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Abstract 

The objective of the present investigation was to propose a solution to the excessive generation of waste in a Peruvian 
SME dedicated to the production of sweet arare, combining both the Systematic Layout Planning (SLP) and the Lean 
Manufacturing 5S methodologies. The SLP methodology was used to optimize the distribution of the plant according 
to the production process and the 5S methodology proposed specific improvements at each of its stages. Through a 
simulation in the Arena software, it was validated that this solution reduces the proportion of waste produced to 
competitive levels in the industry, in addition to minimizing the material handling distance by 43.77% and the material 
transfer time by 8.75%. 
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1. Introduction
According to the United Nations Industrial Development Organization or UNIDO (2022), the manufacturing sector 
plays a fundamental role as an engine of shared prosperity. To support this concept, the Economic Commission for 
Latin America and the Caribbean or ECLAC (2017) states that this sector is one of the essential sources of expansion 
of the global economy and generates large investments in research and technological development throughout the 
world. For example, in Peru the manufacturing industry became the lead contributor to the national GDP with an input 
of 2.1%, generated over one million direct jobs and more than 13 million soles in internal taxes (National Industry 
Society 2021). It is worth noting that this sector experienced a growth of 17.7%; in particular, the food industry 
presented growth of 7.4% and, in turn, the manufacturing branch of cocoa, chocolate, and confectionery products grew 
by 13.8% (SNI  2022). However, this growth is not free of difficulties, Gazdecki et al. (2021) point out that waste 
generation is one of the biggest problems in the food industry, due to its negative environmental, economic, and social 
consequences. This is because it leads to a great inefficiency in the use of raw materials, energy, and other resources, 
affecting the competitiveness of companies and therefore their stability in the short and long term. 

In Peru, sweet arare is a newly introduced confectionery product primarily made from rice. An SME dedicated to its 
production faced a nearly 3% annual income loss (1695.66 soles) due to waste generation reaching 1.6% of its total 
production weight (500 grams per lot). This poses a problem for the expansion of its activities, as inefficiencies in its 
production process became evident and could further increase with a higher production volume. The main contributors 
to the elevated waste generation were found to be the unoptimized plant layout and general disorder in the production 
area, as the waste losses exclusively occurred during transfer between activities. Consequently, a solution proposal 
was developed by combining the use of the Systematic Layout Planning and 5S Lean Manufacturing methodologies 
to address each issue respectively. It should be noted that these tools were chosen for the low cost of their 
implementation, which makes them viable alternatives for strategic changes in SMEs in particular. 

This scientific article is divided into 6 chapters: Introduction, Literature Review, Methods, Validation, Results, and 
Conclusions. 
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1.1 Objectives 
The main objective of this article is to reduce the waste of an SME dedicated to the production of sweet arare down 
to 1.50% of its total production weight. Additionally, specific objectives were proposed to reduce the material handling 
distance by 30% and the material transfer time by 5%. To do so, a model based on the combination of Systematic 
Layout Planning (SLP) and the 5S Lean Manufacturing methodologies is presented, which will be applied exclusively 
to the production process of sweet a rare and the company workshop’s layout. Thus, the contribution of this research 
is the strategic change in the company’s activities at a minimal cost for a significant impact in its operations. 

2. Literature Review
2.1 Waste in the Candy Industry
Waste in the candy industry is a widespread issue that can be triggered by different factors. An investigation in Russia
by Kirushin et al. (2017) found that excessive waste was generated during the production of sugar cookies because of
an inefficient layout, unoptimized production planning, and poor organization of tools and equipment. In the United
Kingdom, Sibanda and Ramanathan (2018) determined that the lack of standardization in a company’s chocolate
production process led to poor quality, causing additional waste and losses. Ibarra et al. (2019) in Mexico found that
that the lack of procedure guidelines caused excess waste in a lollipop factory. The difference in origin for waste
across the industry highlights the importance of adapting the appropriate tools for specific applications.

