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RESUMEN

La presente investigacion se desarrolldo con el objetivo general de
determinar cémo la aplicacion de Lean Manufacturing mejora la
productividad de la linea Roma de la empresa EUROLUZ S.A.C., se eligio
Lean Manufacturing luego de identificar con el diagrama de Pareto las causas
que originan la baja productividad de la linea Roma, estas causas fueron
estratificadas por areas para finalmente determinar el uso de Lean

Manufacturing en la matriz de priorizacion.

En la introduccion de la investigacion se presenta la problematica
internacional, nacional y local, que corresponde al problema de la empresa
sobre la baja productividad. Se presentan los antecedentes internacionales y
nacionales que son investigaciones relacionadas al uso de Lean Manufacturing
y la productividad. Ademas, se presentan las teorias relacionadas al tema. Se
incluyen las justificaciones que llevaron a realizar la investigacion; finalmente

se presentan el problema general, las hipdtesis y objetivos.

En el método se presenta el disefio de investigacion que es cuasi
experimental, la matriz de operacionalizacion de variables, la poblacion y
muestra que son las cantidades producidas durante 30 dias. Se presenta la
situacion inicial de la empresa especificando el rubro, los clientes, su, las
operaciones del proceso, la situacion inicial reflejada en el pre test, la
propuesta de mejora, la implementacion de la mejora mediante el Smed y el
Value Stream Map, los resultados mediante el post test y finalmente el anélisis

econdmico financiero.

Finalmente con la aplicacion de Lean Manufacturing se logrd
incrementar de 0.571 a 1.0703 la productividad de la linea Roma, lo que
representa un 87.44%. Estadisticamente se obtuvo un valor de prueba de 0,000,
lo cual asegura que la herramienta Lean Manufacturing si mejora la

productividad de la linea Roma de la empresa Euroluz S.A.C.

Palabras clave: Lean Manufacturing, Smed, Value Stream Map



ABSTRACT

The present investigation was developed with the general objective
of determining how the application of Lean Manufacturing improves the
productivity of the Roma line of the company EUROLUZ SAC, Lean
Manufacturing was chosen after identifying with the Pareto diagram the
causes that cause the low productivity of the Rome line, these causes were
stratified by areas to finally determine the use of Lean Manufacturing in the

prioritization matrix.

In the introduction of the research, the international, national and
local problems are presented, which correspond to the company's problem
regarding low productivity. The international and national antecedents that are
researches related to the use of Lean Manufacturing and productivity are
presented. In addition, theories related to the subject are presented. The
justifications that led to the investigation are included; finally the general

problem, the hypotheses and objectives are presented.

In the method, the research design is presented that is quasi-
experimental, the matrix of operationalization of variables, the population and
shows that they are the quantities produced during 30 days. The initial
situation of the company is presented, specifying the item, the customers, their,
the operations of the process, the initial situation reflected in the pre-test, the
improvement proposal, the implementation of the improvement through the
Smed and the Value Stream Map, the results through the post test and finally

the financial economic analysis.

Finally, with the application of Lean Manufacturing, the productivity
of the Roma line was increased from 0.571 to 1.0703, which represents
87.44%. Statistically, a test value of 0.000 was obtained, which ensures that
the Lean Manufacturing tool improves the productivity of the Roma line of

the company Euroluz S.A.C.

Keywords: Lean Manufacturing, Smed, Value Stream Map
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