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Abstract - From the study of motorcycle manufacturing
processes, the current production capacity was at 50,000
motorcycles per year. Later, the production order was
increased to 70,000 motorcycles per year causing some
manufacturing processes unable to meet this customer
demand. Thus, production process that were mostly
affected, specifically, handle bar manufacturing process,
was in need of improvement in order to increase production
cycle time. The bottlenecks of the workflow, for example,
excessive work-in-processes, were investigated. Kaizen
principle was employed to improve productivity. Trays for
transportation were replaced with dollies. Storing work- in-
process after laser-cutting process into the warehouse was
eliminated by feeding it immediately into the next process.
After the improvement, production process was capable to
meet the customer demand. The cycle time was reduced
from 36.89 days to 23.26 days resulting in cost saving of
6,812 Bath or 37 percent cost reduction.

Keywords - Kaizen principle, Lean Manufacturing.
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