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ABSTRACT 

 

Value Stream Mapping and an application in a manufacturing company 

Zlatan   

 

Dokuz Eylul Univesity 

Graduate School of Social Sciences 

Department of Business Administration 

Production Management and Industrial Business Administration Program 

 

Shortened product lifecycles, demanding customers, globalization, and e-

commerce have placed intense pressure on companies for quicker response and 

shorter cycle times. One way to ensure a quick  is 

by holding inventory. However, inventory costs can easily become prohibitive, 

especially when product obsolescence is considered. A wiser approach is to make 

the operating system lean and agile, able to adapt to changing customer demands.  

Born from necessity, the Lean production methodology offers companies 

not only a set of tools, rather a new philosophy and a fighting chance to remain 

competitive in a harsh and competitive market. The goal of this study is to 

examine one of the pivotal tools in the Lean production methodology, a concept 

known as Value Stream Mapping. It is a practical tool, which through the 

identification of waste shows the path towards process, cycle time reduction as 

well as improvement possibilities and as such is a basic principle of the Lean 

system.  

The study firstly offers an overview of all the key concepts of a Lean system 

but more importantly practically applies the Value Stream Mapping method 

within a production environment. The implementation of the method was done 

within a medium sized organization that produces parts and delivers them 

directly to one of Eu  

The initial examination and the process of Current state mapping within 

the chosen organization recorded and analyzed key manufacturing statistics. 

Amongst others, some of the most notable problems detected were high inventory 
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levels as well as a low Uptime KPI on the level of the entire value stream. The 

second part of the thesis offers solutions aimed at eliminating the sources of waste 

within the chosen value stream through the application of Lean production 

techniques. 

The result of the undertaken research proves that through the application 

of Value Stream Mapping not only can sources of waste be identified, but through 

the application of methods such as 5S and SMED, considerable process 

improvements can be achieved. 

 

Key words: Value Stream Mapping (VSM), Value Stream Management, Lean 

production, SMED, 5S, Heijunka. 
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Ohno'nun Toyota oto
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M  

 

 

 

genel olarak 

Nitekim Ja

 

1980-
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2010: 7). 

 

 

 

 

nde ortaya 

007: 15).  

Bosna-
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1.1.  

 

 

  (Russel ve Taylor, 2011: 739):  

 

  

 

 

 Kaynakta kalit  

 

 

 

 

 

; 

 ; 

 

 

 

 

 

indirgenmesi. 
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1:  (Russel ve Taylor, 2011: 723) 

 

 

 

 

 

 

 

 

 

 

 

 

1.2.   

 

sarfetmesi ile uyumludur (Locher, 2008: 2).   

edilebilir:  

  

 

 

 

 

rma

- Esnek kaynaklar

-

-

- Kanban

-

-

- Kaynakta kalite

-

-
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ok fazla Japonca kelime kullanarak ve 

 

(Hill, 2012: 145).  

1.3.  

 

 

 

 

-
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-93).  
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:  

1.  

2. Stok: Hammadde,   

3. 

hareket;  

4.  

5.  

6.  

7. Bekleme: 

 

 

. 

1:    

 

 

 

 

 

 

 

 

 

Stok arama

Koli boyutu

Kirli ekipman

Iskartalar
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1.4.1. retim 

 

 

:  

 sraf);  

  

  

 .  

 : 20):  

  

  

  

  

  

 . 

. 

1.4.2. Bekleme  
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Chiarini, 2013: 29): 

  

  

  

  

 . 

1.4.3. Nakliye  

 

a bir ardiyeden 

. 

(Chiarini, 2013: 26): 

  

  

 Z  

 . 

.  
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rak 

tasarlayabi

bilgilendirmeyi ihmal edebilir (Chiarini, 2013: 27). 

1.4.5. Envanter  

 

: 

  

  

  

  

  

  

 

. 

.  

1.4.6. Hareket  
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: 

  

 er; 

  

  

  

 . 

.  

1.4.7. Kusur  

 

zamanda, kusurlu 

 

(Jacob ve 

Chase, 2008: 226). 
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). 

1.5.   

 

.  

e 

, 1995: 528).  
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2: 

2013: 83) 

 

 

 

 

 

 

 

 

 

 

 

 

 

yerde ve her zaman kul

 (Katko, 2014: 26). 

Partiler

uygulama.

Kalite
iyi filtredir.

Sigma kalitesi.

ekme

  Envanter
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09: 

71).  

