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INPUMEHA LEAN METOAOJIOTHJE Y OAPKABAILY ITPOU3BOJHUX CUCTEMA

APPLICATION OF LEAN METHODOLOGY IN MAINTENANCE OF PRODUCTION
SYSTEM

JenmucaBera Koaunh, Cama bojuh, @axyimem mexnuuxux nayxa, Hosu Cao

Ob6aactr - MAIIMHCTBO

Kparak cagpxaj — V pady je onucano oopowcasarve
npou3eo0HUX cucmema, u oopalena KOHyenyuja npesem-
MUBHO2 U KOpeKmusHoz oopxcasarba. Ilpeocmasmwene cy
meopujcke ocHoge Lean memoodonocuje, u Hexux 00
anama Koju ce Kopucme y npou3e00HumM cucmemuma. Y
@okycy paoa je Hauun QYHKYUOHUCARA NPOUIBOOHE
JUHUje pomopa, Kao U anama Koju ce npumeryjy Ha
cnomernymoj aunuju, SC, Kanban u TPM.

Kibyune peun: LEAN ¢gunozoguja, LEAN anamu — 5C,
Kaunban, TIIM, o0opocasarse mexHuuKkux cucmema

Abstract — The paper describes the maintenance of
production systems, and discusses the concept of
preventive and corrective maintenance. The theoretical
foundations of LEAN methodology, and some of the tools
used in production systems are presented. The focus of
the work is the way the rotor production line functions, as
well as the tools used on the line, 5C, Kanban and TPM.

Keywords: LEAN philosophy, LEAN tools — 5S, Kanban,
TPM, maintenance of technical systems.

1. YBOJ

Tpkumre ce gaHac jako Op30 Mema. Hecrabuianw,
HENpeIBUIMBH U BUCOKOKOHKYPETHH YCJIOBH IOCIOBaMba
H3UCKY]y CBAaKOJHEBHO mpaheme TpXKHIITa U 3aXTeBa.
[Mpaheme TpomIkoBa je MOCTA0 WMIIEPATHB, a CABPEMEHO
MTOCJIOBHO TPIKUIILITE CBE BUIIIE J1aje Ha 3HAYA]y IPYINTRY.

Jpyrum peunma, HOBa 1ocioBHa (uiro3oduja 6u roacuna
“xkymany 'y ¢oxycy“. Ilpumena LEAN wmeromonoruje y
MPOM3BOJIHMM CHUCTEMHMa OMoryhuiaa je KOHTHHYal HH
MIPOIIEC U PEeryUcame TPOIIKOBA, KPO3 MHIETUDUKAIIN]Y
1 eTMMHHHUCAkE HermoTpeOHUX akTHBHOCTH. Kako 6m ce
3aJI0BOJBMIIM  3aXTEBM  TPIXKMIITA, HEOMXOAHO  je
00e30eIMTH BHCOK CTEIEH ONEePaTHBHOCTH MPOM3BOIHUX
cucreMa, WTO je Moryhe y3 npumeny Lean meTomonoruje
u TPM anara.

1.1 Onp:xaBame MPOM3BOAHUX CHCTEMA

OnpkaBame ce MOXKE ONHUCATH Kao (YHKIHMja Koja Mpyxka
CMEpHHLIE 32 CIPOBOhEeEe aKTUBHOCTH OZIpKaBarba, Mopel
OCTBapHBama TEXHHYKE W MEHAIIEPCKE KOHTPOJIE OIpiKa-
Bama CHCTEMA.

HAIIOMEHA:
OBaj pax npoucTeKao je U3 MacTep paja Yuju MEHTOP
je omna np Cama Bojuh, Banp. npod.
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[ocroje nBa mpwiIa3a METOMOIOTHjU OAP>KaBaba, OTHOCHO
onpxaBambe mnpema mnoy3maHoctu (OIIIl) wm ToTtamHO
nponyktiBHO onpxkaBame (TIIO). OppkaBame mpema
noy3snanoctu (OI1I1) je meTononoruja koja je 3acHOBaHa Ha
N03HABAbY KapaKTePHUCTHKA TIOy31aHOCTH, Ha OCHOBY KOje
ce BpIIU Mporuo3a Oyayhux crama, 3ampaBo npeasulja ce
HojaBa OTKas3a.

