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ANALYSIS TO IMPROVE AND APPLYING IN PRODUCTION SOLID PICKUP BOX SIDE

PANEL TIPPING THE TRUCK TRANSPORT SECTOR, CIVIL AND AGRICULTURAL SECTOR

CASE MANUFACTURES OF TRAILERS AND SEMI-TRAILERS
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Abstract

This objective of studying was to improve the efficiency of the
control over the production process in order to ease the flow of the
trailers and semi-trailers assembly process of a manufacturer.
Currently, the studied manufacturer desires to decrease the lead time
in its production process in order to boost its competitiveness,
increase its market shares and supports to expansion of the market.
This can be done through the improvement of the efficiency of the
production process. After the improvement of the production process
has been carried out and analyzed, it is found out that the lead time
decreases from 6.4 hours to 4.3 hours, or 33%. The transfer distance
is shortened from 23 meters to 16 meters or 30%.
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