 

odaklanarak (gem  

). 

Sistemleri

Kalite

5S
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1.6.1. Standardizasyon  

 

bir performans 

fa

-

112). 

 

anlayarak, s

standardizasyon ilkel

iker and Meier, 2006: 125). 

 

Standart  
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ndart  

e

-

 

99-112)  

 

-

makine 

178,2 saniye 

). 

1.6.2. Jidoka - Otonomasyon  
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00 denetim yapar, 

urur, 

bi

indi -

 

300).  

a gibi basit bir yenilik, anormalliklerin 
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zi bir yerde bulunur. Vardiya amiri sorun 

-51). 

 

 

ekipm

rmek 

). 

1.6.3. Tek  
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 . 
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yerine -

ekipman- 
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Krajewski ve 
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izelge 3: 

ve Meier, 2006: 89) 

 

 

 

 

malat  

 

 Ohno'nun ondan esinlenen 

 

benzemektedir ve genellikle U-

 

 

.  

 

 

 

Hat dengeleme

Stratejiler

Kanban
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). 

2002: 57): 
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.  

).  

4: U-   

 

 

 

 

 

 

 

 

 

 

 

 

 

A

B

C

Senaryo
talebi

Toplam 

bilir 

Zaman

Takt 

A 500 60s 30000s 60s

B 1000 60s 30000s 30s

C 1500 60s 30000s 20s

1

2

3

6 5

4

321

7

1 2 3 4 5

6

789

Malzeme

6 5

4

321

7

1 2 3 4 5

6

789

Malzeme

6 5

4

321

7

1 2 3 4 5

6

789

Malzeme
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1.6.3.2. Hat Dengeleme  

 

-

n bir unsurdur. Hat 

dengeleme, t

 

 

 

olabilir (Chiarini: 2013: 99). 
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1.6.4. Kanban  

 

de kulla

 

Kanban tabela, tablo, kart, talimat kar

kartlar vb.), ancak faks (faksban), e-

 

tir ve her zaman 

 

989: 182): 

1. 
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2. 

bir yere koyar. 

 

3. 

 

4. 

. 

5

46) 

 

 

 

 

 

 

 

 

 

B

ara

B

3

A

12
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: 

  

l 

): 

1. 

 

a. 

 

b.  

2. 

 

3.  

4.  

5.  

6. . 

1.6.5. Heijunka - engeleme  

 

 

k" 

dengelem  
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-151). 

20 da

olarak 
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s
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Gele

-
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2011: 104). 

 

. 

4: ep verilrinin analizi  

 

 

 

1.6.6. 5S 

 

rilmektedir (Byrne, 

2013, 110): 

1.  

2.  

3. Seiso, veya temizleme; temizlemek; 

4. k; 

5. . 

). 

 

A B C D E

300 200 200 50 50

25 25 25 25 25

# kanban 12 8 8 2 2
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emirleri daha verimli hale gelecek ve malzeme beklemede daha az zaman 

 

 

 

. 

Projenin 

faaliyetlerini standartla

-216). 

ll, 2012: 14):   

 

 

  

 ; 
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5S'nin etkil

2012: 14): 

 mizlik - 

 

 - 

s

 

 - 

ma yerlerini her 

 

 - 

 

 - 

. 
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- SMED  

 

olu

genellikl

: 

   30% 

   5% 

 Aletlerin boyutl  15% 

 Deneme  50%  

 WIP) 

.  
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ge 5:  - I 

 

.  

:  II  

 

 

 

 

 

rekabetine ayak uyduracak finansal kayn

 

- 

(III)

4 saat 100 1 dak 3.4 dak

4 saat 1000 1 dak 1.24 dak

4 saat 10000 1 dak 1.024 dak

(III)
Oran (%) Oran (%)

4 saat 100 1 dak 3.4 dak 100

4 saat 1000 1 dak 1.24 dak 36% 100

4 saat 10000 1 dak 1.024 dak 30% 83%

(III)
Oran (%) Oran (%)

8 saat 100 1 dak 3.4 dak 100

8 saat 1000 1 dak 1.24 dak 26% 100

8 saat 10000 1 dak 1.024 dak 18% 71%



35 
 

).  

:  

 

 

 

):  

 - 

 

 - 

.  

: 

1. - 

 

2. - 

 

3. - 

(III)
Oran (%) Oran (%)

20 dak 100 1 dak 1,20 100

20 dak 1000 1 dak 1,02 85% 100

20 dak 10000 1 dak 1,00 84% 98%
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4. - 

. 

