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ASSENELY LINE,: P r bine : METHOD EXISTING

B

7 ]

i |
BT )1 e e

q1 i 1.4 0.20
2 3,4,5,18,19 1.34 0.26.
3 6,7,8.9 1.00 0.40
4 10 ' 1.33 0.07

5} 12.13.14 1.08 0.32

6 11:35:16,17 1.24 0.16
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Work Station Task Selected Element Timed Used. Slack Time

(mins) (mins)

7 20,21, 22 1.08 0.35

8 £3,24,25.26 1,86 0.08

Total 9.89 1.61
Cycle Time 1.4 = 85.63 %

[
FBIUNY _i!?__.:ﬂ i (F -,{ G Cabinet-Assembly-Line )
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Work Station Task Selected Element Time Used Slack Time

X
KR uz\im'lumﬂnﬁ 4.

(mins) (mins)

a 1,2,3 1.44 0.06
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Work Station Task Selected Element Time Used Slack Time
(mins) (mins)

& 1.41 0.09
3 1537 0.13
4 0.97 0.853
5 0.79 0.71
6 0.19 0.31
i/ 0.98 0.52
8 0.98 0.52
9 1.43 0.07
10 1.45 0.05
11 1.43 0.07
32 1.43 0.07
12 1.42 0.08
14 1.42 0.08
15 1.42 0.08
fa 29,30 @ 1.00 ~ 0.50
o ﬂ‘lJEJ’J'VIEl%]iWEJ’]ﬂﬁso
ﬁjA ;,]é-’ 0.09
qmaani MIANYIaY o
38.39,40 . 1.05 0.45
.21 41,42,43,44 1.39 0. 1i

Total 26.66 4.84
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Cycle Time 1.5 : EFFICIENCY = 26.66 = 84.63 %
(1.8X21)
DELAY 15.37%

deun1sdseEn
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¢ ASSEMBELY LINE : embly line ' METHOD EXISTING

L Vi
Work Station 7 Task Sele ""'Time Used Slack Time

)

.
h (mins) (mins)

‘e o/
1 iqjugj”@“j”aﬂmize 0.23
AN TIMAINY Iy o
q3 .5 - 1.33 0.16
4 6,7 1.35 0.14
5 “8,9 1.21 0.28
6 10,11 1.49 0.00
7 12,13 1.28 0.21

8 14  1.498 0.16
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Work Station Task Selected Element Time Used Slack Time

(mins) (mins)

S 151,16 ' 1.28 0..21
10 17,18 1,25 0.24
11 | 1.40 0.03
12 052 0.97
13 1.20 0.29
14 1.00 0.49
15 1.28 Q.21
16 1.10 0.39
17 - 1.10 0.39
18 1.18 0.31
19 1.18 1618 <
20 0.95 0.54
21 Y] 1.42 0.07

e -
Total ¢ a Q/ 25.46 5.83

_ AUEINENINE

ARIaan I Ay

DELAY 18.637%
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T ‘ mng Urethane Cabinet

: ASSEMBLY LINE 1 Bfoffoaning | Urethane'™  : METHOD PROPOSED

4.5 ULar 4.8 eNARGL

<
199N 4.4 UEAS

Work Station Time Used Slack Time

(mins) (mins)

-
-~

X 1.4 0.10

2 m B, 758,8,20,42 @ 1.5 0.00

jﬂuﬂqnﬂy§WﬂﬂﬂT3 -
W’mﬂﬁ?ﬁféﬁéﬁ"?m’??ﬂ o

Total 9.59 0.91
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Cycle time 1.5 --: "EEFICIENCY 91.338 %

¢ DELAY 8.67 %

2 ' ) '
Tunisiatusausulunisusenarng  wanléilaL S s ReuiuSsnae 18

' ' . S - s, X
nTruUN1Ten 1 L ' NEINITNARAMUL NUBDIFIEIUURS 16

m— T— ) % o
(Over-Production BILLaS 71 4U3CRA NI AT L AN TLUTEIY

A5 19N 4.5 U JREE UIDUNL & ut:ﬂmt\hm'mm‘sﬂisnaué
-Line)

v Line ¢ METHOD PROPOSED

Work St.atio ime Used Slack Time

l (mins)  (mins)
ﬂum ﬁﬂiwmn‘iﬁ; o

ammmm‘ﬁmmm‘aa

Ouid.
5 7,8 : 1.43 0.05
6 16,17,18,19,21 1.03 0.45
7 20,31 1.43 0.05
8 22 1.45 0.03

2 - 23 1.43 0.05
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ASSEMBLY LINE BALANCING FOR Pre-Foaming Urethane Cabinet Assembly-Line

THE BEST SOLUTION : CYCLE TIME  1.50 mins

Percentage Change
used delay time  delay Through Put Time
(6)  ((6)/(3))x100 ((4)/(3))*100
is)_(mins)  (mins) x{

Assembly Line  no.of tasks no.of work st
(1) 2

ey

Before Balance 2% L6 1638 1.4 100125
After Balance % 0.9 867 112
Differential - 0.70 -5.70
o J v v 4 ‘o *
NB *1. A0 MNARAIMAINIINTARRURAEA YW U T: AT 353 IWAUNIOARRIIR
. dds i ' . A L
2. TULIATMD NN TN WA I YRR B PSS nat (Task Assembling Activity) SURRANMATN

~

._., i | ]
mn‘; 4.6 A lﬁannﬁlu;@luuu%i?ﬁmm»ﬂwnnﬁ;wtﬂ?lffl-ﬁ Urethane cabinet Asseably-line)
RIAINTUNNIINYIAL
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Work Station Task Selected Element Time Used Slack Time

(mins) (mins)