[IpumapHu 3aaTak OBOT THIIA OIpIKaBama jecte Ja o0es-
Oenu moy3aaHoCT U 0e30eJHOCT o0jekara KOju Ce OfpiKa-
Bajy, y CIIy4ajy I0jaBe KBapa I OTKa3a [a BPaTH CHCTEM
Ha MPETXOJHU HUBO 0e30€XHOCTH M MOY3IaHOCTH U OCTBA-
pHBamBe CBHX 3aJaTaka y3 IITO Mame TPOIIKoBa. ToTaiHO
npoxnyktuBHO onpxkaBame (TIIO) je MeTomomormja Koja ce
3aCHMBA Ha NPOLICHH TPEHYTHOI CTama CHCTEMa KOjH ce
onprkaBa. OCHOBHH 3a/]aTaK U LIUJb OBE METOJIOJIOTH]E jecTe
CMamCHE 3aCToja 300T 3HEHAANX OTKA3a Ha MallnHama U
HOTPOjeHhHMA.

1.1.1 KoHuenuuja oapxaBama

IMocToje /1Be OCHOBHE KOHIIETIHjE OJpKaBarba, a TO CY
MPEBEHTUBHO U KOPEKTHBHO OJipXaBambe. [IPeBEHTHUBHO
OZIp’KaBambe Ce MOXKE OIHCATH Ka0 CEPBHUCHPALE O]] CTPaHe
NOjeIMHAIlA U TPYIa KOjU Cy YKJBYYEHH Yy CHCTEM OJpiKa-
Bamba TEXHUYKOI cHCcTeMa. [J1aBHU OUJBEBU TPEBECHTUBHOT
OJipKaBakba Cy IMPOAYXUTHU XUBOTHHU BCK MalllWHE, CMa-
IBUTH T0jaBy KPUTHYHHX KBapoBa orpeme, omoryhutu
00Jbe MUTaHUpakE U TNpeaBuljarkbe aKTUBHOCTH U CMAaWmUTH
ryOuTKe Yy MOpOU3BOMbH. [IPEBEHTUBHO OIPIKABABE CE
MOYKE CACTOjaTH OJ CellaM eJIeMEHAaTa, OJIHOCHO, KOHTPOJIE,
CepBUCHpama, KanuOpaidje, TeCTHpama, HHCTANAIuje,
MoZIeIIIaBaba M peryamuje.

Y morneay BpCTE€ NPEBEHTHBHOT Op)KaBamkba HMamo,
OCHOBHO OJIp’KaBarbe, MPEBEHTHBHY 3aMEHY M OJPIKABarbe
mpeMa CTamky. KOpeKTHBHO (MHTEPBEHTHO) OJIpIKABAEHC
neHuHUCAHO je Kao CIpOBOleme KOPEKTUBHUX Mepa yCie
KBapa WM OTKPUBCHHUX HEIOCTaTaKa y TOKY MPEBEHTHBHOT
OIp)KaBama, CBE JIOK C€ TEXHHMYKH CHUCTEM HE JIOBEC
ITOHOBO y ONITUMAJTHO CTAHE.

KopekTuBHO ofiprkaBame BPIIYU CE TEK HAKOH IITO HACTAHE
3acT0j. AKTHBHO BpEME IIONpPaBKE Ca CacTOjH O IIECT
KOMIIOHEHTH, a TO Cy: BpeMe MpHUIpeMe, BpeMe JIOKaluje
Tpelke, BpeMe Koje je MOTpeOHO Ja ce JOCTaBU Pe3epBHU
JIC0, BpeMe KOPEKIUje TpeIIke, BpeMe NOIelIaBama U
KanuOparyje u BpeMe mpoBepe.

