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WORK IN PROCESS REDUCTION BY WORK STUDY
AND LINE BALANCING TECHNIQUE
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Abstract - This research aims to study and improve
the process by reducing the number of jobs manufacturing
in the hard disk drive test process. Business case
study of one company by balance studies and techniques
in the production line. To optimize the production
process, the method was done by work study and line
balancing technique to collect and analyze data, found the
cause of work in process concerned machine capacity in
sub-station unbalance. After applying new design by
relocation process and ECRS technique can reduce cycle
time, balancing capacity of sub-station and can get
improvement in production efficiency and cost saving. The
process efficiency was up to 66.23 % from 64.01% increased
by 2.22%. Total cycle time decreased from 46.9 sec/unit to
22.9 sec/unit. The process capacity increased from 1,728
unit/day to 3,545 unit/day. Man power decreased by 69
person, which could save labor cost by 1,104,000
Baht/Month. Sub-Station deceased by 30 stations, which
could save investment cost of line setup 6,142,000 Baht.

Keywords - line balancing technique, relocation process,
ECRS technique.
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