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Abstract

The purpose of this research was to improve production efficiency in a ceramic factory which
is comprised of four processes, small size formation, ondo soap dish formation, diva round
formation and roller formation.

In the study , a Pareto diagram was used to identity problems. A cause and Effect diagram was
used to find the causes of these problems. Moreover, Flow diagram, Process chart and Flow process
chart were used to study the processes. After that, the standard time before and after improvement
were compared.

In the study, a trolley was designed to be used in the processes. Instead to having to walk
repetitively, clay was carried in the trolley in which the transportation distance was decreased and
unnecessary processes were eliminated. The formation time of small size decreased from 270.11
seconds to 249.02 seconds which represents 7.81 %. The ondo soap dish formation decreased from
325.05 seconds to 201.91 seconds which represents 37.88 %. The diva round formation decreased
from 565.13 seconds to 542.97 seconds which represents 3.92 %. And roller formation decreased

from 176.00 seconds to 112.18 seconds which represents 36.26 %.



