station- szﬁmhly
Supplier station
PP warehouses Assembly line
hsﬁw

Ewkéva 16 ZUotnpa anoBhikeuong ue ansubeiog tpododooia

2.7 Vendor Managed Inventory
2.7.1 Oplopo6g Tov VMI

H dwyeipion omobepdtov and tov mpounbevty (VMI), amotedel éva péco Pektiotomoinong tng
amOO00NG LG EPOOIOCTIKNG 0ALGIOG, GTO 0010 0 TaPAY®YOS £ivor VTEVOVVOG Y10 TOV EAEYYO KO TN
dltpnong Tov emnédwv amobepdtov tov dtvopéwv. O mapaymyds £xel mpdsPacn ota dedouéva
TV omofepdtov TV Sovopémy Kol avalopuPavel, TapdAANAL, TN OEKTEPUIMOTN TOV TOPLYYEALDV

ayopdc.

Aol gvpémg ypnowomolovpevol 6pot Yo o VMI elvar: 1 Xvveyng Avaminpoon (Continuous
Replenishment, CR) xabmg xor n Awyeipion AmoBepdrov and I[lapoyxéa (Supplier Managed
Inventoty SMI). I'ia tov mepartép® mpocdopiopd Tov Opov didovtol akdAoLOA dVO EMLYEPNUATIKA
LOVTEAQL:

AfloAdynan YAomoinang U-Shaped Mpapprg Suvappoldynone | Apyupw I. Dpaykiaddkn



58 | ENOTHTA 2: ZUyXpOVEG TEXVIKEC AVOTTANPWONG AnoBeudTwy

e g —db

Supplier Manufacturer Merchandiser

Ewova 17 TortoBétnon twv SMI ko VMI otnv Edpodiactikii AAuoida?

Tomkd Emyeipnuotikd Movtédo. Xe avtd 10 poviélo, 0tav o dtavouéag ypeldaletar mpoiovra,
tomofetel 0 1010¢ TV TapayyeEMO GTOV KOTOOKELOOTY. ['evikd, 0 dlavopéns KoTéXEl TOV OmOAVTO
ELeYYO OCOV QPOPA GTO YPOVIKO TPOGdOPIoUd Kol To PEYEDOG TNG TOPAYYEALOUEVIG TOGOTNTOC, TOV
tonofeteitan kdBe Popd, evd dratnpel Kot Tov Tpoypappatiopd amobepdtmv (inventory plan).

VMI povtéro. Zoppova pe avtd, o mopaymyoc Aapupdvel nlextpovikd mAnpoeopieg (my. péow EDI),
Yo Ta EMineda TOANGE®V Kol amofepdtov Tov dtavopéa. O Tapaymydc, £xet eniong T dvvatdTTA VO
nopakolovbel kabe aviikeipevo mov datnpel 0 davopéag aAAd Kot va avayvopilel ta aAndwvad
onueio mtoinocewv. Emmiéov, elvar vmevBovog yio T Oomuovpyio kot €@appoyr &vog Xyediov
AmobBepdtov. Yno 1o povtédo VMI, o 1610¢ 0 mapaymydc tonobetel v mapayyeiio yioo Aoyoplacud
TOVL.

Consignment Inventory. Xe avti v mepintwon, o mpoundevtig amootéAlel o omobéuata oty
tonobecio Tov TEAATN, VD, TAPAAANAL daTnpel TNV KLPLOTNTO AVTAOV, YEYOVOS TO OTOi0 OeV 1oYVEL
omv nepintoon tov VMI. H minpoun tov dev mpayuatonoteital péypt tnv oTiypn mov ta €i0n Oa
TANBoVV N xpnoyoronBodv TpayHaTIKA.

H dwyeipion tov amobepdrov amd tov mpoundevtn eivor pa Tpaktikn 6mov to andbepa eAEyyetat ,
oyxedwaleton ko olayepileronr amd Tov mpounBevtn Yoo AOYOPLOIGHO TOL KOTAVOA®MTY (TEANTN 1
napaywyoV). Baciletor omv avopevopevn (Rmon kot 6to mponyovuévas Kabopiopéva e dyiota M
péylota eninedo amoBENATOg. AKOUN, GTOXEVEL GTNV TPOCTAGIO TV OPYUVIGU®V amd TV Vmapén
afePardmrag otn {NTNoN TOV KOTOVOAOT®OV, 6T TPOPAEYELS AVTNG, KOOMG Kol GTI TAPASOGELS OO
tov mpounfevti®®. To VMI cvviekei oty efopdluven Tmv okpoiov MEPUITOCEDY S10THPNoNg
mieovalovtoc amofépatoc (peaks — valleys). EmumAéov, pmopei va ddoel Aborn o1o SIAANUo TV
OVTIKPOVOUEVAOV GTOY®V amdO0o™S, OMAadN NG O0TNPNoNG OPIoUEVOL EMMEOOV AmOBENNTOS GTO
TELOC TOL PNVaL EVaVTL T0G0oTOV EAeync,

2.7.2 H mpoéevon tov VMI

To VMI avadeiybnke ota €An g dekoetiog Tov ‘80 ®¢ o GuvEPYOTia Y10 TOV GUVTOVIGHO TV
ATOPACEMY OVOTANPWOONG OE O EPOOLNCTIKY GAVGIdN, STNP®OVTOS TapdAANAa TV aveaptnoio
HETOED TV EUTAEKOUEVOV LEADV.

2Terrance L. Pohlen, Thomas J. Goldsby, International Journal of Physical Distribution & Logistics Management, 2003

63 Benedict, C., & Margeridis, H. (1999, March). Chain reaction. Charter 46-49.

64 Waller, m., Johnson, M.E., Davis, T., (1999), Vendor — Managed inventory in the Retail Supply Chain, Journal of Business Logistics, Vol. 20, pp.189-203
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Inuewwveton 6t M dayeipion amobépatog and Tov poundevty Eekivinoe amd Tov TOUEN TOV AOVIKOD
eumopiov, eva egeMybnke oe Emopixng Avtamoxprrr] katavoiwt (Efficient Consumer Response,
ECR), 6mov m wovomoinon tov KotavoAm®T 1 KOADTEPO, 1 TPOCOOKIOL TOL KATOVOAMTY Yo
dwbeoipdTTo omobepdTomv eivar £voc onUavVTIKOS ToPAyovVTIaS, TPOKEWEVOL Vo eMttevyel optopévo
AVIOYOVIOTIKO TPoPAdiopo Evavtt ToV GAA®V. ¢ YOPOKTINPIoTIKA TOPUOEiyLOTe OvOpEPOVTOL Ol
etapeieg Walt Mart kot Procter & Gamble, ot omoieg amoteAovv emTLYNUEVOLS TPOTOTOPOVG CVTHG
NG GLYKEKPUEVNG CTPATNYIKNG EPOSOGTIKNG OAVGIOOC.

To VMI, 10pa, eEehicocton Pabuioio 6 oTpatnykéG LOPQES GLVEPYUCLAOV, YEYOVOS OV EMNPEALEL
dpeco Tov TPOTO OV Ol EMYEPNOELS oxedAlovv Ta amobEpato Tovg Kot odnyel oty avamtuén ki
GAA®V TPOKTIKGOV, OTOC TOV Tuvepyatikov Xyedtaouov, [Ipopreyng kar Avarinipoong (Collaborative
Planning, Forecasting and Replenishment, CPFR).

2.7.3 0 Staywplouds Tov Consignment Inventory amd to VMI

Q¢ Consignment Inventory 1M oaAMaO¢ «Amoctedhopevo Amdbepo» opileton 1 dadkacio Kot Tnv
omoia 0 mpounBevtng TomobeTel TPOiIdVTA GTNV £YKATAGTACT) TOV TEAATN, Y®PIC va AapPdvel TAnpoun
HEYPL TN OTLYUN TTOL Ta TPOoidvTa avtd Bo ypnopomoinfovv 1 Bo mwANBovV6S. Avth N TaxTikng sivot
TOAD  OLPOPETIKN OO TNV TOPASOCIOKY], OOV O TEAATNG TANPDOVEL YO TO EUTOPEVLUATO TOV
npoundeveton péca oe €va KaBopiopévo dotnua xpoévov amd v moapaiafn tovg (cvvinbwg 30
NUEPEQ).

Etvor yapaktnpiotikd vo avoaeépoovpe 0ti, vod and avtr] TV GLHE®Via, 0ev Tailel Kavéva poOAO av TO
TPOIOV TAPAUEVEL TNV amodnkn 1N oTa PAPLO TOL TEAATT Yo 00O UEPES N Yid dVO YPOVIK. ATO TV
GAAN, TO Yeyovog avtdg eivor moAd mbavd va mpokaAéser TPOPANUO GTNV  PELGTOTNTO TOV
npounBevty, 101K 6tav e&akorovbel va mapdyel yopic va etompdrtrel apolPécs.

Kdato and v dayeipion amobépatog amd tov mpounbevtr), n cuvexng mapakorlohnon kot o EAeyyog
TOV EMITEIOV TOANCEMV Kol AmoBEUATOg Tov TEAdTN avarapupdvovtal omd tov Tpoundevtn, Evd 0O
TeEAATNG omaALdooETOL TEAEI®G Ao VT TNV €VOVVT. 10 TapPeABOV, moALol TpounBevTég ekTEAOVGAV
vendor — stocking mpoypdupata, OmTov £vag avVTITPOGMTOC TOVG EMICKETTOVIOV KATO0 TEAGTN
OPIOUEVEG POPES TO UNva Kot avepodiale oe amoBépata cOUPOVO e TOVS KOWE KaBopiopévoug
opouc®’. To VMI kot’ €méKTaom, OVIIKATEGTNOE OUTEC TIC EMICKEWEIC UE TNV GUYKEVIPMON
TANPOPOPLOV amd To apyeion podv kKoBDC Ko v amevbeiog HETASOON TOLG GTO VTOAOYIGTIKO
ocvotuo Tov Tpoundevth pécm g HAektpovikny Avtaddoyng Aedouévov (EDI).

2.7.4 ZuykpLTika yapaktnplotika twv Consignment Inventory kot VMI

65 Gumus, M., Jewkes, M. E, Bookbinder, H. J., (2008), impact of consignment inventory and vendor-managed inventory for a 2-party supply chain, International
Journal of production Economics, Vol.113, pp. 502-517

56 Gumus, M., Jewkes, M. E, Bookbinder, H. J., (2008), impact of consignment inventory and vendor-managed inventory for a 2-party supply chain, International
Journal of production Economics, Vol.113, pp. 502-517

67 Valentini, G., Zavanella, L., (2003), The Consignement Stock of Inventories: Industrial case study and performance analysis, International journal of Production
Economics, Vol. 81-82, pp.215-224
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Inuetdveton Tog Katom and po copemvio Consignment Inventory, o meAdtng amootéAlel maporyyehieg
ayop®V GTOV TPOUNOEVT OE O CLYKEKPIUEVT XPOVIKY| TTEPT0d0. ATO TNV GTIYUN TNG TOPaAAPnG Kot
TomofEToNg TV TPOIOVI®MV GTOV OmOONKEVTIKO YDPO TOL, O TEAATNG Umopel va mopalopPdvel
omowdmoTe TocOTNTA EMOVNEL Amd TO AmOOELN TOV TPOUNOEVTY, GE OMOASHTOTE YPOVIKY GTIYUR e,
YrevBopiletar, 6Tt 0 TEAATNG dEV TANPAOVEL Y10 TO TPOIOVTO £mG OTOL AVTA ¥pMoipomonBovv. Katd
ovvénela, to Consignment Inventory exAoufaverolr og n To OEEAMUN GUUPOVIKL Yol TOV TEANTN
KaOdG:

- Agv amoutel avtoAloyn TANPOPOPLOV
- H dwyeipion tov amobepdtov anottel Eldyiom npoctadeio
- Mmopel va mapayyeidel 6om mocdTTo EMTPEMEL O ATOOINKEVTIKOG TOV YDPOG

To onuovtikdtepo mAeovéKTNUO, OV TPOPAETETAL Yoo Tov TpounBevt €ivor 1 Slac@dAion g
GLVEXLOTG LOKPOYPOVIOG CLUVEPYACIOG LLE TOV TEAAT.

e wo cvppovio. VMI, o mpoundevtig dev eléyyetatl amd tov meddtn. Edd umopet va dwoyepilertan,
TOVTOYPOVE, TO GLVOMKO amoObepa (O1KOC TOL KOl TOL TEAATN) KOl VO TOPAYEL TEPIGGOTEPO
amoteleocpatTikd, eoutiog g peyoddtepng eveMéiog Tov mOPAYOUEVOL YPOVOL KOl TOGOTNTOG.
Ankodn, o mpounBevtng pmopel vo ekpetaArevTel TIG OKovopieg KMUOKAG OV AmoppéoLy AOY®
GUVTOVIGLOV TV AEITOLPYLDV TOV.

[T ovykekpéva, avaeepetTor TOc KATo and po copeovio VMI to k6ctog amobépatoc kabmg kat to
KOGTOG amoBKELONG YO TO. TPOUNOEVLOLEVE AVTIKEILEVA YPEDVOVTAL, KATO YEVIKO KOvOve, GTOV
neAdTn. Q0TOGO, GE OPICUEVEG TEPUTTMGELS £Vl 1GYXVPOS TEAATNG OOl UTOPOVGES VO AVOYKAGEL TOV
npounfevt| va ovoddfer avtd ta €idn kO6cTOLS. ALTOV TOL €I00VE M CLUP®ViIK amoterel TOV
oLVOLOCUO TNG dtaxeiplong amoBENATOG amd TOV TPOUNOELTY LLE TO ATOGTAAUEVO OmdOELLAL.

H yevua dmoyn mov emkpatel ot Propunyovio etvar 6Tt 10 VMI givar ) guvoikdtepn coppovia yio
oV mpounBevty, kabdg pmopel vo mpaypotonolel EVOTOinoT TV TOPAyYEAMY TOV OEYETOL KOl VO
OOCTEAAEL LEYOADTEPEG TOGOTNTES WPIG VO avNGLYEL Yo TO HEGO EMIMEDO OMOBENATOS TV TEAUTAOV
TOV.

