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Working procedure

1. Learning details in factory

Manufacturer of commercial air conditioning
Air conditioner 2 types
1) Room air conditioner (for house)

2) Package air conditioner (for office)

Objective

Up percent line balancing from 85.04 % to 90.00 %

E Carning load simulation

/"“\\ In 2021,

Production planning of A6 line increasing.
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2.Select production line for improvement

Load simulation
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A2 line

Open operation 2 group 2 shift (high cost)

Select A6 line for learn and improvement

So, company need to best worth therefore learning A6 line to find a

problem and try to improve aspects can up capacity for line shift
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5.Analysis and find cause of MUDA

Analysis data from standard time compare takt time

and patrol production line for observe working problem

test

Problem

Product is waiting test room

Cause
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Process high volt and running test for model D1 d |
l““ \ A6 BiocessiName ‘ High volt and running test Summary an resu t
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Product is inspect from Pl check fo test room for process test high volt and running Improvement
Design test room in front add 120 cm. astride conveyor reduce door 2 CYCLE TIME ( SEC- ) 87.9 69-3 '18.6 21.16
podicts m‘“_’i”g feslimomlEg) Wayl s Fitcitures) » from 3 doors -> 2 doors for reduce moving time of products
e 3 |MUDA  ( CASE) 35 2 -33 94.28
4 |%Line balance 84.03 92.04 8.01 9.53
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