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Po3riisiHyTO OCHOBHI MepeayMOBHM 3aCTOCYBaHHA |€an-MeHeXKMEeHTY s BHPOOHUYMX
ninnpuemcTB. HaBeneHo miAXoau 10 BU3HAYEHHSI CYTHOCTI MOHATTA “OepesyInBOro”
BHPOOHUITBA. BHCBIT/IEHO OCHOBHI 3acaau BIPOBAIKEeHHS KOHUENUil |€an-MeHeaKMeHTy Ha
ninnpuemctBi. IIpoaHanizoBaHo BIpoOBaJ:KeHHs1 “OepexuBoi’ KOHUenuii y mpouec
BHPOOHUITBA TA MEHEIKMEHTY HA MiAMPUEMCTBI.

KmouoBi cioBa: “OepexxiuBe BUpoOHHITBO”, lean-menemkment, lean-ginocodis, motik
BapTOCTI, J0JlaHa BapTiCTh, PO3BUTOK.

LEAN-MANAGEMENT ASAN INNOVATIVE
APPROACH TO PRODUCTION MANAGEMENT

© Bek O. M., Petecki I., 2017

The concept of lean is becoming increasingly important for non-production sphere,
namely the theory and practice of management that allowsto useitsprinciplesfor the effective
implementation of business automatization.

Despite the popularization of the last few years the question of lean manufacturing in
scientific literature, the definition of the term in different sources do not differ significantly.
Lean manufacturing (lean production, lean manufacturing from eng. “lean” — skinny, dim
without fat) — is an effective modern concept of management, the essence of which is to
optimize business processes by maximizing focus on the interests and needs of customers and
markets, also taking into account the motivation of each employee.

Applying the concept of lean-manufacturing practice achieves shorter period sales,
better quality and much lower cost of resources compared to the traditional approach.
Traditional enterprises raw materials from which products are manufactured, may be on the
part weeks or even months, and thus the process of converting and thus adding to their value,
measured mainly in minutesor hours.

Successful transformation towards Lean Manufacturing must simultaneously focus on
technical changes aimed at building technical sustainability of production processes and
management, implementation of the rapid arrival of the cost and technical improvement
processes. Also important progress implementing internal brand culture, typical lean-
management at both levels, leaders in manufacturing (foremen, craftsmen, managers staffs,
etc.) and office administrative staff.

Introduction of the concept of “lean” ideally allows the company to resolve a number of
important challenges that daily and hourly occurs most businesses - to achieve the highest
quality at the lowest costs, shorten product creation, to avoid overproduction, to regulate
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supply issues. We believe this concept is a fundamental of contemporary approaches to
production management in domestic enterprises. Further resear ches need to obsess the process
of implementing lean-management and study existing experience of this concept by domestic
producers.

Key words: lean-management, lean-conception, lean-philosofy, flow of value creating, value
added, development.

IloctanoBka mnpoGjemMu. AKTyaabHI TEHACHLII PO3BUTKY Oi3HEC-NpOLECiB CBiI4YaTh MPO
pauioHaJbHE BIPOBAIKCHHS CHUCTEM aBTOMAaTH3allii, IO CIOPsSMOBaHI Ha IOMIYK TOYOK CTBOPEHHS
BUPOOHUYMX 3aTpaT Ta LWiHHOCTI MPOAYKIIi.

Konuentiist omaaguBoro BUPOOHUITBA CTa€ JeNali aKTyaJbHILIOK Ui HEBUPOOHHMYOI cdepH, a
came ISl Teopii Ta MPaKTUKKU MEHEPKMEHTY, LI0 A€ 3MOT'Y 3aCTOCOBYBATH 11 IPUHLUIHN 151 €PEKTUBHOTO
BIIPOBAKECHHS O013HEC-aBTOMATH3ALII.