Jom jenna OurtHa cTBap mopex TauyHO oapeleHor aKTHBHOT
BpEMEHa IIONPABKE jEeCTe M CMameHkhe BPEMEHa camor
onpkaBama. OBO je jako OWUTHO Kako H 300r came
NPOU3BOME, Tako M 300r TpPOLIKOBA KOjU HAacTajy
TIPUJIMKOM OBOT OZIp>KaBarba
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1.2 Lean metomoJioruja

1.2.1 Pa3Boj ayromoOmniIcKe HHAYCTpHje
AyTOMOOMIICKa WHAYCTpHja [aHAC TIPEACTaBba Hajjady
HHIYCTPHjCKy TpaHy. KpymujanHy mpoMeHy y CBETY ayTo-
MOOWICKE WHIYCTpHje W3a3Bajio je yBOheme MOKPEeTHE
Tpake. Maejy na IOKpeTHy Tpaka MMIUIEMEHTHpA Y ayTOMO-
Owuiicky uHIyCTpHjy 1pBH je umao Xenpu Popx (enr: Henry
Ford), amepuuku npenyzerHuk u ochuBad ®opn Motop
Kommanuje (enr. Ford Motor Company). Waeonoruja koMm-
nanuje dopx ce omiena y manoM Opojy KBaM(pHKOBaHHUX
paaHKKa, W BEJMKOM OpOjy HEKBATM(UKOBAHHMX paJHHUKA.
Hako je cuctem yurpam, W 3Ha ce Ta4yHa pacrioiesna mocia
mocToje aBa npobiema. [Ipeu je HedrekcnOMITHA IPOU3BOA-
A, a IPYTH je HepaBMITHO ofpal)eHa MOHTaXa.

1.2.2 Hcropuja Toyota Production System-a ( Lean
koncepta)

IMouer pa3Boja Tojere ce Be3yjy 3a Caxwum Tojomy,
KOjU C€ YecTO Ha3WBa M “‘OEM jalmaHCKe HHIYCTpHje‘.
Caknun Tojoma 1907.roguHe OCHHMBA KOMITAHHU]y TIIOJ
HazuBoM Toyota Loom Company. On 1926.roaune na cse
0 JaHac, OBa KOMIIAHWja j€¢ TIPEMO3HATIBHBA IO
nasuBoM Toyota Industries Corporation. Kuuupo Tojoxa,
cuH Caxnum Tojoze 3aciyxaH je 3a aKTUBHOCT KOja ce U
JaHac CIpoBoau y (abpukama, MO3HATHjY MO HA3HBOM
“Genchi genbutsu®, mTo 3HAYM WAM HA JIMIE MeCTa U
mocMatpaj norahaj ceojum ounma. [lopen Cakwmam Tojoze
n Kwmunmpo Tojome, 3a pa3Boj Tojormre (adbpuke
3acayxHu cy Eunm Tojoma, meHanep dadbpuke u Tamun
OHo, me¢ npou3BoImE.

Tab6ena 1: Cmyouja paznuwumocmu npucmyna
opeanusayuje y ¢pabpuxa

Tenepaa Moropc, @pavuarem, CAJ

(k1acH4HA MacoBHA NMPOH3BOAEA)

Tojora, Takaoka, Jaman
(Lean xonment- TPS)

Bemaxs 6poj pagHHKA Y THEH]H IPOH3EOTES.
HenpoTykTHEEA TPOH2EOEA.
HaroMHnaEame 3aTHXA. H yoliaEame rpemke
TEK Ipe] OPOLEC MOHTZKE.

3a CBaKO pajHO MecTo IOCTojE ofpeljeHa
KOMHYHHA 34THXA, xoja MoEe DHTH JOOBOJEHA
H 33 HEKOHKO HEOEka.

HckBy9HEO ©y MeHaUH OBITamleHH 73
33yCTaEe MpONec OPOHIEONEE Y CIVEajy Ja
Jofje Jo rpemxe.