2.2 Application of Systematic Layout Planning (SLP) 
Long displacements with multiple crossings and turns during the production process can lead to higher handling costs, 
lower production capacity, and excess waste generation (Fauziah et al. 2017). In turn, the Systematic Layout Planning 
(SLP) methodology can be used to generate a new optimized layout that reduces the material handling distance based 
on the production process for a minimal cost and even generating significant savings (Haryanto et al. 2021). An 
efficient layout redesign considers the nature of both the labor and the laborer to create maximum synergy between 
them (Baccanti et al. 2021). The implementation of SLP by Ananda Esya et al. (2020) at a manufacturing company 
led to the reduction of the material handling distance by 68.72% and of the material handling costs by 44.7%. Likewise, 
Yang (2021) achieved a 65% material transfer time and 67% material handling distance reduction at an air equipment 
accessory manufacturer through the application of SLP. 

2.3 Application of 5S 
The 5S Lean Manufacturing methodology consists of 5 steps (Sort, Set in order, Shine, Standardize, and Sustain) 
focused on preventing dirtiness and disorder, and removing obstructive elements from the workplace (Verghese et al. 
2018). Shahriar et al. (2022) also demonstrated its effectiveness at reducing motion and waiting time waste, by 
achieving up to 20.40% operation time reduction in a plastic bag manufacturing company through its implementation. 
Cristobal et al. (2020) implemented the 5S methodology in an alpaca wool workshop to obtain a 7% waste reduction, 
further proving its versatility and usefulness. 

3. Methods
During the literature review process different investigations were analyzed and compared to better understand the use
of the SLP and 5S methodologies to tackle waste generation. Two factors were identified as particularly relevant for
the present article; Table 1 shows prior research and the tools used in each case to address said topics.
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Table 1. Comparative Matrix. 
 

Authors 
Relevant Factors 

Long and unoptimized material 
handling distance Disorganized tools and resources 

Adeodu, A., Kanakana-Katumba, 
M., & Rendani, M. (2021)  5S 

Gazdecki, M., Gorynska-
Goldmann, E., Kobus-Cisowska, J., 

Laba, S., Rejman, K., & 
Szczepanski, K. (2021) 

Systematic Layout Planning 5S 

Bouzon, M., Lista, A., Mostafa, S., 
Romero, D., & Tortorella, G. 

(2021) 
Systematic Layout Planning  

Kirushin, S., Malafeev, A., & 
Vaskova, N. (2017)  5S 

Llontop, J., Lora, A., Mamani, N., 
& Morales, C. (2020)  5S 

Baccanti, F., Micheli, G., & 
Rampoldi, A. (2021) Systematic Layout Planning  

Proposal Systematic Layout Planning 5S 
 
3.1 Proposed model 
The proposed model was designed to address the root issues of the high waste generation in the sweet arare production 
process, taking the data collected from the company as an input to generate a tangible reduction in said indicator as 
an output. The SLP and 5S methodologies are included in the model to achieve this result. 
 

 
 

Figure 1. Proposed model. 
 
This model consists of 3 main components, starting with the problem analysis of the base situation. The next 
component consists of the application of both the SLP and 5S methodologies to address the root issues of the high 
waste generation. The final component of the model is the development and validation of the solution proposal through 
simulation software to determine the final situation. This model provides a first reach into the application of different 
engineering tools for optimizing the production of sweet arare, a newly introduced product in Latin America. 
 
3.1.1 Component 1 - Problem Analysis 
This component consists of the identification of the root causes for the high waste generation during the sweet arare 
production process. The diagnosis was carried out through interviews with the company workers, measurements in 
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the workplace during production, and the collection of photographic evidence. The first root cause found was the 
inefficient plant layout, which generated a long material handling distance and several crossings and sharp turns to 
occur during production. The second root cause found was the lack of organization for tools, equipment, and resources, 
which in turn generated additional motion, wasted time, and a higher propensity to spill the product during production. 
These root causes were initially discovered with an Ishikawa Diagram, and their importance was tallied through a 
Pareto chart. 
 
