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Abstract

This independent study is a study of an improvement of production efficiency in a Sour
Pork production factory by using a plant layout, motion and time study, and production line
balancing techniques through the study of the 210 gram Sour Pork production by the Oui Yon
Company Limited.

From studying the employees’ work operation and interview the supervisors, it was
found that the main problems disclosed were in-house movements which were long distance, the
work distribution was inconveniently arranged, the work movements were in a position that
caused exhaustion, resulted in a bottle-neck situation between the Sour Pork compression and
Sour Pork packing departments. Thus, this research aimed to increase the production efficiency
of the 210 gram Sour Pork production process.

Therefore, the researcher has analyzed the causes of problems by using the relationship
diagram in solving problems on plant layout and using the cause and effect diagram to analyze the
problems. The motion and time study technique was used to solve the arising problems by
studying the production process through the flow process chart, as well as the man machine chart
of the multiple activity chart, then changed the production processes and used these principles to

design the work methods of the workers. After adjustment, the standard time and employee’s



working operation in Sour Pork production was determined and compared with the efficiency
before the adjustment to develop problems solving guidelines for the factory.

After the adjustment, it was found that the distance and transport time in Sour Pork
production at the level of 800 kilogram production from the 3,379 meter 2,867 meters could be
reduced by 512 meters. Time consumed in transportation was reduced from 152.97 minutes to
the improved time of 133.21 minutes, decreasing by 19.76 minutes or 12.92%. The production
time decreased by 1.77 minutes or 7% per Sour Pork production cycle for each department, and
the pork skin preparation department had the transportation distance reduced from 36 meters to 21
meters; decreasing by 15 meters. The pork preparation duration increased from 28.4 minutes to
28.77 minutes; increasing by 0.37 minutes but the previous method of pork skin preparation could
produce 15 kilograms per cycle while the new method could produce 30 kilograms per cycle,
increasing by 15 kilograms per production cycle. As for the production line balancing, it was

found that the production efficiency was 62.1%



