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Summary

Objective of this project is to improve productivity of production line, UC Holder, using
the work study theory, why-why analysis, YAMASUMI chart and standardized work for finding
out the problems. The solution was reducing hand-time of operators by making new equipments
and KARAKURI. To increase productivity, two-operator-work was merged into one and steps of
work were revised. To achieve TOYOTA Production system, workload of outline operators was
balanced by cutting off over-processing and distances of walking.

Production lines, UC Holder, productivity increased 50 percent, cost down 60,000 baht
per month. In production system of UC Holder, an over-processing was cut off, new route of

work, shorter distance and smaller work-in-process (1500t0600).
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Operation time pershift
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G52 unitsizhift

Takt time(T. Ty

306 sec

Actusl takt time

328 ses

Reason for actual takt time

Ho.of =td. work Std. work Tuality check Safety caution
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Standardized Work Combination Table m—hdanual(H.T) e Auto (M.T) e Walk (WLT)
28 Elemental wark Time: Het
5|8 oo 50 100 150 200 250 300 350 400
353 % HT [ MT | w7 | (sum)
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Auta machine running Lina F A ili] H H
Auto machina running Lina £ 328 00 H H
1 [ 1 |fHowrmbue e Gonvayard 1 6. 11 11 H H
1 [ 2 [Whamele Air Blowar 15 25 H H
1 | 3 [ChaskDial Gaugs 100% 12 33 H H
1 | 4 |Chack Jig 100%% 15 G H H
1| 5 |Ghack Appaarance x5 100% a7 140 H H
1|6 |7 12 152 H H
1| 7 | o emise i T Convaysrd 1 &7 18 17.0 H H
1 [ 8 |hameTe Air Blowar 11 184 KTT 32.8" |
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1 12| 12 307 | |
1 [13[muunaln karakuri 1740 04 308 H H
nn : :
Balance loss
Balance
2zec.| 0.1 man power |efficiency 93.8 %
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