AHaJi3 ocTaHHIX JOCTiMKeHb Ta myOaikamii. [lutanHs BpoBapKeHHs KOHIIETIIT “OepexxauBoro”
BUPOOHHUNTBA AK inocodii, mo momomMarae iCTOTHO 3MEHIIWTH BUTPATH, MiABUIIWTH NPOIYKTUBHICTDH
mpali, WiHHICTh MPOAYKILII U1 KIIi€HTA, a TaKOX cGopMyBaTH BiANOBIIHO OPIEHTOBAaHY KYNbTYpY cepen
BUPOOHMYOr0 Ta YMPaBIiHCHKOTO MEPCOHANy, BiJOOpaKEHO y Mpausx BiIOMHX 3apyOiKHUX BUCHHX.
HaiiGinpmoro ycmixy B wiit cdepi y cBiti gocsrim xeiimc Bomak Ta lenien [)xoHc, KOTpi Ha mpHKIaai
IHHOBAIIHOTO MEHE/PKMEHTY KOMIIaHii Toyota mepmumu BBenu B OQIliHHY HayKy MEHEIKMEHTY
nousartss  “lean”. Cepen BITYM3HSHUX BYEHHUX, KOTpI y CBOIX Mpalsx JOCTIDKYIOTh aHAJIOTIYHY
npobaemaTuky, BapTo BinzHaunta H. 1. Uyxpaii, B. 1. Jlucuuuna, O. 1. JIucenko, C. C. bonnapeHko Ta iH.

®opmyoBaHHS Wiji cTaTTi. MEeTOI0 AOCTIIKEHHS € OOIPYHTYBaHHS IOLITBHOCTI BIPOBAIKEHHS
KOHILIETIT lean-MeHeDKMEeHTY Y isUTbHICTh BITYM3HSIHUX BUPOOHHYMX MIANPUEMCTB 3 METOIO IiJABHUIICHHS
e(eKTUBHOCTI IXHBOT MisITHHOCTI.

Buknaa ocHoBHoro martepiaay. He3Bakaroun Ha MOMyJISIPH3ALiI0 MPOTATOM OCTaHHIX KiTBKOX
POKIiB TIHTaHHA OEpeXIUBOIO BHPOOHUITBA Y HAyKOBO-TPAaKTUYHIN JiTepaTypi, BHU3HAYEHHS ILIHOTO
HOHSTTS y Pi3HUX JDKEpeNax iCTOTHO He BiApi3HstoThes. bepexuse Bupoouunrso (lean production, lean
manufacturing 3 aurn. “lean” — micHuid, cTpyHKHii, 0e3 xupy) — e e(eKTHBHA CydacHa KOHIICTIIis
MEHEJDKMEHTY, CYTHICTh SIKOi ToOJisirae B onTuMizamii Oi3Hec-TpoleciB 32 paxyHOK MaKCHUMaJIbHOI
opieHTalii Ha iHTEpecH Ta TOTpeOM KII€HTIB 1 PHHKIB, a TaKOXX BpaxyBaHHA MOTHUBAIii KOXXHOTO
npaniBHuKa. OTXe, BCS CYTHICTh BH3HAYCHb MOHATTS ‘“‘OepekiMBe BHPOOHHUUTBO” 3BOAUTHCS [0
eTHMOJIOTIT aHrmkichKoro cioBa “lean”, To6to M0 (dimocodii BUpOOHMIITBA HA 3acajax EKOHOMHOTO
yIpaBJIiHHS 3aC00aMH.

BiTun3HsHI HayKOBIII 3a3HA4YarOTh, MO Lean — me mpopuBHMIA MiAXiJ 0 YIPABIIHHS SKIiCTIO, SKUN
3a0e3neyye JTOBFOTEPMIHOBY KOHKYPEHTO3IATHICTh Oe3 ICTOTHUX KamitanoBkiajeHb [1]. Omamnuse
BUPOOHMIITBO — II¢ CHCTEMa OpTraHi3amii i yHpaBIiHHS MPOLIECOM PO3POOJICHHS MPOIYKIIil, MpoiecoM
BUPOOHUIITBA, BiAHOCHHAMHM 3 MOCTAaYaJbHUKAMHU Ta KIIEHTAMH, KOJM MPOIYKILis BUTOTOBISIETHCS TOUHO
BIJMIOBIAHO 1O 3alMTiB CIIOKUBA4yiB Ta 3 MEHIIMMH BTpaTaMH IOPIBHSHO 3 MacOBHM BHPOOHHMLITBOM
BEIMKMMH MapTisiMH. MeTy KOHUeMNuii Oa[yIBOr0 BHUPOOHHULTBA JOCHIJHUKH BH3HAYAIOTh SIK
1Mo30aBlIeHHS BUPOOHUIITBA BCIX BUJIB MOXIIMBHX BTpPAT 1 JOCATHEHHS MaKCHMaJbHOI €()EeKTHBHOCTI
BUKOPHUCTaHHsI pecypciB depe3 MOCTYIOBE Ta Oe3nepepBHE BAOCKOHAJICHHS Oi3HEcC-NpOoLECciB opraHizaii,
CHPSIMOBAaHUX Ha MiABUILEHHS PiBHS 3aJOBOJICHHA NOTPEO CHOXKHUBAYIB.

