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CONCLUSIONES

Como resultado de la metodologia DMAIC, se implementaron tres acciones estratégicas que generaron impactos significativos como:
1. Se redisenod la configuracion de las bebidas energizantes de 400ml, aumentando la densidad de 175 a 200 cajas fisicas, ampliando la
altura de 7 a 8 camas, lo que redujo en un 7,95% optimizando los tiempos de transito.
2. Se duplico de la capacidad de la bodega de preembarque de 90 pallets a 180 pallets por ende la tasa de distribucion se redujo un 5, 81%
apilando un pallet sobre otro.
3.La consolidacion de ambas mejoras anteriores junto con la implementacion del modelo matematico de asignacion logistica, se logré una
reduccion de la tasa de distribucion en un 15,86% y la acumulacion bajo 22 pallets diarios, esto varia segun el plan de produccion.
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Proposed solutions to be implemented approved by the beverage company SOLUTIONS
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CONCLUSIONS

As a result of the DMAIC methodology, three strategic actions were implemented that generated significant impacts, including:

The configuration of the 400ml energy drinks was redesigned, increasing the density from 175 to 200 physical boxes and increasing the height
from 7 to 8 beds, which reduced transit times by 7.95%.

The pre-shipment warehouse capacity was doubled from 90 pallets to 180 pallets, thereby reducing the distribution rate by 5.81% by stacking
one pallet on top of another.

The consolidation of both previous improvements, along with the implementation of the mathematical logistics allocation model, resulted in a
15.86% reduction in the distribution rate and a cumulative capacity of 22 pallets per day. This variation varies according to the production plan.
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