3.1.2 Component 2 - Intervention 
The second component consists of the combined application of the SLP and 5S methodologies. SLP (Systematic 
Layout Planning) assists in the redesign of a manufacturing plant while reducing the total distance traveled through 
the production process and the probability of waste losses during transfer (Bouzon et al. 2021). The 5S methodology 
increases efficiency by standardizing the production process and removing unnecessary elements from the workshop 
(Adeoudu et al. 2021). Each tool was employed in a separate phase to ensure that the organization efforts from the 5S 
implementation would be focused on the new plant layout to avoid redundancy and achieve better synergy. 
 
3.1.3 Component 3 - Development and implementation of the intervention 
The third component consists of the validation of the end result of the solution proposal implementation. Research 
done by Gazdecki et al. (2021) established a 1.5% waste loss over the total production weight to be an industry-wide 
competitive indicator for grain products. A sustainable reduction in waste over total production leads to increased 
productivity, and the standardization of the new process conditions and operations leads to consistency in these results. 
Similarly, a reduction in material handling distance and material transfer time is expected due to the removal of 
obstructive elements and the generation of a new workflow route through the workshop. 
 
3.2 Indicators 
The following indicators were deemed appropriate to measure the effectiveness of the solution proposal. Their 
descriptions and formulas are detailed below: 
 
Waste over Total Production Weight: To measure whether the amount of generated waste during the production 
process was within an acceptable value a comparison with the total production was required. As the final product is 
distributed in a 130-gram presentation, weight was chosen as the variable for the comparison. The total weight is 
calculated in relation to the weight of one sweet arare production lot. 
 

𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊 𝑜𝑜𝑜𝑜𝑊𝑊𝑜𝑜 𝑇𝑇𝑜𝑜𝑊𝑊𝑊𝑊𝑇𝑇 𝑃𝑃𝑜𝑜𝑜𝑜𝑃𝑃𝑃𝑃𝑃𝑃𝑊𝑊𝑃𝑃𝑜𝑜𝑃𝑃 𝑊𝑊𝑊𝑊𝑃𝑃𝑊𝑊ℎ𝑊𝑊 =
𝑇𝑇𝑜𝑜𝑊𝑊𝑊𝑊𝑇𝑇 𝑤𝑤𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊 𝑤𝑤𝑊𝑊𝑃𝑃𝑊𝑊ℎ𝑊𝑊 𝑃𝑃𝑃𝑃 𝑘𝑘𝑊𝑊

𝑇𝑇𝑜𝑜𝑊𝑊𝑊𝑊𝑇𝑇 𝑝𝑝𝑜𝑜𝑜𝑜𝑃𝑃𝑃𝑃𝑃𝑃𝑊𝑊𝑃𝑃𝑜𝑜𝑃𝑃 𝑤𝑤𝑊𝑊𝑃𝑃𝑊𝑊ℎ𝑊𝑊 𝑃𝑃𝑃𝑃 𝑘𝑘𝑊𝑊
 

 
 
Material Handling Distance: As the key aim of the SLP implementation is the optimization of the workflow through 
the workshop layout, it becomes necessary to measure the total distance traveled in between production stages. 

𝑀𝑀𝑊𝑊𝑊𝑊𝑊𝑊𝑜𝑜𝑃𝑃𝑊𝑊𝑇𝑇 𝐻𝐻𝑊𝑊𝑃𝑃𝑃𝑃𝑇𝑇𝑃𝑃𝑃𝑃𝑊𝑊 𝐷𝐷𝑃𝑃𝑊𝑊𝑊𝑊𝑊𝑊𝑃𝑃𝑃𝑃𝑊𝑊 = �𝐷𝐷𝑃𝑃𝑊𝑊𝑊𝑊𝑊𝑊𝑃𝑃𝑃𝑃𝑊𝑊 𝑊𝑊𝑜𝑜𝑊𝑊𝑜𝑜𝑊𝑊𝑇𝑇𝑊𝑊𝑃𝑃 𝑃𝑃𝑃𝑃𝑖𝑖𝑊𝑊𝑊𝑊𝑤𝑤𝑊𝑊𝑊𝑊𝑃𝑃 𝑝𝑝𝑜𝑜𝑜𝑜𝑃𝑃𝑃𝑃𝑃𝑃𝑊𝑊𝑃𝑃𝑜𝑜𝑃𝑃 𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊 𝑃𝑃𝑃𝑃 𝑚𝑚 
 