Toctojame VI33HHK MaramHHa H
CRIAHINTEHA OMPEME 32 HEKOIHKO HeTelba.
KOHCTPYVEIIHOEH, TPOHZEOIHE H DaJHEIH
VIpaEaka BECOMA MAT0 NPOEONE EPEMEHA ¥
GadpuH.

HenoBOEHO MOTHEHCAERE DATHHEA CAMHM
THM H CMameRa KeBd pagjHEKA  1a
TPHEpEDY)Y.

JacHo getHHHCAH 33J3TaK CEAKOT DATHHEA.

Hema HaroMHmTaEama 3amHMXa. Bpmm ce
IHPCKTAH VIOEAP H TPEHCIOPT HAKOH
23EPIMEHOT IPOHZEOTA.

He mocrojr moryliHOCT mocTabama alHXa
m3nely paTHEX omepanHia, jep ce olepanHje
HHKY jeTHa 2a JPYToM.

CBaKH pajHHK Ha PaJHOM MECTY CME Ja
33YCTAEH NPOHIBONBY Kala JeTeKTyje
TPEMIEY.

IMoToyHO HEMOCTOjake YI33HHA MAramEHA.
Mateprjane cTHEY ¥ TaTHO ogpefjeHO EpeMe.
Yecta OpPHCYTHOCT paJHHEA H HEKEHEDa ¥
thadpHIE.

BemHko MOTHEHCARE PATHHKA, CAMHM THM

DafHHIE CY OPHH 33 Daj, HCIPajHE,
SHATHKEEHH H DITHH.
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OcHoBHHU ryounu npema Lean ¢uiozoduju

Tojorun cucteM u3nBaja ocam Lean ryouraka:

1. Ilpexomepna npomsBoama (err. Overproduction)
IIpe/ICTajba OCHOBHY PA3JIMKy M3Mel)y MacoBHE U

Lean MMpOnU3BOAKLEC.

2. Yekame (enr. Waiting) npezacrasipa mpasan Xo.1
MalluHe WK OIepaTepa yeie yCKUX rpia y
NpOIIECY, JIOLIET TAKTa WK 3aCTOja;

3. Tpancnopr (enr. Transport) CMamkCHE HETOTPEOHOT
KpeTama MaTepujaia Koje He 10/1aje BPEIHOCT Ipo-
W3BOJY, HIIP. TPAHCIIOPT u3Mel)y paHUX jeMHUIA;

4. Heonrosapajyha obpana (enr. Extra processing)
y3pOKOBaHa je HemoTpeOHNM rmoBehameM KBaIHUTETa,
KOje KyTIaIl H{je 3aXTeBao M KOoje He MOXe Ja IUIaTH.

5. IIpeBenuk HUBO 3aimxa (eHr. Inventory)
MIpECTaBJba HajCAaKPUBEHUjH M HAjBUAJBUBUJU
ryOUTaK y LEeJIOM CHCTEMY.

6. HenotpeOHo kperame (eHr. Motion) je ryouTak xoju
ce 4eCTO cMaTpa HEOMTHHM, a UTEKAKO MOXe J1a
yTHYE Ha [1E0 CHCTEM.

7. llxkapr (enr. Defects) je jako 3acTyIJbeH y MacCOBHO]
npou3BoakH. OIarame AeTeKTOBamka IKapTa
MOJKE CaMo IIPOU3BECTH 110jaBy HOBUX NPEKPUBEHUX
ryouTaka.

8. Henckopumhen spyncku noternyjan (enr. Non-
utilized talent) je ryOuTak xoju HacTaje yciexn
HEYKJbYy4YHBabha paJJHAKA y CHCTEM, Kao U
HEyCBajamkeM bUXOBUX HEja U BEIUTHHA.