3acTocyBaHHs KOHIEIii |ean-BupoOHHIITBA HA MPAKTHILI JA€ 3MOTY JOCSITH KOPOTIIUX TEPMiHIB
peamizamii TPOJYKIii, Kpamioi SKOCTi, & TaKOXX IOMITHO HIDKYHX BUTPAT PECypCiB TOPIBHSHO 3
TpamuIidHUM migxogoM. Ha TpaaumidHUX MiANPUEMCTBaX CHPOBHHA Ta Marepiaid, 3 SKHAX
BUTOTOBIIIETHCS TPOAYKIIisl, MOXYTh 30€piraTuch Ha CKJIaAi THXKHAMH a00 HaBiTh MICAISIMH, TpOIleC iX
HEPETBOPEHHSI, @ OTXKeE, JOJABaHHS JI0 HUX BApPTOCTI BHUMIPIOETHCS NMEPEBAKHO B XBWIIMHAX YU TOJHHAX

(puc. 1).
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Yac nepexomy mpoayKIii

CupoBuHa i MaTepianu T'otosi BupoOH

. = yac J0/1aBaHHs BapTOCTi

I:I = 3aiiBi 3aTpaTH Hacy

Puc. 1. Ponv uacy dooasamnns eapmocmi y nOGHOMY
nepiodi nepexody 8i0 cuposuHi 00 20M08020 8UPOOY

3a yMOB 3BHYAHHOTO KEpyBaHHS BHPOOHHLTBOM B YKpaiHi B CepeIHbOMY YCTaTKyBaHHS
BUKOpuCTOBYeTbc Ha 40-60 %, a OimpmiicTe NPOCTOIB TEXHOJOTIYHOTO OOJaJHAHHS CHpPUYMHEHI
HeeeKTHBHOIO OpraHi3ali€lo Tpali, OCKUIBKA YacTO MpaliBHUKH BHKOHYIOTH 3aBJaHHS XaOTHYHO,
Oe3cucTeMHO, HE BpaxoByloud 3acaj onTuMizadii. CaMme 3aBASKH BIPOBaKEHHIO Lean-BupoOHHUIITBa
MO’KHa MiHIMi3yBaTH Hee(eKTHBHI 3aTpaTH 4acy IMpaLiBHUKIB Ta 30UIBIIMTH BiJICOTOK 3aBaHTa)KEHOCTI
BUpoOHKYOro obmagHanHs. Croromui 1g (imocodis HaJIESKUTH A0 HAHYCHIIIHIIIMX y CBiTi. Y CycigHii
nepxxasi [onbimi 1e 11 pokis Tomy ctBopeno Lean Enterprise Institute Polska, ronosue 3aBaanHs sikoro —
BceOivHa JOMOMOTA ITiIMPUEMCTBAM Pi3HUX Taly3ell eKOHOMIKH Yy BIIPOBaPKECHHI B iXHIO AisUTBbHICTH Lean-
¢binocodii. BUKOpPHUCTOBYIOUM aHANITHYHI JaHi 1[bOTO IHCTUTYTY [2], MOKEMO OXapaKTepHU3yBaTH TOJOBHI
TEHJCHIII e(QEeKTUBHOCTI BIPOBADKCHHS OEpPEKIMBOTO BUPOOHMIITBA, a caMe IIiIBHIICHHS
MPOIYKTHUBHOCTI mpaiti 10 65 %, 3pocTanHs e)eKTUBHOCTI BUKOPUCTaHHS 00IaHaHHs Maibke Ha 60 % (Ha
ocHOBI pospaxynky mnokasHuka OEE (Overall Equipment Effectiveness — 3aramnpbHa edeKkTHBHICTD
obnasHaHHs)), 3MEHINCHHs 3amaciB y BUpOOHMITBI Maibke Ha 80 %, a Takok 3MEHINCHHS IUTOMI IIij
BHpOOHUNTBO Ha Omm3pko 60 %, TMM caMWM CKOpPOYYIOYM Yac TEPeXOAy BiJl CHPOBHHH IO TOTOBOTO
mponykry mo 70 %. Kpim toro, Garato koMmmaHiii OTPUMYIOTh iHIII CYIYTHI IepeBard, Taki SK iCTOTHE
TIOJIIIIIIEHHS SIKOCTI MPOJYKIIil, 3HIDKEHHS KiJTBKOCTI CKapr, 301IbIIIEHHS KUTBKOCTI 3apeeCTPOBAHUX 1/1eH,
JECSITHKPATHE MiIBUIICHHS e(QEeKTUBHOCTI TpaIli MepcoHaly, MOKPAIIeHHS 1 BHYTPIIIHIX, 1 30BHIIIHIX
KOMYHIKaIliii, SMEHIIICHHS BiAXOMIB TOIITO.