 
Material Transfer Time: As the optimization of the plant layout and the organization of tools, equipment, and 
resources is aimed at reducing inefficiency during the production process, the time between the start of activities in 
one stage of production and the end in another is an effective way to determine if the new distribution is effective. 

𝑀𝑀𝑊𝑊𝑊𝑊𝑊𝑊𝑜𝑜𝑃𝑃𝑊𝑊𝑇𝑇 𝑇𝑇𝑜𝑜𝑊𝑊𝑃𝑃𝑊𝑊𝑇𝑇𝑊𝑊𝑜𝑜 𝑇𝑇𝑃𝑃𝑚𝑚𝑊𝑊 = �𝑇𝑇𝑃𝑃𝑚𝑚𝑊𝑊 𝑊𝑊𝑊𝑊𝑘𝑘𝑊𝑊𝑃𝑃 𝑖𝑖𝑊𝑊𝑊𝑊𝑤𝑤𝑊𝑊𝑊𝑊𝑃𝑃 𝑝𝑝𝑜𝑜𝑜𝑜𝑃𝑃𝑃𝑃𝑃𝑃𝑊𝑊𝑃𝑃𝑜𝑜𝑃𝑃 𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊𝑊 𝑃𝑃𝑃𝑃 𝑊𝑊𝑊𝑊𝑃𝑃𝑜𝑜𝑃𝑃𝑃𝑃𝑊𝑊 
 
4. Validation 
For the validation of the solution proposal, a comparison between the initial situation and the implementation was 
required. Firstly, the initial workshop layout and the corresponding workflow were examined, considering the different 
areas in which production activities take place. In this situation, the material handling distance was calculated to be 
48.036 meters, and the material transfer time was 165.66 seconds. 
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Figure 2. Initial workshop layout and areas. 
 
Considering the initial scenario and the way the different areas were related to each other, the implementation of SLP 
called for the creation of a relational table where the closeness between areas was assessed based on criteria such as 
urgency, accident prevention, and possible effects of humidity and heat on elements in workshop. 
 

 
 

Figure 3.  Relational table according to chosen criteria. 
 
With this information, a new layout was designed to take advantage of the available space while reducing the distance 
traveled during the production process. The proposed layout has a material handling distance of only 27.011 meters. 
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Figure 4. Proposed workshop layout 
 
For accurate results, the material handling distance was calculated based on the distance traveled in the initial 
workshop layout and the proposed layout between areas or stages. The same areas were kept in both instances, but 
their distribution throughout the workshop varies based on the criteria from the relational table. 
 

Table 2. Distance traveled by production process stage for each layout 
. 

Stage Distance traveled in the initial 
layout (m) 

Distance traveled in the 
proposed layout (m) 

Area 1 to 2 8,549 2,940 
Area 2 to 3 5,319 1,033 
Area 3 to 4 860 850 
Area 4 to 5 2,868 1,117 
Area 5 to 6 10,893 5,070 
Area 6 to 7 3,603 2,378 
Area 7 to 8 5,542 6,118 
Area 8 to 9 3,911 5,086 

Area 9 to 10 5,740 951 
Area 10 to 11 751 1,468 

Total 48.036 27.011 
 
The next phase of the solution proposal was the implementation of the 5S methodology. During the first component 
of the proposal, several foreign elements, such as a children’s bicycle, were documented as being stored in the 
workshop. All elements that did not contribute to the sweet arare production process nor served any purpose in the 
workspace were set for removal (1S, Sort). All remaining elements would be required to have a designated space in 
the workshop (2S, Set in order) and then any potential contamination sources would have to be eliminated (3S, Shine). 
Afterwards, all procedures would be standardized to ensure that all workers know how to properly accomplish their 
duties (4S, Standardize), and finally, checklists and routines would be implemented to keep the changes stable in the 
long term (5S, Sustain). 
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Figure 5. Foreign elements and clutter in the workshop in the initial scenario. 
 