124  OcnosHu npunuunu Lean ¢puno3zodpuje
OcuoBuu Lean mpuniunu omoryhasajy KoMnanujama ja
NPaBUJIHO HCKOPHUCTE CBOje pecypce, M CMame BpeMe
n3Mel)y modeTka Kpeupama MPOM3BOJA I1a CBE J0 3aBp-
nretka. [Tocroju met ocHoBHUX Lean npuHImNa:

1. Jedpunncame Bpennoctu (eHr. Specify Value) oBaj
NPUHIHI JeQUHUIIE KyTail.

2. YcrmocraBJbame TOKAa HACTajamka BPEIHOCTH (CHT.
Map the Value Stream) I{uss ycrocTaBibamba TOKa
BPEIHOCTH j€ J1a c€ TOKOM LEJIOT Ipolieca yKIOHE
CBH €JIEMEHTH KOjH HE JIOIPHUHOCE BPETHOCTH Y
JIaTOM TOKY.

3. Ycnocrasibame HEMPEKUAHOT TOKA (eHr. Improve
the Flow) uma 3a 11Uk J1a poIiec Teue HEMPEeKHHO.

4. Ycnocrasibame pull cucrema (enr. Implement Pull)
JOTPHHOCH J1a €€ TOKOM LEJIOT MPOLIeca HCIIOMITYje
TaKT KOjH AUKTUPA IPOU3BOIMA.

5. Vuanpeheme (enr. Pursue Perfection) y sy
JOCTH3ama caBplIieHcTBa. CBe BPEHOCTH KOje He
JONPUHOCE BPETHOCTH, MOPajy OUTH YKIOHbEHE.

1.3 OcHoBHu anatu Lean ¢puiiozoduje

Hda 6u Lean ¢wmro3oduja mMorma ma ce UMIUIEMEHTHpA
VHyTap jemHor mpexyseha, MOTpeOHO je YBECTH M CHpO-
BecTH oaromapajyhe merone, omHocHO ainate. [IpaBuiaH
penocnen kopumhema amata omoryhaBa 3acHrypHO
yCIeHy, epUKACHY 1 CUTYPHY NPOU3BOJIIbY.

5C anart xoju npunana Lean ¢punozoduju, 1 Y4MHU KaMeH
TeMmespall crnoMeHyre ¢Quiosogpuje, Oasmpa ce Ha
OJpKaBamby XWTHjeHE PaJHOT MECTa, TaKo Jla HU jesHe
CeKyHJle He oMeTa Ipou3BogHM mporec. [IpBu kopak je
COpPTHpAaTH CTBAapH, OJHOCHO OJIBOJUTH CBE IOTpeOHE
CTBapH y paTHOM OKPYXKeHY O] HemoTpeOHuX. CipeMuTH
j€ KOopak KOju HacTyla HaKoH copTupama. Ilogpazymena
Ja Cy CTBapH Koje Cy TOKOM Mpoleca COpTHpama
u3/BojeHe Oyay obeneskeHe M Ha CBOM MECTY.

CpemuTn CTBapu je KOpak y KOME CBH 3allOCJICHHU
YYECTBYjy, OIHOCHO OJHOCH CE€ Ha NpPOBEpYy HAKOH
3aBpmieTka Kopumihema MamuHe. CTaHIapau30Bambe
MPETXO0J[HA TPH Mpolieca MOCTIKe ce y3 momoh u3pane
pagHUX KOHTpOJNHMX yryTtcraBa. CTalHO OJpIKaBaTH,
OJHOCHO mojuhi CBECT KOJ PaJHUKA Ja Cy MPETXOjHA
YeTHpH KOpaka jako OMTHA 3a YCIICITHO OpIKaBarbe.
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5S Steps Straighten