2.8 SWOT Analysis tov emikpatéotepov pebodmv

Kietvovtag avt v evotnta mopovctdlove o GUYKPLTIKY HEAETN HeTad Tov cupPatikoy TPOTOL
LOG YPOUUNG TOPAY®OYNG KOl TOV EMKPATESTEP®Y HeBOd®V emikpatéotepov nebddwv. Yo v
évvolo. GLUPATIKY] TPOPOSOGIN TOPAYWOYNG EVVOOVUE TNV UETOPOPE VAIKOV OTNV TOPAY®OYY HE
OTOI0ONTOTE LEGO, OTOLOONTOTE EPYALOUEVO, LLE TNV CLGKELOGIN TOL TPOUNOeVTY| OTTOTE TOPOVGLUGTEL
avAyK”N Yol ove - TPOPOOOGTa. ZVYKEKPIUEVA EXOVLE T EENG:

68 Valentini, G., Zavanella, L., (2003), The Consignement Stock of Inventories: Industrial case study and performance analysis, International journal of Production
Economics, Vol. 81-82, pp.215-224
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Avvata onueia (Strenghts)

1.Meiwon tov cuvolkolh OYKoL TV amofepdT®V EVIOE TG TOPAYMYNG, OAAL Kot 6TV amodnKmn,
KaB®OG M YPOUUN TPOPOOOTEITOL HOVO OTOV VOl TPOYUOTIKO OTOPOiTNTO, OTOKAEIOTIKA HE TIG
ToGOTNTEC OV YpeldleTal. 2. AkOUN pelmon Tov ¥pOVOL avaTPOPOSOGIaS YPCILOTOLDVTOG VOV LOVO
gpyarn, omoiog Oa ektelel amoOKAElOTIKA TOV pOAO TOL YoAatd. 'Etol amopevyoviolr ot AGKOTES
Kwvnoelg péoa kot €@ amd v ypapun mopdyoyns. 3. Kaivtepog €heyyoc tov amobeudtov kot
OTTOTEAECUATIKOTEPT] OVTILETMOTIOT) TWV TOLOTIKAOV TPOPANUATOV.

Aduvarta onueio(Weaknesses)

1. Anauteiton ydpog EKTOC TNG TAPAYWYNS YO TNV OPYAV®GT TOL GLYKEVTPOONS TV VAMK®OV (picking
zones). 2.Amotteiton ¥pOVoOC Yoo THV AVOCLOKELAGIO TOV VAK®DV, TPOKEWEVOD VO, TPOPOSOTEITAL M
Topay®yn KOVO HE TIG AmOPOiTNTEG TOGOTNTEC. 3. Amotteiton ¥pOvog Yoo TNV KOTOUETPNON TOV
OMECTAAUEVOV KOl ETIGTPEPOUEVOV VMK®V, £pOcoV mpoimofétel avacvokevacio. 4.Amorteiton
YPOVOG Y10 TNV GLVTHPTCT) TOL UNYOVOYPAPIKOV GLGTNUOTOG (OLUKIVIIGELS DAIKAOV).

Eukatpiec (Opportnities)

1. A&onowwvrtag omolodnmote amd ta epyoaieio Tov pull system pmopei va peiwdei ausbntd n avaykn
Yo amoOnKeLTIKO YDOPO GTNV Topaywyn £mg kot 50%, pe amotélecpo TNV KOAOTEPT KLUKAOPOPIN TV
eVAV. 2. AvvotdTnTa KaAVTEPNS 0EI0TOINONG TOV EPYATIKOV SLUVOUIKOD EVIOC TNG TOPAY®YNS. 3.Agv
KpivovTtal omapaitnTeg 01 GLYVES ATOYPOPES Kol UTOPovV va. EAEYXHOVV KAAVTEPA Ol ATMAEIEG VAIKOV

(Brapopég amoypagng).

AneW\éc (Threats)

1. H un emopxng eKmaideuon Tov TpocOTIKOD Kol Ol AVETOPKELG KovOveg Aettovpyiag nedddwv, dnwg
kanban, umopodv vo £yovv avtiotpogo omotelécpoto omd to avouevouevo. 2/Eva pn koAd
opyavouévo KOKA®UO Tpo@odociog pmopet vo anoutel meplocdtepo ¥pOvVo Yo v EKTEAECTEL, EVA
pmopetl va Onpovpynoet ypovikd kevd 1 onueio kopeopov oty mapaywyn (bottlenecks).

And Tic pebddovg MOV TOPOVCICTNKAY GE OVTNH TNV evoTNnTe. KpiveTow OTL pe TV omoapaitnm
opybvoon kot ekmaidevorn, n péBodog kanban givor m mo gdkoAa viomomoiurn. Ewdwotepa oe
ouvovaoud pe tov milkrunner kou to vendor managed inventory umopovv va HEIwBovV dpacTikd To
amoféparta Kot xpovog mTopakoAovnong g amodnKnc.
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“Innovation distinguishes between a leader and a follower.”

Steve Jobs (Jobs)

American entrepreneur and inventor
ENOTHTA 3: Néa ypappi) mapaywyrg — MeA£tn tepimtwong

3.1 H etaupeia B/S/H Owuokég Zvokevéc ABE

H BSH Owioxég Xvokevég A.B.E. eivar péhog tov opidov BSH Bosch und Siemens Hausgeréte
GmbH, tov peyadHtepov KOTAGKELOGTH OKIOK®OV GLGKEVOV 6TV Evpdm).

O 6uhog mpoékvye and v kowomposio, N omoia cvotabnke to 1967 peta&d tov Robert Bosch
GmbH (Ztovtydpdn) kot g Siemens AG (Movayo), kot 1o 2011 katéypaye etioleg nwincelg 9,6
dwoekatoppvpro evp®. H BSH mpoceépet peydleg okiokéc GLOKEVES, KOTAVOAMTIKA TPoidvTa Kot
owakn texvoroyia. Ta televtaio déka ypdvia N etoupia Exet avomtvyBel paydaio. Enpepo, 1 BSH
dwbéter 42 gpyootaoia o 13 ydpeg oty Evponn, tic HITA, t Aotwvik) Apepkn kot v Acio. Xe
GLVOLOCUO pe €va TOYKOGUO OTKTLO TOANGEWMY Kot eELTNPETNONG TEAUTAOV, 1| otkoyévela g BSH
aroaptiletan onpepa ond mepimov 70 etoupeieg o€ 49 ydPeg, He GLVOMKO EPYUTIKO OLVOUIKO GYEOOV
45.000 avOpormv. H £dpa g etopiag Bpioketon oto Mdvayo.

Kevipikd poro 610 yaptopurdkio tov opilov Koatéyovv ot papkeg Bosch kot Siemens. Me tig €6
eEedkevpéveg papkeg (Gaggenau, Neff, Thermador, Constructa, Viva, Ufesa ka1 Junker), 1 BSH
Slo@aAilel 0Tl KavomowoLVTOL Ol 1Wwitepes omaltoelg kibe meAdtn. Zvyxpovemg, TECCEPLS
nepupepelokés pdpkeg (Balay, Pitsos, Profilo kar Coldex) eEaocpaiilovv evpela mopovsio oTig
avtiotoryeg ayopéc. H yxbpo mpoidoviov mepthapfavel pPeyOAeC Kol UIKPES OIKIOKEG OLOKEVEG,
GLGKEVEC Y10 T PPOVTION TV damEd®V Kol GLOKEVEG {eGTOV VEPOD.

Ot evépyeteg kot 1 avdmtuén g etoupeiog Pacilovion o Evav oTPATNYIKO TPOCAVATOMGUO TPOS TNV
oot to Kot v Kouvotopio. H BSH eumioteveron ta povadikd mpoidovia g Kot v Tpoctifépevn
a&ilo Toug 6ToVg ToElG TG amdOOoNG, TNG TPAKTIKOTNTOG KOl TNG PLAMKOTNTOS TPOS To YpNoth. Etot, o
Omwog dnuovpyel T1g mpodmobéoelg yoo HakpompoOdesun 1KOVOTOINoT TOV TEAATMOV TOV Kol
EUMIGTOGUVT] TOV KOTOVOAOTOV oTig papkeg s BSH. Xe avtd to mhaicto, 1 BSH éxet avayvopicet
€0 Ko kapo to {Tua TG evaicOnTomoinomg yuo o TEPPAAAOV Kot oyeOALEL TIG TOMTIKES TNG LE
Baon avt. Me ) petddooon g teyvoyvociog evtog tov Opidov BSH, dtacealiileton ) etoupeio O€tet
TOYKOGULOL TPOTVTO KOl 6TO HETOTO NG Tpootaciog Tov mepiaiiovtoc. H BSH deopeveton amd v
VILOGYECN TNG Y10 SLOTPNOT TNG OEWPOPIOG KO ETOUEVMG LIELHVYT OLAYEIPIOT TOV PVGIKDOV TOP®V.

H BSH Owwokég vokevég ABE €xet v €6pa ¢ oty Knoeioid, 6mov kat oteydloviot o eumopikdg
TOUENG KOl O TOUENS HLAPKETIVYK, DITOKOTACTNUO TOANCE®Y 0TV ®EGGAAOVIKY, TOPAY®YIKY LOVAda
OIKIOK®V cvokev®V otov Ay. 1. Pévin kot amoBnkevtikovg ymdpovg otov AcTpoOmupyo ATTIKNG.
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AwBétel emiong éva OAOKANP®UEVO OIKTLO service OIKIOK®OV CLOKELV®V o€ OAn tnv EAAGOa, pe
KEVIPIKEG Hovadeg omnv AOBnvo, oty Beoccarovikn, oty Ildtpa, oto Hpdxiewo Kpng wat
ovuPepinuéva cuvepyeio og OAN v EAAGOO.

To 1977, n BSH kot n Siemens e&ayopacav to 60% tov petoyikov kepaiaiov g [NITZOX AE, piog
EMMNVIKNG ETAPELNG OIKLOKOV GLGKELMVY 1) omoia eiye 10pvOel To 1865 Kot £xel pokpd mopddocn GtV
eyyopila ayopd. Amo 1o 1996, n Bosch, n Siemens kat 1 Pitsos dpactnplomolovviay amd Kool e v
enovopia BSP. To 1998 n udpxa Gaggenau kot to 2002 1 papka Neff, evoopatddnkav oty BSP.
[Ipooopata, N etapeio perovopdomke oe BSH Owokég Zvokevéc ABE. Katéyel nyetikn 0éon oty
eMVIK) ayopd pe pepidlo mave omd 40% Ocov agopd TG AEVKEG OIKLOKEG GLGKEVEC, €VO M
eCaymykn g SpacTnPdTTe. AVEAVETAL GUVEXMDC KOl EKTEIVETOL OTIC EVPMTOIKES YOPES KAl GTNV
Konpo. O 1lipog ¢ avépyetar ota 266 ekatop. €, ek Tov onoimv ta 53 gkotop. € aviioTtotyodv oTIg
sEaymyéc.®

3.2 H véa ypouun mopaywyng — to YopaKTNPIoTIKE TOL £pYOV

Attieg Avadiopyavwong

2mv gykatdotacn e B/S/H otov Ay. 1. Pévin Aettovpyodv dVo mapaymyikés povades, pio yo
Topay®yn €AE00EpmOV MAEKTPIKAOV WYouyeiov kol pio yuoo Topaymyr eAevBepmv Kol EVIOWIGUEVOV
@ovpvev. At tov Defpovdpilo Tov 2012 dpyroe to otadiokd phase out TG TapAy®YNG TOL YuyEiov
HE OKOTO TNV €MEKTOCT] TNG TOPAYOYNS TOV KOVLIVOV GE OAOKANPN TNV E£YKATAGTACT|. XT0 TAOIGLO
avtng aAlayng, m owiknon poli pe to Industrial Engineering amo@dcicov vo Tpoympnoovy ce
avafaduion tov HOVIEAOL TTOPAY®YNG LE OKOTO VO KAVOLV TNV TOPAY®YN TO EVEMKTY GE OAAAYES
KOLL TTO OTOOOTIKY.

Muw and 11 peydieg aAhayég oy mapaymyn tov ehevBepwv kovlivaov 60cm kot 70 cm givor to
project aAlayng amd ypapuun straight line, Tpodnv ypauun cvvapuoidynons yoyeiov, og u-shape line.
210 £py0oTdo1o Asttovpyohv akdun dvo ypappég Tomov straight line yio tnv mopaymyn| eviotiopévav
@oVPVOV Kot 6TL®V. Ot BacikdTEPOL AOYOL Y10 0VTH TNV avadlopydvmon givat:

- H U-shape Line divet mv odvvatomta eveMéilog kol mopaymyng Heyaiov oplfuov
SWPOPETIKOV  HOVIEA®V TOL 1010V TPOIOVTOG e  OPOPETIKE  yopaktnplotikd. Kopro
TAEOVEKTN LA £IVOIL 1] SLVOTOTNTA YPIYOP®OV OALLYDV

- Zmv straight Line vndpyel mivia meploptopévog yMPOG Yoo TV TOTOOETNON TOV LMK®OV
TOPAYOYNG Kot OYL TAVTO TOAD KOVTIA GTOV EPYATT).

- H straight line 6ev umopel va avramoxpfel peAlovtikd oty advénomn Tov 0YKOL Topoym®yng
TV gviolylopévav eovpvav. Avtibeta, n U-shape line, pmopei va piho&evioetl kot ta dvo,
e&loov anoteAesOTIKA.

59 http://www.bsh-group.gr/index.php?page=105152
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- H damdvn g petatponng oe U-shape, elvatl oyetkd pukpn kabog pmopel va aglomombei o
1060010 70% vrdpyov eE0TAGIOG KOl UMY OVI LLALTO.

To avTtiKeiplevo Tou €pyou

Q¢ avtikeipevo tov épyov opileTon 1 €yKOTAGTAOT TNG VENS YPOUUNS GUVAPUOAOYNONG eAehBepmv
Kou{v®Vv TOmov u-shape Kot TV eTPEPOVS VIO - TUNUATOV TNG TNV BEon TS TOAMAS YPOUUNG TTPO -
ocuvappordynong yoyeiov, Tomov straight line.