OxkpecneHi mepeBaru O0epeXIIMBOTO BUPOOHHUIITBA JAIOTh MOMKJIMBICTH OKPECIUTH ITATh TOJOBHHUX
3acaj BIpoBamkeHHs Lean-dimocodii y Bupoouumrso (puc. 2) [3].

— TOYHE BU3HAYCHHS BAPTOCTI 3 MOTJISTY KITIEHTA,
— OpraHi3aris ycix Jiif, 0 CTBOPIOIOTH JI0JIaHy BapTiCTh,

— BIPOBAJKEHHS CUCTEMH BCMOKTYBAHHS, Y pPe3yIbTaTi 4OTO
MIOTIK pearye Ha IMOTOYHI MTOTPeOH KITiE€HTIB;

=

= BIZIMOBIHO 710 Tak 3BaHOTro MOTOKY Baprocrti (flow of value-
= .

= creating);

5 — BCTaHOBJICHHA TJIAAKOTO, OE3MEPEPBHOTO PyXy BapTOCTI yepe3
- el MOTIK;

&

=]

=

=

-

— OesrnepepBHE BIOCKOHATICHHS.

BIIpoBaKeHHs1 L ean-gisiocodii

Puc. 2. I'onosni 3acadu snposadicents Ha eupoboruuomy nionpuemcmsi Lean-ginocogii
Joicepeno: na ocnosi [2].

14



YupoBajpkeHHS Yy iSUIBHICTH  BUPOOHMYOTO MIiANPHUEMCTBA KOHIEMIi Lean-MeHemKMeHTy
CXEMaTHYHO 300pakeHO Ha pHuc. 3.

OnpanroBaHHs cTpaTerii BIPOBAMKEeHHS
— IiJTi BIIPOBAPKEHHS Ta MJIOTHI chepH
— miaH ([il, TepMiHY, BIAMOBIJATBHICTh)
— CIIoCcOoOM 3aITy9eHHS MPAIliBHUKIB

BnpoBagxeHnns Po3BuTok Jigepis Po3BuTok
06a3oBoi HA BUPOOHUITBI YIPaBJiHCHKOI0
cTadinbHOCTI (a60 B odici) B NepCcoHay B

KyJabTypi “ Lean KyJabTypi “ Lean’

BrnpoBagxeHHs
MOTOKY

CucremHi 3MiHHI

LTI
: 3anyuennsn nioepis, 3anyuenns
ITiosuwenns . cmanoapmusayis MeHedicepis,
epexmusnocmi npaui, ympumanns 6Ccmano6enns
3IMIH npouecy nocmiiinozo
600CKOHANIEHHA

Puc. 3. IIpoyec ma yini énposadcenns konyenyii “Lean”
y npoyec supodHUYMEa ma YAPAeiinHs

Vemimua tpanchopmanis y 6ixk Lean Manufacturing moBWHHAa OAHOYACHO 30CEPEIUTHCS Ha
TEXHIYHUX 3MiHaX, CHPSIMOBAaHMX Ha 3a0€3MECUYCHHS TEXHIUHOI CTAOLIBHOCTI MPOIIECIB BUPOOHHUIITBA Ta
MEHE/PKMEHTY, BIIPOBA/KCHHS IIBHUAKOTO OJEPIKaHHS BapTOCTi, a TaKOX TEXHIYHOTO BIOCKOHAJICHHS
nporeciB. Takox Mae 3HaYCHHsI BIPOBAKEHHS 1 PO3BUTOK BHYTPIIIHBO(IPMOBOI KYJIBTYpH, THIIOBOT JUIS
Lean-meHeKMEHTY Ha OOMIBOX PIBHSX: JIiJepiB HA BUPOOHUITBI (OpHUraaupu, MaiiCTpH, KEPIBHUKHU 3MiH
TOIIO) Ta YMPABIIHCBKOIO O(ICHOrO MepcoHady. BapTo 3ayBakuTH, 10 BaXJUBUM (DAKTOPOM st
AKTUBHOTO BIPOBA/LKEHHS HOBOI (inocodii € CTBOPEHHS Takoi OpraHi3amiiHOi KyJbTypH, B SIKid
NpaliBHUKK NPOSBISTHMYTh 1HILIATHBY y BUPILICHHI MPOoOJeM Ta BAOCKOHAJICHHI CBOET Mpalli, y sKii Bci
CHIBIPalIOBATUMYTh 3 METOIO TIOCTaYaHHs BApTOCTI KIEHTaM Ta 3aUId yCIIiXy MiIpHEMCTBA.