Sustain

Cnuxa 1: Kopayu moxom npumene 5C anama

Kanban npezacraBspa cucteM KapTuia 3a yIpaBJbambe Ipo-
M3BONKHOM, Yy ckiany ca pull mpousBommom. Pull mpous-
BOJba (DYHKIMOHHMIIE [0 NPUHLUITY TaKO INTO HAPEIHO
pamHoO MECTO CHTHAJIM3HpPa MPETXOTHOM IIITa MY je oTped-
HO, ¥ Ha Taj Ha4WH ,,[IOBIAYN"* IITa MY je TIOTPeOHO O Jie-
JI0Ba ca MPETXOJHOT PaJHOr MecTa. VcnpaBHOM MPHMEHOM
Kanban cucrema moryhe je yHampenwT# TOK Marepwjaia,
CIIPEYHUTH MPEKOMEPHY MPOM3BOALY, MAKCHMAJIHO YMamH-
TH HeuckopuiiheHocT marepujana, noBehatu uekcuOm-
HOCT INPOM3BO/KE, KA0 M OJAKIIATH HPOU3BOY IyTEM
BU3YyeNHHUX curHaia. [locToje yeTupu THna kaHOaHa:

1. TIponiecuu Kanban (enr. In-process Kanban) ce
KOPHUCTH Ka0 BU3YEJHU CUTHAJI KOjU TUKTHPA TEMIIO
KpeTamba JIeNioBa y IpoliecuMa ca HelpeKUIHUM
TOKOM.

2. Kanban nopiadyema (enr. WithdrawalKanban)
NPENCTaBJba CHCTEM MOTPAXKEHE IIPOU3BOA O
NPETXOJHOT MpoLieca Ha OCHOBY HapeIHOT.

3. IIpomsBomuu Kanban (err. Production Kanban)
CIIyXKHU J1a ICKOMYHUKAIPa HapyYHBake U TONYHY
CKJIaJIMIITA.

4. NTo6asspauku Kanban (enr. Supplier Kanban) oBo cy
Kanban kaptuiie koje Cy HAMEH-CHE 32 MaTepHjaiie
Koje je moTpeOHO HAIPaBUTH.

2. TOTAJIHO TPOAYKTHUBHO OJPKABAIHE
(Total Productive Maintenance -TPM)

Capxa xopuirhema OBOT anara jecTe 1a JIOIPHHECE eIMMH-
HaIlju TYOUTaKa KOjHu CE jaBJhajy ycied HeOIepaTuBHOCTH
ompeMe, U caMHM THM Aa oMoryhu OoJby, YCIICIIHUjY U
CUT'YpHH]jy OpraHu3anujy mnpousBoxme. MoryhHoeT mot-
IyHOT HWCKOpWIIhema OmpeMe M MOYy3AaHOT (YHKIHO-
HHUCama CUCTEMA C€ OCTBapyje Kpo3 IaBHe IusbeBe TPM-
a, a TO Cy: U3rpajitba CBEOOYXBATHOT CHCTEMa MPEBEHTUB-
HOT' OJp’KaBarba, OCTBAPHUBAEKHE CPEKTUBHOT M €(UKACHOT
xopumhema ompeme, pa3BHja M HMITIEMEHTHpPA AaKTHB-
HOCTH TIPEBEHTHBHOT OJp)kKaBarba, NpaTd M omoryhasa
OJIp’KaBarbe OIPEME TOKOM JKHBOTHOT BEKa OIpeMe, Mpyxa
nomoh ¥ MoapIIKy 3armocieHrMa, MOTHBHILE 3al0CIICHE U
¢dopmMHupa THMOBE KOjU Cy 3aIy)K€HH 32 KOHTHHYAJIHO
yHarnpeheme. Kako Ou mpenouenn nusseBn TPM-a Ounm
CIPOBOBMBH, Ne(hUHNUCAHN Cy OCHOBHH I'DA/IMBHU eJleMe-
HTH win cTyooBu TPM-a. Ocam HajBehux ctyboBa TPM-a:
5C,

AyYTOHOMHO OJIp)KaBambe,

Kaizen,

IUTAaHUPAKE NHTEPBEHIIM]E OpKaBama,

oOyka,

apmuaucTpanuja TPM-a,

3apaBjbe M 0e30eHOCT Ha paay M 3allTHTa
OKOJIMHE.