To XpovoSLaypapjLo Tov £pyou

Exxivnon épyov : cw 36 /2012

[Tepdtmwon épyov: cw 4 /2013

Apykn ekTILOUEVT GLVOMKT) Otbpkela: 21 Bdopadeg
OLtopoL Tou £pyou

H xatavoun tov épyov £yive katd Aettovpyieg a&lomoumdvtag TPoicTapéVOLS Kot VIOAAAOVS Ao To
bpeco epmiekdpevo TUNUOTO  (EQOOIOCTIKY TOPAYOYNG, UNYOVIKOV TOPAY®OYNG, OCULVINPNONG,
TOPAYOYNG, £PpEVVAG & aVATTLENG, TOL0TIKOD EAEYYOL KOl TANPOPOPIKTG).

To épyo givon kabodnyoduevo and tov Project Manager, omoiog éxet Tov £Aeyy0 TOL GLVTOVIGUOV KoL
MG Ooiknong tov épyov. AKOuUN €xel oplotel 0 SPONSOr, TOV 0mOioL 0 POAOG €V TTPOKEIUEV®, £ivar
BonOntikég mpoc tov project manager. Tvykekpuéva SCPOAILEL TNV OUOAY GULVEPYELD TMV
EMUEPOVS TUNUATOV GE TEPITTOON AVTITAPUOEGEDV.

To steering Committee mov amoteAeiton amd to top board of management tng etaipeiog eivor o
stakeholder tov épyov kou aokei mieon mpog Tov project manager ywo v enitevén Tov KOAVTEPOL
dVVaTOV amOTEAEGLOTOG GTOV TPOKAHOPIGIEVO YPOVO Kot LE TO YOUNAITEPO dVVATO KOGTOG,.

TéNoG, Y10 KATO1EG Ao TIG EMUEPOVS PACELG TOV £PYOL TPOGANPONKE EpYOLAPOG.

Y10 onueio avtd o&iler va avoaeépovpe OTL T KUPLOTEPA TAEOVEKTNUOTA OVTNG TNG HOPONG
opyavmong eilva:

- [opovoidler peydAn evivywsio ommv aflomoinon tov TPOCOMKOV, KAODG ovtd pmopel va
amoacyoleitol amd £pyo o€ £pyo avaAoya LE TIG AVAYKEG TOL OPYOVIGUOD.

- H eunepia mov cvoowpedetar amd v vAomoinon dapopwv Epymv, dtoyéetar 6° 0AOKANPO TOV
0pYOVIGUO.

- Xe mepintwon vVoapéng TpoPANUATOV KIvnTOTOEITOL EVKOAOTEPU OAOKANPOG O OPYOVIGUOG.

- O1 mep1ocdTEPOL VTAAANAOL TPOTILOVY OVTOV TOV TLTOMONUEVO TPOTO EPYOCING, O OMOIOC TOVG
TpocPépel Kot otafepdtnTa BEoMG Kot EVOAAAYT EVIVTOCEWV.

Evo ta pelovektiuata g Opydvomong koatd Agttovpyio
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- Ot gumhexdpevol oto €pyo aicBdvovtal Oti, dev yvopilovv ce modv v’ anevBouvhodv yia to €pyo,
dedoUEVOL OTL TO £pY0 TTAPOLGLALETOL G OV TOVG ATPOCHOTO.

- Agv gvtomiletat evkolo 0 VTELHVLVOC YO KAOE TPOKVLTTOV TPOPANLLAL.

- Kabe tpunpo acyoreiton po kaOe £pyo kAT TPOTEPALOTNTO, LE AMOTEAEGILO TNV OTOAELL YPOVOUL.

Steering Committee
tD|d Sponsor
E. Geo
Project Manager
A Pol
I
| | [ | | | |
Supply Chain | |Industrial Engineering TS Production Development am IT
E. Ntan K. Mast Gian Kara Papath FI]Ip Rach
5. Sta D.Das Papa
T Kan
A.Fan

Ewodva 18 Opyavoypappa épyou - project U-shape Line - B/S/H ABE™

3.3 O1 paoelg Tov £pyov

YUYKEKPEVO, YLOL TNV EYKATACTACT TNG VEOG YPOUUNG Topaywyns g kovlivag amorteiton
TOVTOYPOVE ATOGVPST dVO OO TIG TPELS YPAULUES TOV YLYEIOD KO TOVLTOYPOVO LETAPOPE TNG YPOLLUNG
PO - GLVOUOAOYNONG Yo TNV Tpitn Tov Yuyeiov. To yeyovdg avtd kabiotd to €pyo daitepa
ovvOeto. ['a tov Adyo avtd givar Ywpiopévo o VIO —EPYa, To. OTOI0L EV TPOKEWEVE® OVIAVOVTOL MG
summary tasks.

Ov pdoelg tov €pyov eivorl yopiopéves KoTd Agttovpyio kot Oyt XPoviKa KaODS apKeTES epyacieg
TpéNEL Vo, yivovtal TauToxpova. Alokpivovial og déKo mEPIANTTIKEG epyacieg (summary task), ot
omoieg OmMOTEAOVVTOL Omd EMUEPOVS EPYOUGIES. ZTNN TPOYHOTIKOTNTO KAOE TEPIANTTIKY epyacia
amotelel Eva VO —€PYO TO ATOTEAEG LT TOV OTOI0V ENXNPEALOVY ¥POVIKA KOl TOLOTIKA TNV TEAELTAIO
edon Tov épyov, mov eivor to U-shape optimization. Ov mepunmtikéc epyaociec cvuPaivovv
TovTOYpOove. LETAED Tovg Kot aAAnioemnpedloviat. O un GeplaKdc YopaKkTipos ToL £pyov 10 KaboTd
aitepa TOAVTAOKO oTnV enelepyacio Kot TV TapaKoiovdnon.

Ewdwotepa, 0nme gaiveton kot otov mivaka 1 Sloakpivove TIg TopaKAT® TEPIANTTIKEG EPYUCIES:

- Installation of Bridge & additional conveyors

H epyocio avt apopd 61OV oYeO1AGUO Kol EYKATAGTACT] EE0TAMGLOD OVOQOPIKA LE TNV VEQ
ypapun mapoaywyns U-shape, addd kou v Tpitn ypappr tov yoysiov mov Ba mapapeivel petd

70 Ma A\Gyoug MpooTaciog mMpoowItkwy SeSopévwy, Sev avadEpPovTol Ta TPAYHOTIKA OVOLOTO TwV avEpWITwyY Tou
£pYAOTNKAV OTO £pYO.
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™mv olokAnpwon tov épyov. H eykatdotaon 0o mpaypoatomomBel amd epyordfo, agov
TPONYOHUEVOS 0vOALOOVV TPOCPOPES amd eEWTEPIKOVS GLUVEPYATEC.

Logistics Preparation

H epyacio avt) mepthapfdvel Tov oxed100UO TOV GUGTHUATOS TPOPOSOGIOG TNG VENS YPOLUNG
U-shape, 10 omoio Oa yivetow pe tv pébodo Kanban xor tov Milk runner. H avdivon
wepAapPavet v a&loldynon OA®mv TV & VA®V Tov B ¥PNGILOTOI0VVIOL GTNV VENL YPOLLUN
Kol TOV TPOYpappatiopd tov Milk runner, aALG kot Tov picking zones.

Racks Preparation

[Ipdkertan yio Tov oxed1acUd TOV paeLdV dimho 6Tovg 6Tadovg epyaciog tepuetpikd tov U-
shape line, aAAd TG YpoOUUNS TOL Yvyeiov oL Ba Topapeivel, €POGOV TPOKEITOL VO
petapepbet oe véo onueio.

Sub-assemblies

[Tpdkettan yio TIg EMPUEPOVS KPOTEPES YPOUUEG TPO — GUVAPUOAOGYNONG OV Bal TPOPOSOTOVV
mv kvpiog ypapun U-shape line. 'Eva mopddetypo pmopel vo omotelel 1 KOTOGKELT TOV
TOPTOV TV QOVpveV oe Egyoplot) pepovouévn ypouur. To Output pog tétolag
HELOVOUEVNG ovykevTpadveTol pe thv pébodo Kanban oto onpeio cvvappordynong g U-
shape.

Line Balancing

Mo mv véa ypappn mopaywyns eivol amapaitntog o vwoloyicpds twv Bécewv gpyaciog
avéioyo pe Tov emBLUNTO opOUd TOPAYOUEVOV GLOKELGOV oVl ®pa. Mg GAla AOyl GTO
016010 aVTd VoAoYileTon N e&160pPOHTNON TNG VENS YPOUUUNG TOPAYOYNG.

Area Preparation

H mpoegtoacio tov ydpov apopd oIV OToGLVOPUOAOYNOT TOV YPOUUOV TOPOY®YNS TOV
yuyeiov mov B GTORATACOVY Vo AEITOVPYOVV KOl OVTIOTOLYO GTN LETOPOPE KOl EYKATAGTAON
oV €EOMMGHOD Y10 TNV VEQ YPOUUY.

TT Line Shift

[Ipoxertan yioo TNV TPOETOOGIO KO HETEYKOTACTOON TNG YPOUUNG TOL yuyeiov mov Oa
ovveyioel va, Aettovpyel HETA TNV OAOKANP®OGN TOL €PYov. AQPOpPA GTNV TPOETOLLAGIO TOV
YOPOL Kot TOV 6YEdaGHO Tov layout tng ypappnc.

FTH special equipment

Mo amd TG ONUAVTIKOTEPEG EPYOCIEC TOL TPEMEL VAL YIVOUV OPOPOLY OTIS OOKIUEG TOV
eComhopod g véag ypouuns. Ewdwodtepa oe avty v @dorm yivovtor OS0KEG TOL
NAEKTPOAOYIKOV EEOMAMGOD KO GUYKEKPIUEVA TOL UNYOVIGHOD emaAnBevong Asttovpyiog Twv
TOPAYOUEVOV GLGKEVDV.
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Personnel training

Eniong onuoavtikn dwdikacio eival 1 eKToid€LGT TOL TPOGMOTIKOD KOl 01 SOKIUES EVOALAYNG
0écewv epyaciog avapopikd pe To véo TOHTO ypouung tapaywync. Ot epyalduevol Bo mpémet va
EKTOOEVTOVY KOl VO SOKILAGTOVY GTO VEO GTLA TTOPAYWYNG.

U-Shape optimization

[Ipoxertanr yioo v mopoakoAoHONGCT NG ATOSOTIKOTNTOS TNG VENS YPOUUNG ME TNV Evapén
Aertovpyiog ™e. o v emtuyn ohokANpwon tov €pyov amorteitor 1 mopaKoAovOnon g
mopelag ™G VENG YPOUUNG TOPAY®OYNG YO TOLAGYICTOV £V EAAYIOTO OLACTNUO UETA TNV
gykataotaon G O eldyiotoc ypovog Ba elvar n mpotn gfdoudda mapaymyng. XTnv
TPOYUATIKOTNTO 1 VEQ YpOuUn Oa vTOKeLTaL 6€ GUVEYELS BEATIOGELS Y10 TOVAAYIGTOV Eva YpOVO
petd v évapén Aettovpyiog me.

Avogopikd pe to opocTua, vIapyovy tpia Pacikd, ta onoio kabopilovv v mopeia tov €pyov. To
npdto givar to Kick-off meeting «katd to omoio yivetan  mapovsioon tov £pyov kot 1 avabeon. To
kick-off meeting ovclactikd onpotodotel v Evapén tov €pyov, OBswpeitor onueio pe YPOVIKN
dwapketa t=0. Ta endpeva 600 Opdonua etvar KaboptoTikd yio TV Topeia Tov £pyov kabmg amotelovv
TOVTOYPOVE. YPOVIKOVG TePoptopovs. IIpodkertar yio to TéAog NG mapoy®ynsg Kol GTr GLVEXELL
amocLpot TV 000 Ao TIg TPElS Ypaupés Tov yuyeiov. Ta yeyovota avtd ivol onpovtikd yio to £€pyo
KkaBmg o1 avticTory ol ydpot TpoKeLTan vo a&lomombovy Yoo TNV LETEYKATAGTACT) TG YPOUUNG TTPO -
GLUVAPHOADYNONG TNG TPITNG YPOUUNS TOV YLYEIOL Ko OvTioTOYO £YKATAGTAOT TG VENG Ypouung U-
shape. Ymapyetl axdun va teAentaio opOGNUO OV £lval 1 EQPUPLOYT GE AEITOVPYIO TNG VENG YPOUUNG
U- shape. Xto onpueio avtd mpénet va ovapEPove OTL TO £pY0 OEV OLOKANPAOVETAL LLE TV EYKATACTOOT
™G VENS YPOULUNG. ATonteiTon Kot TapakoAovOnom TG amodoTikdTnTag TS, TO 0Toio givor 1) TelevTaia
(AGT TOL £PYOV, SIUPKELNG TECTAP®V EROOLASMV.

H avdBeomn otovg mopovg, apopd VTOAANAOVS Kot TPOIGTAUEVOLS Oomtd Ta eumAekopeva Tunpato. Kot
" g€aipeon N mepinmtwon tov «Maintenance»  6mov 1 avéfeon dev aPOPE GLYKEKPLUEVO TPOGMTO,
OAAGQ YEVIKA avOpAOTOVG 0md TO TUNHO TNG Zuvtpnons. Ot TEPIMTOGELS AVTES 0POPOVY TOPOVS TVITOV
work, evd n mepintoon tov eEmtepikov cuvepydrn Oa yapaktnpiobei wg material oto MS. Project,
6mov Ba yivel | avdAivon Tov £pyov.
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Nivakag 1 Aopikry AvéAuon tou Epyou (WBS)”*

WBS ~ Task_Name

Kick-off meeting
Installation of Bridge & additional conveyors
Decision about U-shape & TT line final position

Preparation of specification for connection of U-shape with existing line, offers by subcontractor

Preparation of new conveyors / bridge

Installation of conveyors & elevator #1 to existing collector line
Installation of elavator#2 to U-shape & Bridge

Logistics Preparation

Preparation of a list with the required materials for the assy of all the Vibs, Group in variants
Gathering of material information (i.e. packaging from suppliers) & selection of transportation box for assembly line

Kanban/Supermarket/ Milkrunner calculation

Order of logistics equipment

Organizing picking zones and warehouse area

Preparation of milkrunner program for variants

Pre-production of stock in line3

Racks Preparation

Design/construction of new racks

Installation of new racks to FAK area

Sub-assemblies

Preparation of sub-assemblies layout

Preparation of air and lighting infrastructure of sub-assemblies
Transfer of sub-assemblies to new position

Line Balancing

Preparation of line balancing

Area Preparation

End of KGN production

Dismantling of KGN line

End of KDN production (22 Nov.)

