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ABSTRACT

This study aims to improve the effectiveness in pasteurized orange juice production by
using motion and time study technique. This study was conducted at Baby Bee Beverage
Company. Currently, the company has inadequate production capacity to match with all customer
orders. The concepts of motion and time study were employed starting from applying flow
diagram and process chart to study the current working situation in order to reduce the
manufacturing cycle time. The main problems found that the step of work and production layout
was inappropriate. ECRS principles and SW-1H were used to analyse problems and improve the
efficiency of the production line. Then, the new working steps and layout were implemented. The
manufacturing cycle time of the new production system was compared with the previous
manufacturing cycle time.

The comparison results showed that after the improvement, the manufacturing cycle time
was reduced from 384.78 minutes to 327.21 minutes that was 14.96 %, the distance was reduced
from 36 meters to 32 meters that was 11.11 % and the number of production process was reduced

from 24 steps to 21 steps that was 12.5 %.



