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THARINEE AMPUPRAPHA : APPLICATION OF LEAN PRINCIPLE TO
REDUCE THE PRODUCTION LEAD TIME OF CUTTING DEPARTMENT'S
PRODUCTION : IN CASE STUDY OF NAME PLATE MANUFACTURING.
ADVISOR : MR. VITHINUT PHAKPHONHAMIN, 57 PP.

The main purpose of this individual study is to study and find the way to
reduce the production lead time of cutting department’s production in 1 step cutting
group of the cause study (Name Plate Manufacturing) by using Lean Manufacturing.
The goal is to reduce wastes, take the most benefit from all resources ; raw material,
workers and machines. Moreover, the researcher hopes that the factory can apply the
result of this study to other part of the plant.

The process to solve a problem is study from a data base of the model
factory and the other related researches in order to seek the suitable tools for the
improvement. In this study has reviewed the past of circulation to find the group that
made the highest production value in 2011 by Product-Quality Analysis and picked to
be the sample. Then, 1 step cutting group was picked. It was 76 percent of the overall
jobs. When all data was taken, the development was managed by doing the flow of
product and arranged a new layout design that adapt from the Ergonomics concept.
Then, arranging a small group conference in every week (Brain Storming) was provided
in order to improve continuously (Kaizen). This research is found that the development
can help to decrease the production lead time from 7.47 days to 4 days. In addition,
the researcher has suggested more points to improve such as to assess the
performance of each employee to allocate the proper job for the proper person, train
every worker to have multi skills and expand the development to the every department

in the future.
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