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Wastes Reduction in Motorcycle Part Production Line Using Integrated IE Techniques
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Abstract

The purpose of this research was to reduce wastes in motorcycle engine cover production line by balancing
line and reducing non-value added work such as motion loss, excess motion and defect. These causes led to higher cost
production due to longer working hour. The research methodology included integrated IE techniques. The result showed
a decrease of cycle time from 318.32 seconds per piece to 278.07 seconds per piece which accounted for 12.68 percent.
The number of operators in production line was decreased from 10 persons to 8 persons which equaled 20 percent. For
machine and tools, engine speed was able to increase from 6,500 rpm-to 7,500 rpm. The number of blades per
~1"Iuﬁﬁﬁ‘¢lcould be decreased from 6 pieces to 4 pieces. Moreover, the process performance index increased from

1.14 to 1.41 which accounted for 19.48 percent.

Keywords : Line Balancing, Wastes, Cycle Time, Process Capability
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