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Abstract

In most recent vears, the business competition has spreads over all fields of corporations and their

management area regardless of time and place, which makes the survival environment of each enterprise

fiercer. In order to secure a high position in the competitive market, the varicus firms has implemented many

methods related to price, quality, and service efficiency. However, the implementation with only low price or

high quality might be helpless to hold a high position in modern market. Moreover more attention should be

paid to the internal business processes of an organization. Therefore, a new and different method should be

searched or developed in order to win the competitive power among other enterprises.

This research will focus on the improvement of the business processes within the non-manufacturing
industry by applying Lean Six Sigma methodology. DMAIC method will be applied to improve the inbound and
outhound logistics processes, manage the inbound and outbound vehicles, and control the receiving and shipping

activities.
Keywords : Lean, Six Sigma, DMAIC, VSM
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