Dismantling of KDN line

Preparation of ground-floor for installation of U shape & sub-assemblies
Preparation of ground-floor for TKS installation

Preparation of ground-floor for installation of 2 elevators

TT Line Shift

Trial of TKS carrier loading from new position

Preparation of detailed TKS new position layout

Preparation of specification for suppliers

Offer from supplier

Detailed description of oven & conveyors modifications

Specification of required air / lighting infrastructure modifications
Preparation of software program for TKS carrier & conveyors
Preparation of timeline for KDN & KGN fixture dismantling
Specification of area for KDN & KGN fixtures transfer

Specification of area for KDN conveyors transfer

TKS material flow & required layout / corridor modification
Investigation of new method for inner-liner transfer from COMI to line
Investigation of new position for Top electronic and timeline for its transfer
Investigation of new position for Gruko office + buffer and timeline for its transfer
Investigation of repair area reduction

Preparation of air and lighting infrastructure of TT line

Transfer of TT line to new area

FTH special equipment

Preparation of area for test of FTH special equipment (i.e. Elabo, workpiece carriers)
Preparation & Test of FTH special equipment (i.e. Elabo, workpiece carriers)
Preparation of Elabo

Electrical Trial of WPC

Trial of Battery chargers

Trial of lifting device for concrete

Order of new baterries for WPC

Preparation of fixtures for WPC (for palets)

Personnel training

Job rotation

Training with work-piece carrier

Training on new test stations

Start of production in U-shape line

Ramp-up

U-Shape optimization

7L MnyA: B/S/H A.B.E

~ | Resource_lnitial: * | Type

P;D;D;F;G;K;M;P;S; K
P

Zunvuvuvuononx ©w nvn
o

=

P;M
M;S

F;K

Fixed Duration Yes
Fixed Duratior No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duratior Yes
Fixed Duratior No
Fixed Duration No
Fixed Duratior No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior Yes
Fixed Duration No
Fixed Duration No
Fixed Duration No
Fixed Duratior No
Fixed Duration No
Fixed Duration No

~ Summary

~ | Mileston *

No
Yes
No
No
No
No
No
No

Yes
No
No
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3.4 Extiunon ypovodiaypdupatog tov épyov pe v uébodo PERT

Mo and T11g Pooikég emomwiels kKaOe KATAOKEVAGTIKNG emyeipnong, N omoia €xel avaAdfer v
exTéAEON €VOC €pyov, eivan M Peltioon TG TOPAy®YIKOTNTOS TOV OLVOUIKOD KOl 1 UEIDMON TOV
GLUVOAMKOD KOGTOVLG TOV £pYyov. Amatteital, cUVETADS, 0pBOLOYIKOG TPOYPAUUATIOCUOS KOl OPYAVMCN
TOV EPYUCIOV, OOTE VO OTOPELYOOVV AMMOAEIEG EPYOTOMPOV KOl TEPIOOOL aKVNGIOG TOV
UNYOVOAOYIKOD EEOTAIGHOV AOY® KOKNG KATAVOUNG TOV GTO £PYO.

H extéheon, xotd ocvvémeln, KAOe £pyov amoutel TNV €K TOV TPOTEPOV UEAETN KOL TOV YPOVIKO
TPOYPOUUATIGHO TNG VAOTOINGCNG TOV, MOTE va. emTELYDel 1 TayOTEPT KOl OIKOVOKOTEPT EKTEAEON
tov. [l T0 AOY0 avTo, peAeTdTon 1 AvAAVoT OAMV TOV EPYUCLOV KOl TOV dPACTNPIOTHTOV Ol OTOIES
npénel vo. OLOKANp®BoV yia v ektéleot) kdbe Epyov.

H pébodoc Pert (Project Evaluation and Review Technique) emivondnke pe otdéyo v kdAoyn g
EMKIVOLVOTNTAG TOV TPOEPYETOL OO ATPOPAENTOVS TAPAYOVTEG. Zekivnoe va epapuoleTal oe Epya
nov mapovctdlovy gvaicOncio oe mBavEg Ypovikég HETAUPOAES TV dPACTNPLOTATOV TOVS, OTMS Yo
TOPASELYILO EPYOL TTOV EKTEAOVVTOL Y10l TPOTY POPU, KOTAGKELAOGTIKA £pya, gvaicnta o1 Kopikés
OLVONKEG KTA.. Y1o Vo KaTtaAnEeL va xpnotpomoteitan oyedov e OA T £pyaL.

[Teprypaopn g pebodoov
"o k60e dpactnprotra opilovrar Tpeig xpovikéc O1ApKELEG:

- O Aw1060E0g Xpovog (Optimistic time) a, mov ekepaletl TG mo os10d0EEG TpoPAdyetg (dtav Ola
épBovv PoAikd).

- O Anaic1600&og Xpdvog (Pessimistic Time) b, mov exepdlet T1g amaict660&eg mpoPréyelg (dtav Ol
éM0ovv avdhmoda).

- O IMBavog Xpovog (Most Likely Time) m, mov ekeppdler avtd, mov ocvvifwg cvuPaivel (to
OTOTIGTIKA TOAVO).

H Méon Ty (Mean) tg katavoung Bita kabopilet tov Avapevouevo Xpovo (Expected Time) — Te
KkéBe OpaoctnpoTToc, ONANdY TOov amapaitnto péco ypdvo yw v ektéleon. 'Erol oe kdbe
dpactnpoTTa i Oo avTIoTol EL [a YpoVIKN d1dpKeLa oL dlveTon amd TV oyéon:

To — (a +4m +D)
' 6

H Awkbdpavon 1 dacmopd (Variance) Oi2 tov ypoévov kGe dpactnpioTntag i GUUmITTEL pe T

dwakvpavon g Katavoung Bnita yio v omoia woyvet:

1

ol (b!. ;a,.))g
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H odwxvpaven tov ypoévov O6A0DL TOL £pyov 0.2 16ovto pe to dGOpowcuo TV SOKLUAVGEDY TMV
dOpaoTNPOTATOV NG KPIowng Oadpoung Tov. Av VTEPYOLV TEPIGGOTEPEC TNG MUIOG KPICIUES OLOOPOUES
YpPNOoLoTOlEiTaL EKEIVT, TOL £XEL TN LEYOADTEPT] SLAKVLLOVGT).

Baowm mpotimdbeon, yioo tov vmoroyiopd g mbavotntoag oAokAnpwong evog €pyov otov Taxto
Xpovo Ty, eivor n mapadoyn, 0t avtdg o ypdvog axorovbei v Kavoviky Katovoun (Normal
Distribution).

Tipn petapintiic X Kavoviknig Katavourg

Ix—Tn
o

oA

X =

Taxtég ypévog

Ty=Xo,,+1n

Me Bdon to mopamdvw MPOKUTITEL O TtivaKag 2
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Nivakag 2 ektipnon xpodiaypapparog épyou e PERT Analysis

WBS - Task_Name

1

1.1
1.2
121
1.2.2
123
124
125
13
13.1
13.2
133
13.4
135
13.6
13.7
14
141
1.4.2
15
15.1
15.2
153
1.6
16.1
1.7
171
17.2
1.7.3
17.4
175
17.6
1.7.7
1.8
181
182
183
184
185
1.8.6
187
1.8.8
189
1.8.10
1.8.11
1.8.12
1.8.13
1.8.14
1.8.15
1.8.16
1.8.17
1.9
19.1
1.9.2
193
1.9.4
1.9.5
1.9.6
19.7
1.9.8
1.10
1.10.1
1.10.2
1.103
111
112
113

U-shape line 2

Kick-off meeting

Installation of Bridge & additional conveyors
Decision about U-shape & TT line final position

Preparation of specification for connection of U-shape with existing line, offers by subcontractor

Preparation of new conveyors / bridge

Installation of conveyors & elevator #1 to existing collector line
Installation of elavator#2 to U-shape & Bridge

Logistics Preparation

Preparation of a list with the required materials for the assy of all the Vibs, Group in variants
Gathering of material information (i.e. packaging from suppliers) & selection of transportation box for assembly line

Kanban/Supermarket/ Milkrunner calculation

Order of logistics equipment

Organizing picking zones and warehouse area

Preparation of milkrunner program for variants

Pre-production of stock in line3

Racks Preparation

Design/construction of new racks

Installation of new racks to FAK area

Sub-assemblies

Preparation of sub-assemblies layout

Preparation of air and lighting infrastructure of sub-assemblies
Transfer of sub-assemblies to new position

Line Balancing

Preparation of line balancing

Area Preparation

End of KGN production

Dismantling of KGN line

End of KDN production (22 Nov.)

Dismantling of KDN line

Preparation of ground-floor for installation of U shape & sub-assemblies
Preparation of ground-floor for TKS installation

Preparation of ground-floor for installation of 2 elevators

TT Line Shift

Trial of TKS carrier loading from new position

Preparation of detailed TKS new position layout

Preparation of specification for suppliers

Offer from supplier

Detailed description of oven & conveyors modifications

Specification of required air / lighting infrastructure modifications
Preparation of software program for TKS carrier & conveyors
Preparation of timeline for KDN & KGN fixture dismantling
Specification of area for KDN & KGN fixtures transfer

Specification of area for KDN conveyors transfer

TKS material flow & required layout / corridor modification
Investigation of new method for inner-liner transfer from COMI to line
Investigation of new position for Top electronic and timeline for its transfer
Investigation of new position for Gruko office + buffer and timeline for its transfer
Investigation of repair area reduction

Preparation of air and lighting infrastructure of TT line

Transfer of TT line to new area

FTH special equipment

Preparation of area for test of FTH special equipment (i.e. Elabo, workpiece carriers)
Preparation & Test of FTH special equipment (i.e. Elabo, workpiece carriers)
Preparation of Elabo

Electrical Trial of WPC

Trial of Battery chargers

Trial of lifting device for concrete

Order of new baterries for WPC

Preparation of fixtures for WPC (for palets)

Personnel training

Job rotation

Training with work-piece carrier

Training on new test stations

Start of production in U-shape line

Ramp-up

U-Shape optimization

ENOTHTA 3: Néa ypappn napaywyng — Meletn nepintwong

- Duratio v | Optimistic Duratior ~ |Expected Duration

25,67 wks 23,7 wks
0 wks 0 wks
16 wks 13 wks
1,17wks 1wk
1,67wks 1wk
11,5wks  10wks
1,67wks 1wk
1,67wks 1wk
12,5 wks 11 wks
2,67wks 1wk
3,33wks  2wks
2,5 wks 1wk
1,67wks 1wk
3,83wks 3 wks
3,67wks  2wks
1,67wks 1wk
9,83 wks 10 wks
9,5 wks 8wks
3,33wks  2wks
20,7 wks 18,7 wks
5,33wks 3 wks
3,5wks 2 wks
1,67wks 1wk
6,83 wks 5 wks
6,83 wks 5wks
4,67 wks 5 wks

0 wks 0 wks
1,17wks 1wk
0 wks 0 wks

1,17wks 1wk
2,5wks 3 wks
1,17wks 1wk
1,83wks 2 wks
19,87 wks 19,7 wks
1,17wks 1wk
1,17wks 1wk
1wk 1wk
1,17wks 1wk
1,33wks 1wk
6,17wks 3 wks
1wk 1wk
1wk 1wk
1,17wks 1wk
1,17wks 1wk
1,17wks 1wk
1,17 wks 1wk
1,17wks 1wk
1wk 1wk
1wk 1wk
3,17wks 3 wks
2 wks 2 wks
15,17 wks 13 wks
1wk 1wk
9,17 wks  5wks
12,17 wks 10 wks
1,17wks 1wk
1,17wks 1wk
1,17wks 1wk
1,17wks 1wk
5,33wks  4wks
20,67 wks 18 wks
13,83 wks 13 wks
3,5wks 2 wks
3,5 wks 2 wks
0 wks 0 wks
1,17wks 1wk
3,83wks 3 wks

27 wks
0 wks
17 wks
1wk

2 wks
12 wks
2 wks

2 wks
13 wks
3 wks
4 wks

3 wks

2 wks
4wks
4 wks

2 wks
10 wks
10 wks
4 wks
21,7 wks
6 wks
4 wks

2 wks
7 wks
7 wks
5 wks
0 wks
1wk

0 wks
1wk

3 wks
1wk

2 wks
19,7 wks
1wk
1wk
1wk
1wk
1wk

7 wks
1wk
1wk
1wk
1wk
1wk
1wk
1wk
1wk
1wk
3wks

2 wks
16 wks
1wk
10 wks
13 wks
1wk
1wk
1wk
1wk

6 wks
22 wks
14 wks
4 wks
4 wks
0 wks
1wk

4 wks

~ | Pessimistic Duration |~
EWANS
0 wks
19 wks
2wks
2 wks
13 wks
2wks
2 wks
15 wks
5wks
4 wks
4wks
2wks
5wks
6 wks
2 wks
11 wks
11 wks
4 wks
25,7 wks
8wks
5wks
2 wks
10 wks
10 wks
3 wks
0 wks
2 wks
0 wks
2wks
Owks
2wks
1wk
20,7 wks
2 wks
2wks
1wk
2wks
3wks
10 wks
1wk
1wk
2wks
2wks
2wks
2 wks
2wks
1wk
1wk
4wks
2 wks
17 wks
1wk
15 wks
14 wks
2 wks
2wks
2 wks
2 wks
6 wks
22 wks
15 wks
5wks
5wks
0 wks
2wks
5wks

Amo Vv avdivon pe v uébodo Pert mpokvmtel 0TL péylotn O1dpKeL TOL £PYOV UTOPEL VoL PTAGEL TIG
30,7 gfoopadeg, evad n eddyiotn tig 23, 7. H avdivon éywve divovtag Tig €Eng Papdtntec Optimistic: 2,
Expected: 3, Pessimistic: 1. Xtnv €ikova Stokpivovpe T0 KPIGILO LOVOTATL TOV £PYOV, OOV UTOPOVLE

Vo JMGTOGOLUE OTL Ol CNUAVTIKOTEPEG EPYACIES OPOPOVV GTNV TPOETOWLOGIO TG TEPLOYNG VO
VIOdEYTEL TNV VEQ YPOUUN TOPAYDYNG, TNV EYKOTAGTACN Kot EAEYYO TOL £101KOV EEOMAMGHOD KoL TNV
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ekomidevon 1ov TpocomkoD. Edwotepa ot 500 telvTaieg kKpOPouV Kot TOL TEPIGGATEPOVS KIVOVVOUG
Y Tov AOY0 0VTO HITOpEL Vo S10pKEGOVY APKETA 1] KOl VO VENCOLV TO KOGTOG TOV £PYOU.