The changes pushed by the proposal aim to deal with the lack of order in the workshop in its initial state, and instead 
optimize the space and time spent in it to reduce the possibility of waste loss and to increase productivity. 
 

 
 

Figure 6. Agglomeration in the workshop’s storage area in the initial scenario. 
 
With the initial situation’s condition properly assessed and the proposal changes already established, a simulation in 
the Arena software was used to validate the differences between each scenario and whether any substantial 
improvements were achieved. The simulation includes all production related activities and their time requirements 
based on statistical data obtained from multiple measurements made during the production process. The simulation 
starts from the moment the raw materials are taken from their storage area and ends when the finished product is 
placed in storage. For each iteration of the simulation, the average production in one month is processed, for a total of 
30 iterations, and the intervention of the workers is accounted for whenever needed. 
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Figure 7. Simulated arare production process 
 
Since the waste losses occur exclusively during transfer, these had to be accounted for in the simulation model, with 
the value changing based on the implementation of the solution proposal. Similarly, the time between each activity 
and the total production time were also improved by the implementation of the proposal. 
 
5. Results and Discussion 
After the simulation finished running, the main indicators were tallied to determine the effectiveness of the solution 
proposal. The following table contains the results from both the initial scenario and the scenario according to the 
solution proposal: 
 

Table 3. Main indicators before and after the implementation of the solution proposal 
 

Stage Initial scenario Scenario according to proposed 
solution 

Number of orders served 64 64 
Percentage of losses on total weight 1.6% 1.5% 

Total cycle time (hours) 124.16 124.14 
Total travel time (seconds) 165.66 151.15 

Distance traveled (m) 48,036 27,011 
 
As can be seen, the number of orders served remains constant, but the percentage of losses over the total weight 
decreases due to the proposed improvements. The total cycle time remains constant because the time spent in motion 
between activities constitutes a minimal fraction of the total duration of the production process, while stages that do 
not require human intervention, such as soaking and drying, last several days. The total travel time is analog to the 
material transfer time indicator and presents a significant improvement, since a reduction of 8.75% was achieved 
compared to the initial scenario, and the distance traveled is analog to the material handling distance indicator and 
presented the greatest improvement between scenarios, as it was reduced by 43.77% compared to the initial situation. 
 
As the company’s activities and product variety increase so will the importance of material handling distance as the 
workers will have to manage multiple production processes simultaneously, causing the distance traveled from one 

Proceedings of the 3rd Indian International Conference on Industrial Engineering and Operations Management 
New Delhi, India, November 2-4, 2023 

329



© IEOM Society International 

area to another to greatly affect their timely response capacity. Considering that timing is one of the most important 
factors in food production, any delays could lead to potentially losing entire production lots. 
 
It should be noted that, if the methodologies employed in this investigation are to be used in another confectionery 
business, a prior analysis of the case must be carried out and their viability must be determined in relation to the root 
cause of the issue. In the case of Ibarra et al. (2019) for example, it was determined that Lean Six Sigma and DMAIC 
were a better fit, leading to a 36.51% decrease in losses. While in both investigations the issue at hand is excessive 
waste loss, in their case, the analyzed company was much larger in size and production volume with the root cause of 
their problems being lax production standards rather than an ineffective layout. The choice of tools to address the issue 
of waste loss is not a constant for all instances, but prior investigations can be used as a referenced when similar 
situations arise even across different industrial sectors. 
 
6. Conclusions 
The present investigation concludes that reducing the waste generation in an SME through the application of the SLP 
and 5S methodologies is possible, achieving the main objective of reaching a level of 1.5% waste over total production 
weight. Additionally, both specific objectives were surpassed, reducing the material handling distance by 43.77% 
(with an original objective of a 30% reduction) and the material transfer time by 8.75% (with an original objective of 
a 5% reduction). Furthermore, this implies that the 2.46% income loss would be reduced to only 2.29%. The reduction 
in income loss implies that more impressive results can be achieved in the future as the company grows over time and 
its operations increase both in complexity and scale. 
 