EmmipuuHi gaHi BHBUYSHHS pe3yJbTaTiB BIPOBAKEHHA “‘OCpekIMBOI” KOHLEMIIl y CHCTEMH
BUPOOHUIITBA Ta yNPaBIiHHS CBiAYaTh MPO 3HAYHE MOKPAILCHHS OKAa3HUKIB AIsIIbHOCTI. Po3risHemo pi3Hi
ranysi ekoHomiku [4]:

1) enexTpOHHA MPOMHUCIOBICTh — 3MEHIIEHHS KiJIBKOCTI eTamiB BUPOOHMUOro mpouecy 3 31 mo 9,
CKOpO4YCHHsI BUPOOHMYOro IwKkiny 3 9 no 1 ngHs, BuBiLIbHeHHA 25 % BHUPOOHWYMX IUIONI, 3arajibHa
eKoHOMis — Oym3bko 2 mMitH oit. CHIA 3a miBpoky;

2) aBialiiiHa TPOMHCIIOBICTh — CKOPOUYCHHSI TEPMiHIB BUKOHAHHS 3aMOBJEHb 3 16 wmicsmiB go 16
THXKHIB;

3) aBroMoOineOyayBanus — mogimireHHs skocti Ha 40 %. Cepex aBTOMOOUIBHHX BY3IB —
BuBUTbHEHHST 20 % BHpPOOHWYMX IIIOMII, BiAMOBa Bif OYIIBHUIITBA HOBOTO BHPOOHHWYOTO KOPIYCY,
€KOHOMISI OJIM3BKO 2,5 MITH [1OJI. 338 THXK/IEHb,

4) KOJBOPOBA METATYPIisi — 301IbIIEHHS IPOYKTHBHOCTI Ha 35 %;

5) dapmarieBTHYHA IPOMHCIIOBICTH — 3MEHIIIEHHS Biax0iB 3 6 % 10 1,2 %, 3HMKEHHS CIIOKHBAHHS
enexkTpoeneprii Ha 56 %, exoHomist 200 Tuc. Ko7, MOPIvHO;
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6) BUPOOHHMLTBO CIIOKMBYHMX TOBapiB — 30UIBIICHHS MPOJYKTUBHOCTI Ha 55 %, ekoHOMisl OJIHM3BKO
135 THC. H0II. 3a THKIEHD.

BucHoBKH Ta nepcneKTHBH MOAAJBLIINX J0CHIIAKeHb. YIPOBAaHKEHHS Y BUPOOHUIITBO KOHLIETIIII{
“Lean” B imeanmi Aae KoMmaHii 3MOry BHPIIINTH HU3KY BaXJIUBHX NpoOieM, 3 SKMMH LIOAEHHO Ta
MIOTOJMHHO CTHKAETHCA OUTBIIICTh MIiANPHUEMCTB — JOCSTTH BHCOKOI SIKOCTI 3a MiHIMalbHUX 3artpart,
3MEHIIUTH TEPMIHH CTBOPEHHS NPOIYKLil, YHHKHYTH II€PEBUPOOHHUIITBA, BPETYIIOBATH INUTAHHI
IOCTa4aHHA. BBakaeMO M0 KOHIEIII0 OJHMM 3 OCHOBHHUX CYYaCHHX aKTyaJbHUX HIIXOIIB [0
yHOpaBIiHHSI BUPOOHUIITBOM Ha BITYM3HSHHX HianpueMcrBax. [lomanpmumx mocimimkeHb MOTpedye mporec
YIIPOBa/DKEHHS |ean-MeHeDKMEHTY, a TAKOXkK BHBYCHHS BXKE HArPOMADKEHOT'O JIOCBiy 3aCTOCYBaHHS i€l
KOHIIETIIi{ BITYN3HIHUMH BUPOOHUKAMHU.
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