D | Ouine

oty =T a2 Feb'lz ar'2 hertz My 12 iz W2 R =l [TH or'tZ Tec 12 = Feotd Wart3 Rt iy 73 -3 Wit3 Ay 13 Sl [
el 5 Tya 1926 [2 [o 16 283 6 13 (20 27 5 (121926 [ [0 1823 [30 7 [14[2n 28 4 (1118 [25 2 (9 16123 [20 [6 {a[20 273 [10[e7 [2e 4 [® [15 2220 [5 [12[18 263 [10 17 (28 31 7 [14[20 28 [ (11 va 2[4 [11]18125 1 [& [15 (2228 & [1a[20 [ [3 (1017 (24 1 & [15]22 28] 5 [12[te 2 [2 [ (16 28 0|7
5 181 FanariofisXandros
B v—
ERETT pen
x| 172 T Minenance |
e o
W 14 ';'Maimenm[ssv.l
ERIREE o Tenmatisis]
T e ] is[sh]
w17 @ Tevpaksey]
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ERIEED Daskaakis 108 FGiannoulakos 10%]
ERIRE Dasilakis 155 Pohyzois[15%]
7| 18 Daskaakis[2Fs)
k'] 134 Dagkalakis[25%]
k] 185 Dashealakis[25%]
o 1 Daskalakis[5i]
CRIRT Daskalakis[ 1Sk Giannouiakos[35%]
ERRRTE Ly Deskalais 10 Banevanas 6]
CRRREE L i Dokt Boveancs 53]
PRIRET Daskalakis{10% Barerancs[65]
4 | 1A Daskalakis[10%]
& |1 Daskalakis[10%]
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Ewoéva 19 Critical Path

3.5 Material & info flow management

g autn v gvomta Ba e€etdoovpe TV doon podv TOG0 TV TANPOPOPLOV GGO Kol TV oydddv
Kot Tov épyov kot Bo cuykpivovpe TV mponyoOUe €OV He TNV TPosdmKkopevn. T v Kavtepn
ATOTUTTMOT| Kol dtoyeipion ypnoomodnke n péBodog tov Value stream mapping. ‘Etot, Aowtdv oty
ewova 19 v pon TV TAnpoeopiwv omd TOV TEAATY] GTO TUNUO EQPOOIOGHOD LE TNV YXPNOT TOL
dwdwktvov kol tov ERP gpdcov eivon kowvo. Ev mpoxeipévo o meldtng eivan 1 untpikn etapeio m
omoia 0&xeTOl TOV GHVOAO TOV OYKOV T®V TTOPOYYEAWMV Kot TIG SLUVEUEL GTO SLAPOPO. EPYOSTAGLO TOV
opidov. Enopévac o diaviog emkovoviag eivor kowdg (SAP). Ev cuveygio To Tuqua €podtacpod g
Tapaymyng petagpdler péow 1o MRP 11¢ mapayyeleg oe & VAeg kol petafifdlel T1g avaykeg mg
napayyerleg otovg mpounBevtés. I[MopdAAnio ekdidel €vioAég mMOpOy®YNG OCOUPOVO HE  TIG
napayyeiieg. Ot mapayyeiieg ekteobvTal e GEPA TPOTEPALOTNTOG.

O1 g1oepydueveg @ HAeg amobnkevovtar oto Plant warehouse kot peta@époviar oTny Topay®yn UE
ovomua Push otav {ntmBovv. Kowvdg petapépoviol mocotnTeg cOUP®VO IE TNV GLOKELOGIO TOV

AfloAdynan YAomoinang U-Shaped Mpapprg Suvappoldynone | Apyupw I. Dpaykiaddkn



73 | ENOTHTA 3: Néa ypauun mapaywyns — MeA£tn nepimtwong

npounfevt kot Oyt cOpeove pe v {RTNon G TOPAYOYNG, HE OTOTEAEGUO VO, OMUIOVPYEiTOL
mAeovalov amdOepo GTOV YDPO TNG TOPOUYMYNS KO VoL EAAELYT YDPOV.

Ot ypoppég Tapay®yng EKTEAOVV GEPLOKA TIG EVIOAEG Tapay®yNG Kat divovv wg output otnv amodnkn
eToipmv mTpoldviv 10 mapayBiv sundpevpa. Ev ovveysio n amodnkn tov etoipwv npostondlet kot
OTOGTEAEL TIG TTOPAYYEAEC GTOV TTEAATT.

Straight Line
Value Stream Map (previous status)

Production-Supply Chain
Suppliers
Customer

} Weekly production plan

Finished Finished goods
Plant Warehouse : Pre-Assy fnszy Goods Warehouse

S0 |

E S

» —

P-r-X-Xo) Qm:m—:—5>

Electronic
Information Flow

Push
|:> (finished goods/raw materials
Manual
Information Flow
Push
(to next process)

Ewkéva 20 Straight Line - old status (VSM)
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U- shape Line
Value Stream Map (new status)

Production-Supply Chain
Suppliers
Customer

Weekly production plan

EEEE |
R —

LTS

omn-—r

Plant Warehouse § Pre-Assy1 —FIFO = { U-shape Line \

—FIFO =

Elabo TEST

Pre-Assy2 Warehouse

U-shape Line
aun adeys-n

—_ F":O —_ Finished goods

e

Pre-Assy3

Electronic
Information Flow

Push
|:> (finished goods/raw materials)

Manual
Information Flow
Push

(to next process)
[—————First in first out

- —
&( sequence flow)

D Production
Kanban (batch)

Ewkéva 21 U - shape line - new status (VSM)

Ymv vedtepn €kdoom pe v epapuoyn tov U-shape line, 6nwg PAEmovpe oty ewova 20, vdpyovv
KATOEG PEATIOTUTOMGELS OVOPOPIKE LE TNV POT] VAIKDOV TPOG TNV TOPAY®YN Kot EVTOS aLTG. Apyika
OMUOVLPYOVVTOL TEPIOCOTEPES KOl LUKPOTEPES YPOUUUES TPOGLVAPOLOYNONG Ol OTOIEC TPOPOJOTOVV LE
ocvotnua kanban v Pacwn ypopun ocvvappordynong (u-shape line). Avtictoyyo ot ypoppég
TPOGLVOPLOAGYNOTG TPOPodoTOvVTAL o cvotnpa Kanban - sequence. AnAadn Tpo@odotovvTol e @
VAEC GLUPOVOVO LE TIS EVIOAES TMOPUY®YNG Kol UOVO OTIG amortovpeves mocdtteg kotd MRP.
Avtopdtog peudveTol To OmOBENO GTOV YOPO NG TOPUYWYNS OAAG KOl 6TV omodnkr. AkOun 10
ovomua aArGler and Push oe Pull.Emiong mpeiton mAéov 1o FIFO 16¢ peta&d twv ypoppomv
TAPUY®YNS, 0G0 Kol Tpog TV amodnkn etoipwv. To yeyovog avtd Pektidver v dwoyeipion tov Aabov
Kol TOTIK®OV TpofAnuatov. Emiong xoatd v €£000 TV GLOKEL®OV GO TNV YPOUUY TOPUYM®YNS
yivetal NAEKTPOAOYIKOG EAeYY0G. AVTO TO 6TAdI0 Eivol TOAD onuavTiKO Kabmg PEATIOVEL TV TOWOTNTO
TOV ETOU®V TPOLOVTIOV.
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Me 115 mapomdve oArayéc emTuyydvetal KaAHTepog EAEYX0G Kot dlayeipton Tov Aabdv. Meidvetat
onuavTiKd to pioko kot M ofle ¢ amobnknc. Evrovtolg, avty mn doun amoutel mOAD KoAo
EKTIOOEVIEVO TIPOCOTIKO KOl ELVEMKTI TOPAY®YN, £TCL MOTE VO, OVIOTOKPIVETOL OTIG ENPVIKES
avéopeimoelg g (ntnong. Ev mpokepévo, n U- shape line e&vrnpetel o€ moAd peydlo mocootd avtdv
TOV okomd KaOMG EYE1TNV dLUVATOTNTO VO GLEOUEIDOVEL TV duvoKOTnTO TNG (Capacity) ypiyopo kot
€0KOAQL.

3.6 SWOT Analysis

[No v a&loddynon g LETOTPOTNG TOV HOVTEAOL Tapaywyng omd to straight line oe u-shape eivan
okOmun m aviivon pe v pébodo SWOT, mpokeipevov va gviomicoBodv Ta GLYKPLTIKA
TAEOVEKTNLLATO, OALG Kot 01 amellés. [ v amdeacn g petatpomng eivar e€icov onpavtikni 1060 1
SWOT Analysis, 660 kot 1 a&lohdynon kvdovav, 6mmg 8o dodLEe o ETOUEVT EVOTNTA. AVUPOPIKA LLE
mv a&ordynon ¢ U-shape line o¢ mpog v straight line, mopokdto mapovoidlovior to €€Ng
otoryeio:

Avvatd onpeia (Strengths)

- Eloyotomoinon tov moapaydviov Tov TPOKOAOVV OTMOAEES, OTMG GOKOTEG KIVIGELS TOL
EPYATT, AVOLOVT] TOV £pYATN £0G VO, EpOEL LTPOGTE TOL 1) ETOUEVT) GLGKELT).

- BEveli&la otov mpoypappatiocpd Tov GuVOAKoD aptBpod TopayOUEVOV TEAMKOV TPOTOVTIOV NG
(dvvatdra avEopeimong)

- Avvatdtrog 610popomoinong TS mopay®yns (Tapaymyn TOAADY OLPOPETIKAOV LOVIEAMV)
- I'pnyopoc mpoypapotiodg Kot aAA0yEG TapOoy®YNG
- Avvatdtro Toy0TEPNG OVTILETMIONG GE TOLOTIKE TPOPAN AT
- EvkoAotepn e€1c0ppOmMON TG TOPOY®YNS
- KoAbdtepn emkowvaovio — pony mAnpogopiog kot 6101knom g Opados mopoywyng
Advvarta onpeia (Weaknesses)
- Muwpdtepog 0yKog mapaym®yng cuykpitikd pe tnyv straight line

- Avaykn ywo mepiocdtepn ekmaidevon — o mPEmeL vo. Yvopilel OAa To eSopTHHOTO KOl TNV
ouvappoAdynomn og OAa o EimEdQ

- Meyalvtepn kOO Yo TOV €PYATN — O £pYATNG OEV ivan oTaTIKOG, Kiveitor pall pe 1o Tpoiov
Evkapieg (Opportunities)

- Avvordmra peimong epyatikod duvapkol, Heimon KOGTOVG Tapay®YNng
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- Avvatdmra eykatdotaong U-shape pe younin odamdvn (dev omouteiton €EEISIKEVUEVOG
eEomMaopdg)

- AvvoTtdTnTa EDKOANG EIGAYMYNG VEMV TPOTOVIMV GTNV TOPUY®YN
Arenlég (Threats)
- MeyaAvtepn KOTMON TOV EPYOTAOV - OTOLTEL UKPEG NAMKIEG LE LEYUAVTEPES AVTOYES

- To pukpd output Tapaymyng UTopel va amoTEAEGEL OTEIAN GE o EQPVIKT avEnon g CRtnong

3.7 Avéivon kivovvev kata PMBOK

oppwvo pe to PMBOK, n dwyeipion kwvdovov yiveton pe €6t dwadikooieg, ot omoieg givar o
oxedlacHOc dwxeiptong kwvdvvov (risk management planning), o mpocsdopiouds Kvdvvev (risk
identification), n mowotikn avaivon Kvovvov (qualitative risk analysis), 1 Tocotik| avaivon kivdvvov
(quantitative risk analysis), o oyedlaoudg amdkpiong otovg Kivdvvoug (risk response planning) ko,
TEAOGC, M TOPpaKOAOVON N Kot 0 EAeyyog KivoOvemv (risk monitoring and control).

3.7.1 Avayvopion Kwvdoveov

EeKvovTag TV avdAvcn 6To mapdv EPYo oo TNV OvVOyVAPLIoT TOV KIVOOV@OV, TOVG JKPIVOLUE GE
névte Pacikég Kotnyopies, teYVIKOl, £E®TEPIKOL, EMXEPNOLOKOL, SLOIKNTIKOL, KOl YPNOTIKOL, OTMC
eaivetor 610 mopakdto Sidypoppa. Me Bdaon ovtég ta kotnyopiec Oa Aéyape 611, o OTL APopd
TEYVIKOVG KIVOUVOLG VDTAPYOLV GE OTL apopd TOV €01KO €£0MAMGUO emaAnfevong Asttovpyiag TV
ovokevov (elabo) yio v véa ypopun mopoy®yng. ZVYKEKPIUEVO VTAPYEL O KIVOLVOG Vo pnv
Aertovpyei cootd o unyavicpog avtog (edon FTH special equipment).
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Project

Technical External Organizational Project User
Management
Scope/ Subcontractors & Project A
" . . Estimating Input/
Requirements Suppliers Dependencies N
Commitment
Technology Resources Planning Skills
Complexity Funding Controlling Training
Performa_n_ce & Prioritization Communication
Reliability
Quality

Ewkova 22 Risk identification in categories

Ye 0Tl aQeopd TOVC EEMTEPIKOVS KIVOLVOLS dlokpivovpe Kupiowg Tov Kivduvo un  dpeong
avtamokpiong/kabvotépnong and tovg mpounbevtég Omov owtoi gumhiékovror. (edomn Logistics
Preparation & TT Line Shift).