References 
Adeodu, A., Kanakana-Katumba, M., & Rendani, M., Implementation of Lean Six Sigma for production process 

optimization in a paper production company, Journal of Industrial Engineering and Management, vol. 14, no. 3, 
pp. 661-680, 2021. 

Ananda Esya, J., Santoso, B., & Sunardi, Redesign of the Production Facility Layout by Using Systematic Layout 
Planning Method at Cahaya Bintang Mas Company Surabaya, Journal of Physics: Conference Series, pp. 1-7, 
Surabaya, Indonesia, October 17-18, 2020. 

Baccanti, F., Micheli, G., & Rampoldi, A., A revised systematic layout planning to fit disabled workers contexts, 
Sustainability, vol. 13, no. 12, pp. 1-25, 2021. 

Bouzon, M., Lista, A., Mostafa, S., Romero, D., & Tortorella, G., Lean layout design: a case study applied to the 
textile industry, Production, vol. 31 no. 20210090, pp. 1-16, 2021. 

Cristobal, J., Dominguez, F., Quispe, G., Raymundo, C., & Zapata G., Waste Reduction with Lean Manufacturing 
Model in an Alpaca Wool Workshop, IOP Conference Series: Materials Science and Engineering, pp: 1-7, 
Washington, USA, September 25-27, 2020. 

Economic Commission for Latin America and the Caribbean, Manufacturing and structural change, Available:  
https://www.cepal.org/sites/default/files/publication/files/42393/S1601348_es.pdf, Accessed on May 5, 2022. 

Fauziah, S., Septiani, W., & Suhardini, D., Design and Simulation Plant Layout Using Systematic Layout Planning, 
IOP Conference Series: Materials Science and Engineering, pp. 1-8, Tanjungpandan, Indonesia, November 7-9, 
2017. 

Gazdecki, M., Gorynska-Goldmann, E., Kobus-Cisowska, J., Laba, S., Rejman, K., & Szczepanski, K., Magnitude, 
Causes and Scope for Reducing Food Losses in the Baking and Confectionery Industry — A Multi - Method 
Approach, Agriculture, vol. 11, no. 10, pp. 1-20, 2021. 

Gazdecki, M., Goryńska-Goldmann, E., & Rejman, K., Benefits and Limitations of Methods of Measuring Food 
Losses and Their Economic and Non-Economic Significance – The Case of Bakery and Confectionery Industry, 
Environmental Protection and Natural Resources, vol. 32, no. 3, pp. 20-28, 2021. 

Haryanto, A., Hisjam, M., & Yew, W., Redesign of Facilities Layout Using Systematic Layout Planning (SLP) on 
Manufacturing Company: A Case Study, IOP Conference Series: Materials Science and Engineering, pp. 1-12, 
Solo, Indonesia, October 20, 2020. 

Ibarra, JD, Robles, A., Montemayor, A., Iñiguez, A., Blanco, A., & Torrecillas, A., A lean six sigma project to reduce 
waste and variability in a confectionery manufacturing, International Conference on Industrial Engineering and 
Operations Management, pp. 631-641, Toronto, Canada, October 23-25, 2019. 

Kirushin, S., Malafeev, A., & Vaskova, N., Development of a KPI Subsystem for a Russian Confectionery Company: 
A Case Study, International Journal of Industrial Engineering and Management, vol. 8, no. 2, pp. 47-60, 2017. 

Proceedings of the 3rd Indian International Conference on Industrial Engineering and Operations Management 
New Delhi, India, November 2-4, 2023 

330



© IEOM Society International 

Llontop, J., Lora, A., Mamani, N., & Morales, C., Process improvement proposal for the reduction of machine setup 
time in a copper transformation company using lean manufacturing tools, International Conference on Human 
Interaction and Emerging Technologies: Future Applications, pp. 585-591, Paris, France, August 27-29, 2020. 