): 

1.  

2.  

3.  

4. 

 

5.  

6.  

7. .  

 

1.6.8.   

 

 

): 
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. 

 

 

 kaynaklanacak olumsuz 

. 

). 

): 

1.  

2.  

3. 

 

4.  

5.  

6.  

7.  .   
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il edilmelidir (Santos 
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trol  

 

panosu bulunur. 

1.6.10   

 

-  -  
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(Russel ve Taylor, 2011: 739).  

 

le 

yarat

karlar eld ). 

2011: 740): 

  

  

  

  

  

  

 . 

-
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-

-

, 

379).  

 kurtulur 

k 

). 

1.7. KAIZEN 

 

v

organi

sel 

.   
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m sistemlerinde, evrimsel ve devrimci 

 

 

. 

: (Santos ve 

 

 

 

 

 

 uygula - kontrol et  

veya genel problem 

 

 

 

. 

Verimlilik

Son durum

durumu

Yeniden Kaizen
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8: Kaizen'in  (Kato ve Smalley, 2011: 60) 

 

 

 

 

 

 

 

). 

Kaizen'in pratik uygu

gerektirir (Kato ve Smalley, 2011: 69-71). 

1.
Potansiyelini 

2. 

Analiz et

3. 4. Uygulama 

5. 
uygula

6. Yeni 
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2.1.  

 

 

ihti

yeterlilik 

bir israf olur. 



44 
 

 

leneksel 

-50). 

2.2.   

 

kombin

 

beli
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edilmektedir.  

1997: 47):  

  

  

  

in istiflenmesi 

ir 

 

italama metodolojisidir. 

2.3.   
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a 

Kumar, 2015: 413). 

 



47 
 

uygulanabilir. 

): 

 

 

 

 

 Kontrol e

 

 

. 

d Durum 

kadar olan an, Zhou, 2011: 2). 
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rdu; bu da onu, 

dan hem 

(Stoller, 2015: 22).  

): 

 

 

 

 

  

 

 

 ar; 

 -
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. 

):  

 

 

 

 

 

 

 

. 

2.3.2. a   

 

). 

za
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Materials  - 

yetleri ve 

kuyruklar dizil

-

gelir.  

 

2.3.3.   
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(Rother and Shook, 2009: 15): 

  

 

  

 her bir 

426).  

  

 

 

 

hesaplanabilir. 

 

 

 

ve Poling, 2008: 88). 
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ldir. Parti boyutu bir 

 

 

). 

 

 - 

 

2002: 57). 

  

 

 

Poling, 2008: 34).  

2.3.4.   

 

(Rother ve Shook, 2009: 7):  

1.  

2.  

3. Sonraki  

4. .  
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 ik dokuz 

. 

2.3.4.1.   

 

ai

 

 

): 

 -Quantity - 
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 -Routing - 

ana -

 . 

). 

2.3.4.2. oplama  

 

genel  

. 

: 

 

 

 . 
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8 (Nash ve Polling, 

2008: 31) 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

. 

 

 

Tahmin veriyor musunuz?

Otomatik sistem bir MRP veya ERP sistemi midir?

verileri

verileri

verileri

kontrol 

verileri
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9 (Nash ve Polling, 

2008: 35) 

 

 

 

 

 

 

 

2.3.4.3. Mevcut Durumu Haritalama  

 

 

):  

1.  

a. 

 

b. 

 

c. 

 

2. 

 

3. 

 

4.  

 

WIP

Paket boyutu

Paket boyutu

WIP
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a. 

 

b. 

edilmeleri gerekir. 

5.  

6. 

 

7. emsil edilmesi.  

8. 

. 

ihtiy

WIP) 

ayarlamaya denk gelecektir.  

 



58 
 

 

(Nash ve Poling, 2008: 121-131). 

2.3.4.4. Gelecek Durum Haritalama  

 

gelecek durum bir 

): 

1. 

 

2. 

 

3.  

4. 

sistemle  

5.  

6.  

7. 

 

8. 

? 

): 

 

 

 

 

 

. 
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9: Yal   

 

 

 

 

 

Gelecek 

): 

1. 

 

2.  

3. e standardize edilmesinden sonra 

.  