Ye emyelpnolokd emMinedo 0 ONUAVTIKOTEPOS Kivouvog agopd v kabvotépnon tov €pyov AOYO
eCaptnoewv TV peAdV kol un EexdBapwv mpotepalot)TOV. ATd O10KNTIKN dmoyn ot Kivdvvol
aQOPOVV KLPIWS TNV U1 KOAN ETKOVOVIR KO pOT) TANPOPOPING KOl TOV EAEYYO TOV £PYOV.

X eninedo TeEMKOV Yp1oTN O MO GTOLOOIOG KIVOLVOG APOPA GTNV U ATOTEAECUATIKY EKTOIOEVOT TOV
TPOCMOTIKOL OV O SOLVAEWYEL 6NV VEQ Ypapuun Topaywyng (pdon Personnel training).

EwWwotepa €dv OéAape vo SOVHE CLYKEVIPOTIKGA TOVS KIVOUVOLS, OVTOL TOPOLGLALOVTIOL GTOV
TOPOKAT® Tivako 3.
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Nivakag 3 Risk identification

Risk category Risk trigger Potential outcome Raised By

technical possibility that mechanism false results in Preparation & Test of FTH special equipment
won't work properly (i.e. Elabo, workpiece carriers)

external no response from delay of Installation of Bridge & Supplier/Subcontractor
Suppliers or Subcontractor additional conveyors

organizational no response to priorities delay in preparing tasks project team

project lack of information flow delay in preparing tasks or further  project team

management conflict in the hole project

user lack of understanding of delay in the Personnel training Traineed personel
the new way of
production

3.7.2 Avéivon Kwvoovev

Metd Vv avayvopion Tov Kvobvev Tov €pyov Oa TpEnel Vo TPOYMPNGOVLE GTNV OVAAVGCT] TOVC.
Kotd to PMBOK 0o mpénet va mponynbetl momrikn avdivon kot kotémy mocotikn. Ewdwotepa Oa
npénel va evromicfel n mBoavotnta va cupPel o kivovvog kol To ATOTEAEGLOTA TOV KVOHVOL £POGOV

npoypatoromBel. T v mbavoétnto va evepyomomBel €vag kivovvog oynuartiletal o TopoKAT®
nivakag 4 pe Bdon tov omoio Pabuporoyeitor.

Katnyopieg

mOavotATwy

NMivakag 4 Risk Probability

MBavotnta Nepypadn

MoAUL YynAn 0.90 Avapévetal va epdaviotel o kivduvog (Bewpeitatl
b6e6opevo)

YynAn 0.70 Elvat moAU mbavo va cupBetl

MBavn 0.50 Mmopel va cupBel, aAAG pmopel kat oxL

XopunAn 0.30 Eivot paAov amibavo va cuppet

MoAU XaunAn 0.10 Risk event not expected to occur

Eniong Ba mpémnet va avolvBodv ta amoteléopata twv Kivdbvemv oto €pyo. Ta amotedéopoto pmopet
va £(0VV OVTIKTUTTO GTO KOGTOG, TOV TPOYPOUUOTIGUO, TO OVTIKEILEVO, OKOUN KOl GTNV TOLOTNTO TOL
épyov. O mivaxag 5 delyvel Twg avalvovtol kKot 0EOA0YOHVTOL 01 EMITTOGELS A0 TOVS KIVOUVOUG EVOC

épyov.
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ZTOX0G £pyou

Very Low

0.05

ENOTHTA 3: Néa ypappn napaywyng — Meletn nepintwong

NMivakag 5 Definition of Risk Impact Scales

Moderate

0.20

Very High

0.80

Kootocg Aonuavtn < 10% enintwon | 10-20% 20-40% > 40% emnintwon
enintwon oto OTO KOOTO( enintwon oto enintwon oto OTO KOOTO(
KOOTOG KOOTOG KOOTOG
Xpovodidaypappa | Acrpavin < 5% enintwon 5-10% enintwon | 10-20% > 20% emintwon
EMinTwon oto oto oto enintwon oto oto
xpovodilaypappa | xpovodiaypapua | xpovodiaypoppa | xpovodidypapua | xpovodiaypoppo
AvTiKeipevo AueAntéa Mikpn aAhayn INUOVTLKA Mn amobeKTES MoAU peyaAeg
aAAayn oAAayn oAayég ylatov | alayEg os
sponsor Babuo
oxpnoteuong
TOU £pyou
Mowotnta ApeAntéa Mikpr} aAAayn O Sponsor Mn anodektn MoAU xounAn
aAAayn nipgnel va Sextel | pelwon ToLoTNTA OF
pelwon g moLdTNTOC Amno Babuo
ToLoTNTAG TOV sponsor QXPNOTEUCNG
TOU €pyou

Amd tovg mivokeg 4 kot 5 mpoxkvmtel M pATpA a&oAdynong Kwovvev Omov mTPOKELTal Yo Eva
ouvovaouo g mhavotntog vo cupPel o kivouvog Kot TV emnT®ce®wV Tov. Emopuévog mpokintel o
nivakog 6, 6Tov omoio 1 TPActvn TEPLoYN Eivat ToAD BeTikn Yo v €EEMEN TOL €pyovu, N KiTpivn ivan
OTO OPLOL TOV EMTPENTOV Kot 1] KOKKIVI] TEPLOYT| WITOPEL VO KATOGTIGEL TO £PYO AKLPO.

NMivakag 6 Risk probability and impact matrix

0.90 0.05 | 0.09

0.70 0.04 |(0.07 |[0.14

0.50 0.03 [0.05 | 0.10

0.30 0.02 (0.03 |0.06 |O0.12

0.10 001 (001 |0.02 |0.04 |O0.08
0.05 |0.10 |(0.20 |[0.40 |O0.80
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3.7.3 TTowotikn AvdAvon

H mpdtn @don g avdAvong ival 1 TooTikn avayvapior. Avtd Beopeitor and Kdmoloug ®g To mo
ONUOVTIKO 6TOLKEl0 TNG dtadkaciag, dEd0UEVOL OTL LOALG EVTOTIOTEL O Kivduvog, eivat duvatd va yivet
KdtL Yo ovt6. H Towtomoinom pmopel va enttevydet amod:

. oLvevTeDEELS e Ta Pactkd LEAN TG OUAOAG TOV £PYOV

. S10PYAVMOGT CLVAVINGE®Y OVTUAAAYNG 10EMV LE OAN TO EVOLAPEPOLEVO LEPT

. YPNOUOTOINGCT TNG TPOCHOTIKNG EUTEIPIAG TOV AVAAVTH KIVODVOL

. enaveEéTaon tov TapeABOVTOG TG ETOUPIKNG epmepiag, edv tnpovvton ta BiAia amotipnong.

Mo gviomicoToly, ot kivovvol vToBdAlovial 6€ o apyiky] a&loAdynon MGTE va KoTnyoplorotnfodv
o€ VYNA/xounAn mlavotnto epedviong kol e peiloveg/eAdocoveS EMTTMOOELS Yo TO £pYo. TToAAEG
(QOPEC €lval GKOTHO VoL EKTOVNOOVV apYIKES OTOVTNGELS GE KAOBE TPOGdloptouévo Kivouvo, 1dtaitepa
av evromilovtatl kivovvol mov amaitovv peydAn mpocoyn. Eivar mbBavo vo emaveEetachel n odon
avVayvVOPIoNS HETA TN (AoN a&loAdynNong Yo TPOGIOPIGHO EMakOA0VO®V devTepOPfabioV Kivouvmv
oV umopel va TPokANBovv amd TV aVIILETOTION €vOg apyukod Kvdvvov. H avaykodmta avtod
e€aptator omd v moAvmAokotnTa 1)/ Kot 10 Héyehog tou £pyou

H molotikn avdivon Bewpeitor cuvnBmg ypnyopodTeEPN KOl OIKOVOUIKOTEPT] TPOGEYYICT TOV KIVOOVE®V
evOg €pyov og avtiBeon e TNV TOGOTIKY. AVOQOPIKA LE TO £PY0 TOV OVOADOVUE TOPOVGIALOVTaL TO.
KdtwOl amotedéopata. ‘Eoto 0Tt and tov mivaka 3 aplBpovdpe Toug vroyneloug Kivovvoug Ommg

TapokdTe Ko opifovpe v mBavotnTa vo cupfovv pe PAcn TPoNYOOUEVT] EUTEPIO KOl LTAPYOVGOL
TEYVOYVOGIOL.

j Risk trigger Potential outcome Probability
1 | technical possibility that mechanism | false results in Preparation & Test 0,70
won't work properly of FTH special equipment (i.e.
Elabo, workpiece carriers)
2 | external no response from delay of Installation of Bridge & 0,50
Suppliers or Subcontractor | additional conveyors
3 | organizational | no response to priorities delay in preparing tasks 0,10
4 | project lack of information flow delay in preparing tasks or further 0,10
management conflict in the hole project
5 | user lack of understanding of delay in the Personnel training 0,30
the new way of production

Emiong xévovpe extipnon to amotélespa mov Oa Exovv ot kivovvor avtoi 6to €pyo pe Pdon tov
nivaxka 4, tontofetmvtog oe kBe oTOYO TOL £PYOV Ko OVTIGTOLO KAT® 0O TO TOG00TO BapdTnTag TOV
AmOTEAECUATOC, TOV 0Pl TOV KIvovVOov.
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ZTOX0G £pyou Very Low Moderate Very High
0.05 . 0.20 . 0.80

Kootocg 3,4 2,5 1

Xpovodilaypappa 3 2,4 5 1

Avtikeipevo 3,4 1,2 5

MowdtnTa 3,4 2,5 1

Me Baon v mopandve koatavour] ytiCoope v untpa agloAdynong kwvovvev (BA. mivakog 6), ®g
edng:
Xpnowomotovpe v mhoavotnta Tov £ovV NON TPOGIIOPIGEL KOl OVOPOPIKA UE TIG EMMTMOGELS GTO

épyo, €dv évag kivovvog gppaviletor va emnpedlel meptocOTEPOLS and Evav GTOYOVS TOL £PYOL, TOTE
YPNOYLOTOLOVE TO HEYAAVTEPO TOGOGTO PapOTNTOS Kot £TGL TPOKVTTEL TO TAPOUKAT® ATOTEAEGLO.

Probability Threats

0.30 0.02 | 0.03 | 0.06 5 0.24

0.10 0.01 |0.01 3,4 | 0.04 |0.08

005 |0.10 |0.20 |0.40 |0.80

Amo TV TO0TIKN avdAvon TPokVOTTEL OTL O1 O KPIoHol KivOuVOl apopovdV TNV €YKATACTOON Kol
Aertovpyio. TOL GULOTNUOTOG OVIXVELONG KOAN AELTOVPYING TOV TOPAYOUEVOV GuoKeLAV (elabo).
Axéun 1m oavtamdkpion ond tov eE@TEPKO TEPPAAAOV (TpounBevtés, epyoAdfor) eivar moOAD
onuovtiky yw 1o épyo. Avtoi ot 000 mapdyovieg eivor e&icov onuoviwoi yw tov ypdvo
oAoxkAnpwong. ['a tov Adyo avtd dnmg Ba dovpE KO 6TV GLVEYELD ALTOL Ol TAPAYOVTEG — LITOYNPLOL
kivdvvol Ba etvar e TPAOTN TPOTEPAOTNTA Y1 TOPAKOAOVONON.
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3.7.4 TTocotwkn AvdAivon

E@ocov éyovv evtomiotel OAot ot kivduvol KOTd Tn (ACT TNG TOLOTIKNG avaAvong, Tpémet va, tebel pia
Aemtopepn mocotikn avdivor). Exyovv avamtuybel S1dpopeg TEVIKES Yo TV OVOAVOT| TOV EMOPACEDV
TOV KIVOUVOV GTO TEAMKO KOGTOG KOl TO YPOVOSIAY PO TOV EPYMV.

Avdlvon gvasOnociag: ivor n arkodotepn popen avaivong kivdvvov. Kabopilel v enidpacmn oto
GUVOAO TOL £PYOV UE TNV OAAYT HLOG LETAPANTAS KIVOUVOL, OTTMOC Ol KaBLGTEPNOELS GTO GXEOOGHO 1)
070 KO0TOG TV LVAK®V. H onuoviwkomnto tov eivar 6tt ovyvd tovilel mmg pio oAdoyn pog
petafAntig pmopel va mopdysl oNUOVTIKY Spopd 0TO OMOTEAEGUO. TOV £pyov. ZInv mPA&n m
avéivon gvacOnciog de&dyeton yio mapamdve ard £vo Kivouvo, iomg AWV TOV TPOGOHOPICUEV®V
KIVOUVOV, e KOO TNV enoAnBgvon eketvov mov £xouv Tic 6oPapdtepeg EMNTMOGELS 6TO0 KOGTOG 1| GTO
YPOVOIAYPOLLLLOL TOV EPYOV.

