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To establish standard times and operations for controlling
shop floor activities in batch typed production with great variety of
workpieces and random process routings are important assignments to an
industrial engineer. These standards will be relevant and vital for
using as data base in production planning, material requirement and
cost determination.

This study is emphasized on the establishment of standard times
and operations of shearing, punching and bending processes for the
fabrication section in the air-conditioner manufacturing. Through
identifying job characteristics of the works studied, it is appropriated
to select Predetermined Motion Time System (PMTS) with Maynard
Operation Sequence Technique (Basic MOST) in the work measurement
methodology.

) Standard times are established with the MOST by collecting sub-
activities (with time values) of operations. For sheet-metal component
standard time, it was derived from adding up the individual time values

and allowances of the corresponding sub-activities.

In this study, it was able to obtain the following results : :
a’) standard times for sheet-metal components, b) operation lead times for
each batch size, c¢) actual production rates for workstation of shearing,
punching and bending are 2,050 and 3,560 and 2,636 pieces per shift
respectively, d) productivity index of the fabrication was 1.77, and
e) people productivity for workstation of shearina, punching and bending
are 24.12 and 11.10 and 2.23 pieces/man-hour respectively. :
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