United Nations Industrial Development Organization, Industrial Development Report 2022 – Summary, Available: 
https://www.unido.org/sites/default/files/files/2021-11/IDR%202022%20OVERVIEW%20-
%20SP%20EBOOK.pdf, Accessed on May 5, 2022. 

Shahriar, M., Parvez, M., Islam, M., & Talapatra, S., Implementation of 5S in a plastic bag manufacturing industry: 
A case study, Cleaner Engineering and Technology, vol. 8, no. 100488, pp. 1-13, 2022. 

Sibanda, N., & Ramanathan, U., A holistic approach of quality: a case of UK chocolate manufacturing, The 
International Journal of Quality & Reliability Management, vol. 37, no. 5, pp. 711-731, 2020. 

National Society of Industries, Annual memory, Available: https://sni.org.pe/memoria-anual/, Accessed on May 5, 
2022. 

National Society of Industries, Industrial Situation – February 2022, Available: https://sni.org.pe/coyuntura-industrial-
febrero-2022/, Accessed on May 5, 2022. 

Verghese, A.G., Viswanathan, K., & Ramalingam, P., 5S implementation in workplace-a conducive environment 
enhancing motivation in educational institutions, International Conference on Industrial Engineering and 
Operations Management, pp. 1392-1403, Paris, France, July 26-27, 2018. 

Yang, K., Layout optimization of signal control box production line based on SLP, E3S Web of Conferences, pp. 1-5, 
Changsha, China, April 23-25, 2021. 

Biographies 

Claudia Cervantes is a Bachelor of Industrial Engineering from the University of Lima. Her most recent position 
was as a Business Intelligence Assistant at Unimaq. Her previous experience includes an internship in said area and a 
prior internship in the logistics area at Enotria. 

Alberto Kikushima is a Bachelor of Industrial Engineering from the University of Lima. He currently works as a 
professional intern in the Manufacturing Excellence area in Nestle Peru. His previous experience includes 
participation in the XXIV Extension Program of the Peruvian Superintendency of Banking, Insurance and AFP, and 
an internship in the University of Lima’s Flexible Manufacturing Laboratory. 

Alberto Flores-Perez holds a doctorate degree in Education from Universidad de San Martin de Porres. Master’s 
degree in Supply Chain Management from Universidad ESAN and Universitat Ramon Llull La Salle in Barcelona. 
Engineer in Food Industries from Universidad Nacional Agraria La Molina. Currently working as an undergraduate 
professor at Universidad de Lima and postgraduate professor at Universidad Nacional Agraria. Professional, 
consultant, businessman, and professor with more than 27 years of experience in project implementation, quality 
management, safety, and agro-industrial plant management. Expert in Supply Chain (supplier management, storage 
systems, transport modeling, and distribution systems), Supply Chain and Operations. Specialization in integrated 
management system audit and Shortsea Logistics at the Escola Europea Short Sea Shipping. Leader of 
transformational projects, productivity, and change generator. Specialist in the implementation of Continuing 
Improvement Projects, PDCA, HACCP, BPM in the agro-industrial sector, trainer of national government institutions 
and the United Nations (UNDP). Development of a high-performance team. Member of IEEE, SCEA Ohio, IOEM, 
and CIP (College of Engineers of Peru). 

Proceedings of the 3rd Indian International Conference on Industrial Engineering and Operations Management 
New Delhi, India, November 2-4, 2023 

331


	1. Introduction
	1.1 Objectives
	2. Literature Review
	2.1 Waste in the Candy Industry
	2.2 Application of Systematic Layout Planning (SLP)
	2.3 Application of 5S
	3. Methods
	3.1 Proposed model
	3.1.1 Component 1 - Problem Analysis
	3.1.2 Component 2 - Intervention
	3.1.3 Component 3 - Development and implementation of the intervention
	3.2 Indicators
	4. Validation
	5. Results and Discussion
	6. Conclusions
	References
	Biographies