[TBavobewpitikn| avdivon: mpocolopilet o Katavoun mhovotntev Yo kdbe kivouvo kot Bempel Tic
eMOPACELS TV KIVOLVOV 6 Guvovacpo. Etvar n o kown pébodog ektéleong mocotikng avdivonc. H
O KON HOPON TOOVOAOYIKNG avAALONG YPTCLUOTOLEL «TEYVIKES OEIYUATOANWING) Kot Eival YVOGTY
oc¢ «IIpocopoimon Monte Carlo». Avtiy n pébodog Paciletar 6Tov TVYOIO VIOAOYIGHO TV TILAV TOV
EUMMTOVV EVTOC GUYKEKPIUEVTG KATAVOUNG TOAVOTINTOV TOV TEPLYPAPOVTOL GLYVE YPNCLOTOIDVTOG
TPELS EKTIUNOELS: EAAYIOTT, LEoT Kat péylotn. To Guvolkd amoTEAEGLO Y10 TO £PYO TPOEPYETOAL AT TO
oLVOLOOUO TV TW®V oL emAEYOnkav Yo kdbe €vav omd tovg Kwvdvvovs. O VRTOAOYIGUOG
EMOVOAUUPAVETOL TOAAEG POPEC TPOKEWWEVOL VO OTOKTHGOLY TNV KOTOVOUT TOAVOTNTOV TOV
OTOTEAECUAT®V TOV £PYOV.

Aévipo amdeaong: Xe TOAAEC TEPUTTAOGEIS OVTILETOMILETOL TO TPOPANUO EMAOYNG LUOG CEPAG
SOOYIKOV OAANAEVOETOV ATOPAGE®MY, TOL TO AMOTEAEGHA TNG KAOe piog emnpedlel TIC EMAOYEG TOL
aKoAovBovv. Xg aVTEG TIC MEPMTAOGCELS, N MO KATAAANAN OMEKOVION TGOV TANPOQOPLOV Kol
dedopéEVMV, Etval TN NG 0EVOPOELOOVS LOPPONS LEGM TNG OToiag YiveTal o €DKOAN 1 AVOAVOT| TOV
ototyeiov. H devdpoetdng ameikovion TV de00UEVOV ATOKAAEITAL GTNV ENLYEIPTCLOKT EPEVLVA OEVTPO
armopdcewv. Ta 0évopa amdeaong eival yvootd kot o¢ dlktvo pong amdeacng 1 dlayplpporto
amOPaAo”NG. ATOTEAOVV 1GYLPE HEGO KOTOVONONG Kol avaAVoN G TPpoPANUdTOV oto omoio Aapupdvovon
SLdOYIKES AMOPACELS Kot LETAPANTA LE TO YPOVO ATOTEAEGUATOL.

[Mopakdto n ewkovo 23 ameikovilel 10 0évTpo amdPacNg OEOTOIDVING GTOLKEID TNG TOLOTIKNG
AVOAVONG TPOKEIUEVOD VO TPOGOUOLUDGOVLE TOGOTIKA TOVG KIVOVVOLG TOL £PYOV.
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3.7.5 Avtyetomion Kwvdovav

Ye autd 10 0TAd10 oyedalovtal ot oTpaTNYIKEG Kol ot HéEBOSOL OVIIUETOMIONG TOV KvOHVmV Kot
pelmong tov emntdcewv Tovs o€ Pabud mov va elvar aviyetonioyes. Ot kivovvol pe vyniotepn
TPOTEPAOTNTA AapPdvovTar VITOYN TPAOTOL Kot TapakolovBovvtal otevd. [a kdbe kivovvo Ba mpémet
Vo oplotel €vag mopaTnpnTig Omd TNV opdda €pyov, o omoiog Ba elvar vmevbuvog kol yio TNV
OVTILLETOTIGN TOV.

Mepikég and T1g oTpaTnyIKéS mov £papudlovtal avdioyo pe To €100g ToL Kvdvvou eppavioviot
TOPOKATO:

* LTPUTNYIKES Y10 APVIITIKOVG KIVOUVOUGS 1 OTEIAEC!

— Amogpuyn (Avoidance)
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H amopuyn kvddvov acyoreital pe tnv aAloyn Tov o6yediov ®ote va amarelpOel 1 aneid) mov tibeTon
amd €va avti&oo Kivouvo, amopovmBovy o1 6TOYXOo1 TOL £PYOV OMd TIG EMMTMOGEL TOV KIVOLVOL, 1 Vi
YOAOPDOCEL 0 0TOYOG OV PpiokeTarl 6e Kivouvo, OTWG PE TNV EMEKTOCT TOV ¥POVOL 1 e TNV peimon
Tov €Opovc. Optopévol Kivouvol Tov avoKVTTOUV VPl 6To £€pyo umopel va amogevybodv e
OTOGOPNVIOT] TOV OTOITNOE®Y, AYEDV TANPOPOPLOV, BeATioon TG emkowmviog 1 He amdKTNoN
eumepilog.

— MetaBipaon (Transfer)

H petapipaon xvolvvev amottel ) petdbeon tovo pynTIKOV ETMTOCEMY HOG ETANG, Hall pe v
KuplodtTa TNG AmOKPIoNG, o€ £va Tpito pépog. H petafifaon tov kivovvov amhd divel tnv uBHvn yuo
N 010ikNo™ T0VL G¢ €va TPito HEPOC, Opmg dev amaieipel Tov kivovvo. H petafifoacn tov evbBovov
€VOGC KIVOUVOL Elval TO OMOTEAEGUOTIKN KOTE TNV OVTILETOMION TNG KOECNG GE OIKOVOUIKO Kivouvo.
H petafipacn tov kivdbvov oyeddv mavta mepropufavel mAnpoun evog extpuichiov (premium) yio tov
kivouvo mpog 10 pépog mov tov avorauPdaver. Ta epyoreio petafifaocng pumopei va dapépovv Kot
nephapfBavovy, ympic va meplopilovior oe ovtd, T0 KOGTOG TG ACPAAIONG, PNTPES OmdOO0OTG,
€YYUNGELS, ££0VG1000TNOELS, KA. Evdéyetan va ypnoyomomfovv copforaia yio ™ petofifoacn tov
eVBVVOV CLYKEKPIUEVOV KIVOUVOV GE €va Tpito HEPOC. Xe MOAAEC TEPMTOGEIS, 1 YpNom uiog
KOGTOGTPEPOVS cOUPaong uropet va petafipdost to k66TOg KvOHVOL GTOV OyOpasT), EVM M YPNoN
pog cvupaong kotamokonn pmopel va petafifdcet Tov kivovvo 6tov TOANT €64V 0 GXEOAGUOC TOV
épyov tvan evotadng.

— Metpraopog (Mitigation)

O petpracpog kvovvold emdioketl ) peiwon g mBavotNTag Kot /1 TOV EMATAOGEV VOGS OVTIEOOVV
YEYOVOTOG KIvOOVOL og éva amodektd katd@eAl. H Aym mpdipwv evepysuidv yio v peimon g
TOAVOTNTOG KOUT TOV EMATOCEMY EUPAVIOTG EVOG KIOVOVOL, £ivol GLYVE MO OTOTEAEGUOTIKY OO
mv mpoondbewa Oepuaneiog Tov {nuav apov o kivovvog €xet cvpPel. H vioBétmon Arydtepo
TOAOTAOK®V  SlodKACIDV, 1 EKTOVIGOT TEPIGGOTEPOV OOKIUDV, M EMAOYN €VOG MEPIGGOTEPOL
o100epod TOANTY omoTEAOVY TTapadeiylata evepyeludv HeETpLocov. O peTprocpocumopet va amontel
avamtuén mpoTdTLOL Yoo TN HEI®ON TOv KWOOHVOL omd TNV KAMUAK®ON TPog T Aved evOg
TEPOALOTIKOD HOVTEAOV Ovopopds piag oadikaciog 1 evog mpotdvrog. O mdte dev givar dvvatdv va
pelwbei n mboavotnta, 1 ATOKPIoN UE LETPLOCUO UTOPEL VO AVTILETOTICEL TIG EMITTOCELS TOV KIVOVVOL
oToYeVOVTAG OTIG OlacVVdEselg mov kabopilovv ™ coPapdtnta tov Kivdvvov. o mapddstypa, o
oxeO10GLOC eedpeiog o Eva VITOGVOTNL UTOPEL VO LELDCEL TIG EMMTAOGELS TOV ATOPPEOLY OO TNV
aoToYio TNG KOVOVIKNG GUVIGTAOGOG.
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* 2Tpotnyikég Yo 0eTikovg Kivovvoug 1| EvKapeieg:
— Expetdiievon (Exploit)

H otpoamywn avty pmopel va emdeyel yio kivdvvoug pe OeTikég eemnTMGES OOV O OPYOVIGUOG
emBopel 611 Ba vAomomBel | evkoupio. H otpatnyikn avt emdidket vo amoreiyel v afefoidtnto
nov oyetiletal pe £vo GUYKEKPYUEVO EVVOIKO KivOuVOo KAVOVTOS TNV gvkoupio vo. cupuPel omwodnmore.
H dqueon expetdhievon 1ov omokpicemv mepAapPavel Ty avadeon mtepIocdTEPO TOAAVTOVY®OV TOP®V
070 £pY0 MGTE Vo, LELWBEL 0 YpOVOG HEYPL TNV OAOKANP®GN, 1 Va Topacyedel koAvtepn moldtnta ond
OLTHV TTOL Elye apyKd oyedlacOel.

— Kowoypnoia (Share)

H xowoypnoia evog Beticod kivdvvov mepthappdvet tn d1dbeon g Kupldtag oe £va Tpito e pog to
omoio elval meplocdtePo KavO vor adpaéel v gukapion Tpog 6@eroc toug Epyov. Tlapadeiypota
KOWwoyxpnoiog evepyelmv TePIAAUPAVOVY TOV GYNUOTIGUO GUVETUIPIGUAOV, OUAS®MV, ETOPEIDV E101KOD
okomov, N cuvenevdvoemv (joint ventures) polpactd tov KIdvHvov, ot 0moieg umopohv vo, OeomioTovy
LE OMOKAEIOTIKO 0KOTO TN Sloyelpion TV uKoIpLOV.

— Beltioon (Enhance)

H otpamykn avt tpotomomet to péyebog por evkoupiog avéavovrog tnv mbavotta kot / 1 Tig
Oeticég emumtdoelg kol avoyvopiloviag ta Kivntpo KAEWE Yoo 0VTOVG TOLG KvOUVOLG He BeTikn
enidopaon. H emdimén ¢ devkdAvvong M g EVOLVAUMONG TNG OITiog NG €vkapiog Kol m
TPOANTTIKY] GTOYOTOW|OM KOl EVOAPPLVGT T®V GLVONKAOV EVEPYOTOMGNG TG, UTOPOLY VA OLENGOVV
11 mBoavotntec. Mmopel eniong va emdiwyBovv kivnpo EMNTOGE®Y, TO. ONOI0 EMOIOKOVYV VO
avénoovv v €kBecm Tov £pyov 6TV gukaipia.

* 2TPOTNYIKN YU OTEAES KOl EVKOLPELES:
— Amodoyn (Accept)

H teyvuc avt vmodeikvoer 01t 1 opdda €pyov €xel amopocicel vo unv petaPdiriel to oy£o10
dtotknomg €pyov MOTE VO AVTILETOTICEL Evav Kivouvo, 1 OTL dev €xEL TNV IKOVATNTO VO TPOGOIOPIGEL
KATOWK OTOAANAN OTPATNYIKY amoKplons. Mmopel va viobBemBel 1660 Yoo amelAég 060 Kol Yo
evkarpieg. H otpatnyum pnopet va givar 1060 madntikn 6co kot evepyntiky|. H mantikn amodoyn dev
amortel Kopio eVEPYELD, OPNVOVTAG TNV OHAd0 €PYOV VO OVIIUETOTIGEL TI OMEAEG 1 TIG EVKOUPiEg
ka0dc ocvppaivovv. H mo cvvnbicpévn evepyntikn omodoyn eivar mn Béomion evOog EKTOKTOL
amofénatog, mEPAAUPOVOUEVOV TOGOTATOV Yo ¥pOvo, YPNUe, N TOPOVS TPOEKLUEVOL VO Yivel
dlyeiplon yvooTtdv — 1 akOuUn SOLVNTIKAOV, 0yVOCT®V — OTEIADV 1| ELKOIPIDOV.

-‘Extaxtn Amokpion

Opoyéveg amokpiloélc elvar oyedlacpuéves v xprion uoévo éva cvpufovv opiopéva yeyovota. [a
OPIOUEVOVG KIVODVOUG, €ivol KATAAANAO 1| ORAd €PYOV VO KOTOOKEVAGEL VOl GYE10 amdKpLoNG TO
omoio Ba ektedecBel povo kTt and opiopéveg mpokabopiopéveg cuvinkes, edv moteveTol 0Tl O
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VIApEEL EMAPKNG TPOEWDOTOUNGT Yo TNV VAOToinon tov €pyov. ['eyovota mov €vepyomolovy Tnv
EKTOKTN amOKPLoT, OTWG 1 AoTOYI0 GE EVOLAUESH OPOCTILOL 1] 1) EMITELEN VYNAOTEPWV TPOTEPAOTITMV
ue évav mpounbevtn, mpémetl va opilovtan kot vo TapoakoAovfovvral.

O1 kivéuvvot Tov mapovcialovtal 6to Tapdv £pyo Bempodvtot OAotL apvnTIKol KOOMG 01 EMATMOGELS TOV
umopetl va €gouvv givar avénomn tov KOGTOLG TOL €YoV, aBENCT NG OLIPKEWS TOV £PYOV 1] AKOUN
peiowon g mowdtroc. o Tov Adyo avtd ot otpatnyikés mov Ba akolovdnbovv eviaccovtal otnv
npotn katnyopio. (Avoidance, Transfer, Mitigation). H otpatnywn tng petafifacng kot tov
petplacuot Ba Aéyape 6Tt Touptalel KOADTEPO GTOVG TEPIGGOTEPOLS KIVOVUVOUG TOV £PYOV.

Ewwotepa, avapopika pe Tovg Kvdhvovg mov pmopel va mpoéAbovv and to eEmteptkd mepiBdalov,
OGS U £yKoupn avtamokpion amo tpoundevutéc | amd vepyordfoug Ba mpénet va avTueTOmcOel pe
TNV GTPOTNYIKY| TOVG LETPLAGLOV, LLE OVTICTOYES TPOEWOOTONGELS TPOS TOVS EEMTEPIKOVS GLVEPYATEC.