Nogah~MwdhPE

3. IPUMEHA TPM-a ¥ IPON3BOJHOM
CUCTEMY

3.1 YBoa y kopumihewe TPM-a y npou3BogHoM
cucremy

OcHOBHa TIONTa3HA TavyKa MPH KPEeHpamy U yCIOCTaBIbAY
TPM-a Ha nuHHju HaMehe ce HapaBHO, MPEUU3HO Ae(uHN-
came Opoja omeparepa, monemanava JuHuje (eHr. Setter),
Boha nmHuje (eHr Line leader), cmenoBoha (enr. Shift
leader) u TexHuuapa opikaBama (eHr. Maintenance tehni-
can). Hakon nedunncama ykynHor 06poja pagHuka koju he
BpmuTH akTHBHOCTH TPM-a, motpebHO je neduHMcaTH
BpeMe Tpajama TPM akTHBHOCTH, Ka0 U Mpenu3Ho aedu-
HHUCAaTH, KO, KaJja ¥ Ha KOji HaduH he 00aBJpaTi pagme.

3.2 Onuc paga npou3BojHe JHHHjeE

[oron o kome he 6wt peun, neo je ¢padpuke koja ce GaBu
U3pajgoM poropa W crartopa. yXHHOM JHHHjE KOja je
HaMEHCHA 32 CKJIAlake pOTopa MOCTOjH aceMONOBaH
ayTOMAaTH30BaH TPAHCIIOPTHH CHUCTEM, KOjH OIICIYXKYje CBE
CTaHMIIE Y OKBHPY JIMHH]E.

Jlvauja TOYMIbE CTAHWIOM paClaKhBama JAMHHALU]C
pOTOpa, MOTOM C€ Y JIAMHHAIIM]Y YTUCKYje OCOBHHA POTOPA.
IMocne yTHCKUBamba OCOBHHE Y JIAMUHALIH]Y, TIPUCTYIIA CE
oOpaay OCOBHHE, MOCTE 4era JoNa3d [0 I[pecoBama
KOMyTaTopa poTopa, [a OH Ce 3aTMM POTOp OIarao y
CTaHHUIly 3a CJICKTPOMHAYKTHBHY wu3omanujy. Kama je
3aBpIIEH MPOLeC H30JAllije, MPHCTYNa Ce HAMOTAaBamYy
JKHILIC Ha JTAMUAHALIH]Y.

Haxon HaMoTaBama, JXUIla ce 3aBapyje 3a KOMyTaTop, Clie-
I OpyIIele KOMYTaropa, MOHTHpAme JIeKajeBa Ha 0CO-
BUHY W ype3uBame IMy>KHOT HaBoja Ha ocoBHMHY. Ha kpajy
OBHUX CTaHHUIIA UMaMO TOTOB MOJIyIIPOU3BOJ, Y CMUCITY Jia j&
poTOp, Kao TakaB, y MOTIIYHOCTH aceMOJIOBaH, I1a HapeaHe
CTaHMIE CBE JI0 BU3EJHE HMHCIEKIMje, Koja MHaue Ipe-
CTaBJba MOCIIC/EbY CTAHHUILY.

Cnuka 2: Pomop

3.3 Kpeupame TPM-a 3a npon3BoAHY JIMHHjY

IlouerHa tauka npu kpeupawy TPM-a, npe nymrama y
paz NMpou3BOAHE JHMHHjE, jecTe Npernopyka mnpousBohaua
MammHa. HaBenene npenopyke Kopucre ce Kao OCHOBa, U
yIJIaBHOM c€ TpUMEemYjy y (GopMH ayTOHOMHOT
onpxasama. C npyre crpaHe, Ipakca je Iokasajga Ja ce
Ha OCHOBY IIPENOpyKa MOXKE€ CaMO TPaJiTH OCHOBHH
MPUHIWIT HaYMHA oOfpXaBama. Beoma Outan QaxTop
jecTe HWCKYCTBEHO OIpXKaBame Tj. NPUMEHA HCKCYTBa
HMHXCHEpa OpKaBama, Ka0 M MPOLECHUX HHXKEHEPa, Y
OUJbY OTKPHBaka U MPEBEHIIN] e TIpodiema.
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3.4 AyTOHOMHO oJp:KaBam-e JUHHje