10 24 1.43 0.05
11 25 1.42 0.06
0.06
0.06
0.05
0.05
0.48
0.50
0.00
0.09

0.73

2.94
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ASSEMBLY LINE SALANCING FOR Front Cabinet Assembly-Line...............
THE BEST SOLUTION : CYCLE TIME  1.48 mins ™
4 3 Percentage Change
Assembly Line  no.of tasks no.of work station sed delay time  delay  Through Put Time
¢ W - 2 ¢ | (6)  ((6)/(3))*100 ((4)/(3))*100
iy _ “"—1% (nins) *
Before Balance W% \\.\ 68 15.38 1.5 x100= 4.8
After Balance 14 \\ .9 9.93 31.5
LA
WA S
Differential - 40,0 \ 1.90 -5.43
o -' v v ¢ r ‘F b
NB 1. ANWIMWNARAIMAIRINNITIREURALA LI WIS rfr MM AW NI0ARRITR
2. 1auna11amnmn'anaman N139AFUR _
YV Y]
[ fl'
’ i , 1

s i R EIEIIIAT
RINNINANINGIAY
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uasguﬁ 4.5 @1vatdiy

®

< - « a <
M9 19N 4.8 LAAIS RS L DEANITAOFDIUIUNL FUBL UL T DIFIBN1TUTENAL
&unFe (Back Cabinet Assembly-Line)

: ASSMPLY LINE : Back Cabinet Assembl Line : METHOD PROPOSED

/

work Station Task Seleete lement  Time Used Slack Time

(mins) (mins)

1 1.48 10.01
2 1.35 . 0.14
% 1.33 0.16
4 1.35 0.14
5 s 0.28
6 4 1.49 0.00
7 Py ,.» R % |
8 1:53 0.16
9 1.28 0.21
10 o 17,18 , 1.25 0.24

(@)

.31

- AULANYNINEINT.
aﬁwaanmmwﬂmaﬂ 5

14 24,25 1.10 0.39
15 26,27 1.26 0.23
16 28,29, 31 1.28 0.24
17 | . 30,34 1.45 0.04

18 32,33 1.28 0.21
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Work Station Task Selected Element Time Used Slack Time
(mins) (mins>
19 35,36 1.95 0.54

20 37 _ 1.42 0.07

Total _ 25.46 4,34

CYCLE TIME

E 7 W - L) "
Tunsianstunaudtuintlsy natd mn s AdsanTLTBuLNEuNs umee 16

Tugseh 4.9 uagh

. ' 4 o o X Mo a
mﬂluﬂQﬂlﬂﬂu F611 LUUN TR L FUBLUY

N i

1y

o
“ludn wmﬁnuums uam’luﬂwﬁuuam's RIGULGUN ﬁu‘lnu‘luum'zmm U

e BIE AT FIELN 3 it
KCLUDRidrio b iged i1REE

1. ®N5TaARY (Waiting) a918 lusaenssuiunisnealilas  1du

gy ldhen

N5¥17UNTN9  Foam Urethane Cabinet Injection Line ﬁaQSBﬂaﬂﬁuéUuaﬂn
N9¥YUN1T  Pre-Foaming Urethane Cabinet Assembly line Lﬁaquﬁaﬂn
TBULININITIWTUENAITL (Cycle time (FUC) 1.16 mins 3 cycle time

(PFUC) 1.4 mins) tihué
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ASSEMBLY LINE BALANCING FOR Back Cabinet Assepbly-Line.ussvuss cuussin

THE BEST SOLUTION : CYCLE TIME  1.49 mins

,. Percentage Change
Assembly Line no.of tasks no.of work stations sed delay time  delay Through Put Time

) 2) T (6 (6)/3)Mm ((6)/(3) 0
. "‘"’”‘ (mins) X

\\\\ 5.83 18.68 1.49x100= 4.8

Before Balance 37

After Balance 3 | 929-20° \" 63 16.5 31.29
o,
Differential -

A\
| 1469 407

™

¢

- -‘ L4 v r R :‘_ .
NB 1. @DWIWNARRIMAIINATIRANARGHIEI WATUTS D Y WA T0ARA IR
L)

mmn 6.9 ﬂﬂﬂ"lﬂﬂﬁﬂ“lﬂﬂ u’?ﬂl’l\m ﬂ m i wﬂq n:j -line)
anm AININURIINAE




; ADINET ASGY - LINE  (Tuont)

(/J CADINET A55Y - LINE  (DACK)

STATION TTME - \

.

P/e viL

FI‘HEJ’JVI NINYINT ~""
Qﬁﬁﬂ\ﬂﬂ‘im’ﬂm TANEINR e

-nJ'n 4.6 'nm.,Laﬂﬂuanﬁ‘nﬂmﬂaﬂmm1um1nj'se:nanmﬂ MWWA (Back Cabinet Assembly-1line)
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2. a8 (Delay) luusasdnItiein Ldu nEUIUNAS
*
Pre-Foaming Urethane Cabinet Assembly-Line iu @31ua1#nauni1sIea sy
3 ' & e [ < < 7 4‘1 @ © o :.Jr
Fuana ﬂiaaﬂaugaaﬂ17uam UANRYT (Delay) 14.38% LUDWRINUIUIU
i
Imius? annILwan 8.67% uaeﬁoaouanwﬂﬁawﬂo1u§ﬂss§n§n1u§qaua1ﬂ 85.63%

iawy i 91. 337 nEey s 71&&8L58ﬂuﬁﬂ01uzﬂﬁ 4.7 LATHNSINY 4.7

st lgﬁb‘

N3

2/

AR 3
£lE L INTNUAU (Shortenning

@ é e '
InangaEnITuas UATs LB YRS ALE LI IR asAd LHAe 10, Buh

nIoneaslé 6.2
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