Evtovtolg oe mepmtdoels 6mov 1 amo@uyn pmopel va €xel MO ENOIVVES OWKOVOUKE 1 YPOVIKA
ovvéneleg tOte Ba mpémel va ypnoipomombel n otdon ng amoevyng, aAralovtag mpounbevty M
e€MTEPIKO GLVEPYATN.

g 0Tl aQopd KvoHVOLg amd T0 E0MTEPIKO TEPPAAAOV, OA0L Tovg Ba mpénet vo avtipeTOmcOovy pe
éktaxtn amokpion. Evtovtoig, sivor onuovikd Bo ytictodv evoldueco otddo eAEyyod NG
AVTOTOKPIONG OTIC EPYAGIEG TOV £PYOV, £TCL MGTE VO OmoPeLYHovV TVYOV TOPEKKAGELS OO TO £pYO,
Kol KaBvotepnoelc.

Tehkd, Ba mpénel oe KaOBe £pyo va opiletan KoTeLOLVINPLX YPAUU OVTILETOTIONG KVOOVDV, YOPIG
Onm¢ vo amoterel eumddo yio v oAdayn toktikhg. Kowmg Oa mpémet va vdpyet eveMéia ko dpeon
aVTIOPOOT GTNV AVTIUETOTICT TOV KIVOLVOV.

3.7.6 TTopakorovOnon kar Eleyyog Kivodhvav

Enava&ordynon Kwvdovav

H mapakorobOnon kot o EAeyyog T@v Kivohvev arottel VA TOV TPOGOIOPIGHO VEOV KIVOOVOV Kol
Vv enavagloAdynon Tov, YPNCIULOTOIDVTAS TIS TUPOKAT® Oladtkacieg pe tpoémo katdAinio. Ot
eMOVEKTIPIOELS KIvOOVmV €pyov mpénet va tpoypoppatilovtor taktikd. H dtolknon kivovwve mpénet
va glvarl otoyeio avomdonacto amd ™ Aota Oepdtov ToV cvvavincewv g opddag épyov. H
EMOAANYILOTNTO TV Topondve eEoptdtor amd v mpoéodo tov épyov. Emi mapoadelypati, ebv
TPOKVYEL £vag Kivouvog, o omoiog Ogv £xel meptAn@Bei otnv AMota mTopakorovdnong , T01e T0 GYES10
OVTILETOMIONG  EVOEYOUEVMG Vo UV glvol emopkéc. Xe po t€tolo mepintmon eivol avaykoio vo
oxedl0c0el €K VEO TAGVO OVTILETOTIONG KIVOOV®V.

Embempnoeig Kivdovav

O emBewpnoelg kvduvov (risk audits) eEetdlovv Kol KOTAypAPOLV TNV OTOTEAEGUOTIKOTNTO TNG
amoOKPIoNG G€ KWOHVOLG OGOV aPOpd TNV OVTILETOTIOT TPOCIOPIGUEVOV KIVOOVOV Kol TOV
TPMOTOYEVMV OLTLOV TOVS, KAO®DS KOl TNV amoTELECUATIKOTNTA TG S10dIKAGT1oG d101knong KivoHvmy.
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Avéivon Awokovpdvoewv kou Taoewv

Ot 140¢e1G Katd TNV eKTEAEON €VOG £pYoL TTPEMEL va, emaveSeTdalovTal Le Tn XpNom 0ES0UEDV amTdO0oTG.
H avdivon dedovievpévng aéiog kobmg kot dAieg péBodol avaAvons SOKLVUAVOE®Y Kol TACEWV
£pyov, pmopel va ypnoiponombovy yoo v Tapakolohinon g cvvolikng anddoong tov £pyov. Ta
amoTeEAéoUOTO OO TS OVOADCES OVTEC Umopel va VTOdelkvOoLvV mlavy] omOKMOYN KOTA TNV
OAOKANP®GT] TOV £PYOV ATL'0 TOVG GTOYOVS KOGTOVS KO YPOVOILAYPAUUATOS. ATOKMOT atd TO GYEG10
avaeopds umopel va etvar £voeién Tov THovVOV ETMTOCEDV TOV OTEIADV KOl TOV EVKOUIPLOV.

Métpnon Texvikng Anddoong

H pétpnon g texvikng amddoons cuykpivel T TEXVIKA ETITEVYUATO KOTA TNV EKTEAEGT] TOV £PYOV G
TPOG TO YPOVOOILAYPOULO TEXVIKDOV ETITEVYUATOV TOVG Y¥ES10L TOV £pyov. ATOoKAIGELS, OTMG 1| Mideln
TEPLOCOTEPNS N AMyOTEPNG AELTOVPYIKOTNTOS OMMG glye oyedlaotel o€ €vo opdonuo, pmopel va
BonOnoetl v mpoPreyn tov Babpod emrvyiog oty enitevén Tov £HPOVS TOL £pyou.

Avdivorn AmoBepdtov

KoaBoAn v ektéleon tov €pyov, pumopel va epeoavicBovy kivouvor, pe BeTKEG 1| apvNTIKEG ETTTAOCELG
OTO. EKTOKTO OmOOEHOTO. TPOLTOAOYIGHOD 1] OPVNTIKEG EMMTAOCES OTO EKTOKTO amobEpota
TPOVTOAOYIGLOV 1 ypovodwaypdupatoc. H avdivon amobepdtov cuykpivel 10 mocd TV EKTOKTOV
amofelldTOV TOL AMOUEVOLV LLE TO TOGO TOV KIVOUVOL TOV TOPOUEVEL GTO £PY0 VA OGO YPOVIKN
OTLYUN, TPOKEUEVOL VO, TPOGOlopilabel edv emapkolv Ta evamopeivota amodEparta.

Yvvavmoelg Katdotaong

H dwoiknon kivduvav épyov pmopetl va givat €va ototyeio 610 BeLaTOAdYI0 TEPLOOIKMDY GLVOVIIGEWV.
H 6wiknon xwovveov amoitel cvyvr mopoakoAovOnon kot avaBedpnon Tov KvdOvov Kol TV
CTPATNYIKAOV AVTLETMOTIONG.

210 mopdv £pY0 M GTPATNYIKY TopaKoAoVONone mov akolovdnOnke Mrav gfdopadioicg cLVUTHCELS
TOV HEADV TNG ONAd0S €PYOV HE TOV project manager Kot €TIGKOMNGN TNG TPoOdov  TOL £pyov,
avdAvon TV KvdOvev o€ TOG0 EMIMEdO aAmOKMoe®V amd 10 £pyo, OGO Kol EMIMESO TOPAKOAO VONOTG
amofepatikov (kataotaon e£00mV), dALL Kot VAIKOV.
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3.8 AmoteAéopatal

AvoQopikd pe To. amoteAEGHOTA TOL £pyov Ba Aéyope OTL 0md TV OTTIKY TOL project management 1|
etapeio. TETVYE VO VAOTOMGEL TOV GTOXO €VTOG TOV TPOPAETOUEVOL YPOVOSIAYPALLUATOS KOL TOV
TPoLVTOA0YS V. Evtovtolg katd tnv didpketo Tov £pyov, wiaitepo amd to péoa Kot Emerto vanpéov
TOAEG TPOCONKEG Kol AETTOUEPNG OVAAVLGOYN TOV EMUEPOVS epyacidV . Eduotepa petd v 46m
euPoopdoa n mapakorovOnon tov £pyov dAlaée amd gfdopadiaio oe nuepnola Pdon kot aviictoryo
o1 epyacieg OTmG To area preparation (1.7) ko e10kdtepa TIC emuépove epyacieg (1.7.2) Dismantling
of KGN line ko (1.7.2) Dismantling of KGN line.

Axou”n mpog 10 TEAOVS TOV £PYOL AAAAEE 1 OLVOLIKT TNG OLAdOS AoV gite glye ohokAnpOel peydro
TUEPOG KOOV TEPIANTTIKOV €PYACIOV, OTmG Yo, Topadetypa to 1.3 Logistics Preparation, gvéd
yapaktnpiotikd to 1.10.1 Job rotation cvpwvobnke otig 7 efdouddeg kot olokAnpdOnke v
gfoopdda 44 ko avtiotoyo ot epyacieg 1.10.2 Training with work-piece carrier kou 1.10.3 Training
on new test stations peidOnkay katd pio efdopdda.

A&iler va onpewmBel 6T petd v mapdooon g VENS YPOUUNS , Eekivnoe €vag vedg KOKAOG pYaCLOV
vy cvuveyn vrootpiEn kot Bertioon g Asttovpyiag ™G VEAS YPOUUNS Kupiwg G€ OTL apopd TO
KOUUATL TG d1aTaéNG TV pagov otig 0éceig epyasiog, oAAG kot o€ OTL apopd TNV HEAETN Kot EvTadn
OO KO TEPLEGOTEP®V VAIKGV 011 dtadikacio tpoodociag pe kanban. Qg ek tovtov petd and oyxedov
6 unveg Aswtovpyiog TG VEOS Ypouung ovveyilovtor ot PeATuDCES Kol 1 TPOSTADED Ylo
amEAEVOEPOON TOV YDPOL KOVTE GTNV YPOUUN TAPAY®YNS Kot LEIMOT TOV GLVOMKOL OYKOL & VAMV.
Evo mopdAinia yivovion Bektidoelg og 0Tl apopd v d1dtaln TV YPOUUOV TPOGUVAPLOAOYNONS
7OV TPOPOdOTOVY TV Pacikh ypopun U- shape pe otoéyo v peyaditepn gveléio kot emitevén Tov
Just in time, yopig kabvotepnoels.

g 0Tl apopa TOVG KvdHvous, Oa Aéyape 6Tl amotélece peydio kivovvo kaBvuoTépnong 1 eyKaTacTo.oN
Kot Agrtovpyia Tov elabo yio v dokiuf TV mapaydueveov cuokev®y. O GLYKEKPIUEVOS KivOLVOg
amotélece 10 Mo OVoKoAo onueio Tov €pyov kaBmg omoutovoe VYNAN  eEewdikevon ko
TEYVOYVOGTIRL, POV NMTaV £VOEVTELOG vED TTPoldv Yo Vv etoupeia. Qg amotélecpa Bo pmopovoe va
oteidel 10 épyo efdouddec micw kaBDG mpodKelTon Yoo gl epyacio 1 omoio. mpoPAémeTal otV
dadKacio TapaymYNG TOV CLGKELAV Kol 0gV pmopovoe va amoeevyfel. Evrovtolg, (ntnke dueon
Bonbewa péca amd Tov OpIlo, Pe TV XPNom NG omoiog Eemepactnke £yKopo 10 TPOPAN L.

Ev xotaxieidl, Bo Aéyape Ot empokerto yuo éva ocvvOeto €pyo Yoo TO OMOI0 YPEBOTNKE Vo
OLVEPYOGTOVV OAN TO AUECH CLGYETILOUEVO ATOUO LLE TNV Tapay®YN Kabhg Kot eEmtepikd cuvepyeia.
Ymnpye peydAn xpovikn mieon Ko Enpene vo LIAPEEL OTOAVTOG CLYYPOVIGUOS TOV EMUEPOVS UEADY
NG OULAOOG GTNV EKTEAECT) TV EPYACIDOV.
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TUUTEPACUAT

Kieivovtag avtn epyacia Bo copmepaivope 0Tt 1 TGO GTNV TAPOYWYN CHUEPH ETIKEVIPOVETUL OAO
Kol TTEPLOOTEPO oTNV MTH Topaymyn kol to standardization kotd to dvvatdv ota TEPIGGOTEPO
enmineda ¢ mapoywyng petabh pyoctaciov Tov 1010V opilov Tov Tapdyovvo 1010 Tpoidv. O Adyog
elval m 0106QAMOT TNG OUOOHOPPING KOl TOWOTNTOC TOV TPOLOVTIOS, OAAR KOL 1) OTAOTOWGN TNG
Tapay®YNG. Me Tov TpOTo autd EMTLYYAVETOL KPOTEPOS OYKOG SaXEIPILOUEVDV ayolddV.

H dwpoponoinon towv mapayduevov Tpotdviov teivel va yivetal kupimg tpog to televtaio oTdotn
NG TOPAYOYNG VO TO KLpiwg Aertovpykd pépnm etvor cvvnBmg peta&d tovg idwa. O okomodg avToh
elvar M Katd to SLVOTOV ATAOTOINGN TNG TOPAYMYIKNG OlOIKAGIOS, EO0KOTEPA GTO GTASO TNG
TPOCLVOPUOAGYN OGS Kot N palikn wapaywyn. T tov Adyo avtd, égovv avamtuydel ToAAd poviéia,
Eepedyovtog amd TV TapadOGIOKN YPOLUUKT TOPAy®YY], LE AToTEAESHO O KOOE Tapaymydg va pumopel
VO TPOCUPUOGEL TNV TAPOy@yn ot dedopéva TG {Tnong.

Axoun Ba Aéyape mog M TAom oty dwyelpon ™G amofNKNS Kot TPOPOOOGING TMV YPOUUUDV
TOPOYOYNG, €KTOC 0o TV Topadoctakn pEBodo tov Kanban eivor n e&glypévn tov popeny Kanban
Sequence, Tpo@odoTOVTAG TNV TAPAY®OYN UOVO HE TNV OTOUTOVUEVT] TOGOTNTA VAIKMV Kol HLOVO OTOV
ypewdletarl. IToAd mepiooodtepo dg, Outsourcing, a&lomowwvtag v pébodo tov Vendor Managed
Inventory, aAla ka1 1 xpnomn tov Milkrun e cuvévacpod pe v amobnkn tomov Superkmarket.

Téhog, avapopikd pe TV Swoeiplon €pyov, MEPMTMGELS OMMC CLTH TOL OVOAVONKE, AOY® NG
TOALTAOKOTNTAG Kol TNG OGAANAEEAPTNONG TOAAGDV OLUPOPETIKAOV AEITOVPYIKAOV TUNUATOV UETOED
TOVG, opyavmvovtal cuvOnBmg e Tomo Matrix(katd Tufuata Ko Aettovpyieg). Tétola Epya amortody
opwopd EekdBopwv oTPATNYIKAOV, O0YOPICUO CPUOSIOTATOV KOl GLVEYN TapoakoAovOnon tov
OTOTEAECUATMV.
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