2542
ISBN 974-333-543-9

I'M 2 A bC\C\



COST REDUCTION STAINLESS STEEL SINK PRODUCTION FOR SETTING UP THE
STANDARD COST SYSTEM

Mr. Thanakom Tisapramotkul

A Thesis Submitted in Partial Fulfillment of the Requirements
for the Degree of Master of Engineering in industrial engineering
Department of Industrial Engineering
Faculty of Engineering
Chulalongkorn University
Academic Year 1999
ISBN 974-333-543-9






0

(COST REDUCTION STAINLESS STEEL SINK PRODUCTION
FOR SETTING UP THE STANDARD COST SYSTEM)

193 ISBN 974-333-543-9

"5 1
10 % 92.97 % 95.8 %
2.33 %
Ml 24 60.44%
8.45 522
38.22% 31% 97% ' 16.00%
ka5, k845,k1050,k105,k1055
0.2,0.2,0.3,0.6,0.6 kg 2352%, 22.22 %, 20.83 % 42.85%, 48%
3 184795 108025
4154 %
; 4 'f/{"’ iy

Mt JerntIuaeamums . - anpdadanda )

Egbiniobog JAtnTIuaATIANT

UntAnw 2542

snodafaanTdivinmn /’ =

-_ 4 - .
A yuATAINTUNUTNIATIL




n 3970660321 Major INDUSTRAIL ENGINEERING

KEY WORD: COST REDUCTION FOR SETTING UP THE STANDARD COST / STAINLESS SINK
THANAKOM TISAPRAMOTKUL ~ COST REDUCTION STAINLESS STEEL SINK
PRODUCTION FOR SETTING UP THE STANDARD COST SYSTEM:
ASSIST.PROF.SUTHAS RATANAKUAKANGWAN, 193 pp. ISSN 974-333-543-9

Stainless sink manufacturing is a highly competitive industry because there are hoth
domestic and foreign producers. Production cost is consiered one of the most significant factors of
the industry. Producers have to control the production cost and always upgrade the quality of the

sink in order to remain competitive in the market
The case study shows that the sample factory lacks an accurate method of cost

calculation. The production process also incurs unnecessary losses which are caused by inefficient
work process and quality control. Resources are net implemented to their maximum capacity

The objective of this thesis is to show hew to accurately calculate the production cost and
reduce unnecessary losses in the production process. This can be dene by analyzing each
production resource and solving problems by using the following elements; work efficiency when
compared to hours of missing work, time used for machinery repair laverage time used for
machinery repair, work efficiency when compared to standard time weight of raw material Icas
during the production process.

Loss incurred in production are used to evaluate the production efficiency. Measures to be

implemented to increase efficiency include motivation creation among the workforce, set up of
maintenance plans .production process improvement 1setup of the standards of produiction,

installation and quality control.

The analysis of hefore and after the improvement shows that production cost of each model
reduces by 10% Work efficiency compared to the leave of workers before the improvement is 92.97
[.but increases to 95.3% Showing a rise of 2.33% Time used for machine maintenance after the
improvement is only 214 hours, comparing to 51 hours before the improvement This is a decrease
of 60.44% Average time for machine repair decreases by 33.22% which can be seen from 3.45
hours before the improvement and 5.22 hours after the improvement Work effiency improves by
16%,from 31% to 97% Raw material wastage in the production process also reduces in the model
K45,k845,k1050,k105,k1055,0y 0.2 Kg.,0.2,0.3,0.5 and Q.SK{ respectively. This equals to
23.52%,22.22% ,20.33% and 42.35% and 48% dlecreases in each respective model. Wastage from
the production process in 3 months falls from 184,795 haths to 108,025 haht which is 41.54%

decreases.
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