Hajsehn akmeHat y ayTOHOMHOM OJp)KaBamky Ha JIMHHUjH
potopa, jecre mpummeHa Kanban u 5C cucrema.
[TpumenoM oBa aBa anara, aieKBaTHOM OOyKOM pajHHKa,
CTaHIApAM3aIHjoM aKTUBHOCTH, yBohemem RFID umnraua
KOjU CIy)Xe 3a MOTBpLy A0o0po onpaljeHe 3ameHe (CHT.
Changeover-a), MOCTUTHYT je PUMETaH CKOK Y TMPOLICHTY
e(pMKaCHOCOTH, Ka0 M Maj Yy NpOLEHTy ryOuTaka, y
norneny opraHusanuje. O0aB/beHE AKTHBHOCTH OIepa-
TEpU U ceTepy KOHGHUPMUIY TTOTITUCOM Ha TaOJU Koja je
YBEK jaCHO UCTAaKHYTa MOpPE] MallluHE.

3.5 IIpeBeHTUBHO O/Ip:KaBaH-€ JIMHHU]je

[lon mpeBeHTHMBHUM OIpXKaBamkbeM Ha JHHUJU POTOpa y
MIOMEHYTOM TIOTOHY, TIOApa3yMeBa c€ OIpXKaBame Y
okBupy TPM-a, koje ce o/BHja Ha HEICJLHOM HHUBOY, a
YHje Ce aKTHMBHOCTH H3BpIIABajy OJ] CTPAaHE TEXHUYApa
oIpkaBama. [[peBEeTUBHO OJIp)KaBabe Ce OJIBUja y OKBHPY
IUTAHCKOT 3actoja. Ha nuHUju poropa, Tpajame TPM-a je
180 munyTa. Y okBUpy HaBeaeHux 180 mMuHyTa, pagHULU
NpoM3BO/Ke Takohe paje aKTUBHOCTH ayTOHOMHOT
oIpkaBama Koje Cy naepuHHCaHE Kao HeAeJbHEe, IOK
TEXHAYAPH MMAjy CIICaK CTaHTAPJHUX aKTHBHOCTHU KOje
nobujajy y obmuky Haiora Tekyhe Heneshe y KOjoj ce
onsuja TPM.

4. 3AKJbYYAK

Y doxkycy Lean-a je kymai, To 3Ha4H Aa je Kynai Taj Koju
nuktupa temno. Boaehu ce oBoM ¢mimo3odujom, cBu
anatd HacTajy y ckiaamy ca oM. CBpxa amara je
MaKCHMMaJIHO  TOjeJIHOCTaBUTH  MpOLEce, CMAambHTH
BUXOBO BpEME, IPOM3BOJUTH KBAIUTETHO M YBEK
pasMUIJBATH Kako je Tporec Moryhe moOoseaTy.
IMpumenom Lean amara, 5C, Kanban-a u TPM-a, Ha
MPOU3BONHO] JHUHHjH OMOTYheH je TOoy3NaHWju H
neGUHUTHBHO CHT'YpHHjU mpouec pana. CriomMeHyTa JBa
amata omoryhaBajy mo3utmBaH wmcxox ~ TPM-a.
CaakosHeBHa (DOKyCHpaHOCT Ha mpolec, npuMmehnBame
HAjCUTHUjUX JeTajba, JCTCKTOBAKE U aHAIU3HPAHE CBUX
mojaBa Koje J0BOAE IO 3acToja, ycpecpeheHoct Ha
KBaJIUTET MPOM3BO/IA U TSKIbA Ka HyJ1a Opojy 3acToja jecy
camo jenHu o Kputepujyma kojum TPM texu.
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