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Abstract

The study aims to improve the efficiency of the production of soldiers' suits
produced by Northern Airtime Company. The study employs the time and motion
technique.

From an investigation of the production process and interviews with
supervisors, it was found that the main problem was the slow rate of production. As
the layout of the production line did not allow workers to move easily, workers
readily felt tired, causing them to work more slowly. In addition, each machine
part was not easily accessible. As a consequence of this, the production could not
meet the customers' demand. Hence, some potential customers decided to order the
products from other companies.

To improve the efficiency of the production, the researcher used the cause and
effect diagram to analyze the problem as well as studying the flow diagram to
investigate the movement of the workers in the production line. A process chart was
then employed to design a new layout of the production line and the new production
process. The speed of production was compared before and after the improvement to
find the solution to the problem.

After the improvent, the speed of production reduced from 2882.48 minutes
to 2435.07 minutes, or a 15.52% reduction, and the number of production processes
was reduced from 116 steps to 97, 16.37% lower that could have pay back period in
10 days.