2.3.4.5. Uygulama P   

 

 

 

gelecek durumun tas

Gelecek 

 

 P

gelecek 

Frekans

Tampon envanteri Hat dengeleme Heijunka kutusu

Emniyet envanteri SMED

Kanban sistemi

Talep Seviyelendirme 
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Yeni gelecek 

). 
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3.1.   

 

 

gelecek 

 

  Mevcut durumun analizi ve gelecek 

gelecek 

 SMED gibi 

 

 Daha fazla il



62 
 

. 

3.2.   

 

-Hersek'te otomotiv 

Avrupa'da 

retim 

 

 

san
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. 

 

 

  

 

 

 

 

 

 

 

3.  

 

ndirme Analizi - Part 

 

. 
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:   

  

 

 

 

 

 

 

 

 . 

 

 11: - BMW el freni 

 

 

 

 

 

 

 

 

 

 

 

Srebr

1 Plastik kal plama

2 Deri i aretleme

3 Deri kesimi

4 Deri inceltme

5 Deri yontma

6 Diki 1

7 Yap t r c uygulama 1

8 Diki 2

9 Diki 3

10 Kla p s tma

11 Yap t r c uygulama 2

12 Montaj

13 Is l i lem

14 Delik a ma

15 Son kontrol

16 Paketleme

Srebrenica Tesisi

Toplam% 

1 720.000        17% x x x x x x x x x x x x

2 175.000        4% x x x x x x x

3 1.850.000    44% x x x

4 1.500.000    35% x x x x

Toplam 4.245.000    100%

895.000        

80%

Delik Son 

kontrol

Enjeksiyon Deri Deri 

kesimi

Deri 

inceltme 

Profil 

kesimi
Paketleme

uygulama
Montaj

tedaviip

1 720.000 17% x x x x x x x x x x x x

yg
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tutulmakta

.  

 

 12 -   

 

 

 

 

 

 

 

 

 

 

 

M

Hammaddeler, gelen lojistik 

ve skiving

Montaj

paketlenir

Nakliyeler

edilmektedir.
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. 

 

 13:   
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TAKT ZAMANI HESAPLAMA 

 

 

 

. 

 

11:  hesaplama  

 

 

 

 

 

 

 

 

 

imatlar standart 60 adetlik 

2 vardiya 3000 adet

Saat / vardiya 8,5 saat

510 dakika

Mola / vardiya 10 dakika

20 dakika 57000 saniye / gün

5 dakika 3000 adet / gün

475 dakika

28500 saniye

57000 saniye 19 saniye / adet

0,32 dakika / adet

60

19
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-

. 
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 12  formu - I 

 

1.

2.

a.

b. 3.000           Hafta 15.000           Ay 60.000           

3.

a.

b. 78%

c. 22%

4.

5.

6.

7.

8.

9.

10.

11. Tahmin veriyor musunuz?

12.

13.

14.

15.

(dakika)

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

28. Otomatik sistem bir MRP veya ERP sistemi midir?

29.

30.

MS Excel

20 dak

Evet - mola boyunca

Otomatik sistem, Microsoft Excel veya Lotus 1-2-3 gibi elektronik tablo 

Softicar

ERP

8,5 h

2 x 5 dak = 10 dak

Evet - mola boyunca

5 dak

FIST plastiks / Wolfsdorf

720.000                                                                                                                                  

BMW / xY

560.000                             

160.000                             

Avrupa
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 13: H  formu - II 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Hammade stok: 73.650 adet (plastik ve deri)

30 dak

90 adet

0,33 dak/adet

45 dak

162 adet

0,28 dak/adet

4 dak

60 adet

0,07 dak/adet

MOQ - 60 adet, iade edilebilir kutu, haftada bir - Cumartesi

Son kontrol

0,42 dak

WIP 180 adet

Paketleme

0,07 dak

WIP 480 adet

0,28 dak

WIP -

0,30 dak

WIP 60 adet

0,24 dak

WIP 270 adet

Montaj

0,33 dak

WIP 74 adet

0,29dak

WIP 20 adet

0,09 dak

WIP 3400 adet

0,66 dak

WIP 30 adet

0,66 dak

WIP 20 adet

Deri inceltme ve 

yontma 

0,41 dak

WIP 40 adet

0,60 dak

WIP 20 adet

0,10 dak

WIP 3500 adet

Deri kesimi

0,36 dak

WIP 40 adet

nitelikleri

0,25 dak

100%

WIP 18000 adet
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3.6. MEVCUT   

 

narak ve 

 

 

 

elidir. 

re 

. 
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