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Due to the economic downward at the present time, it is important to decrease cost and
product delivery time. Therefore, many organizations have been focusing on the production
efficiency improvement by eliminate unnecessary works in production process and increase
production rate. The objectives of this research employed this idea using motion and time study
technique such as process analysis and process chart in order to achieve the production efficiency
improvement.

From the research, the production efficiency improvement in wooden toys factory,
problems was found in polish and color screening unit which caused bottle neck, time losses and
increased product cost.

In color screening, work was designed to perform 2 pcs each time instead of 1 pc.
(or 50% saving in 700 screened products from 1400 screened products). Previously, 5 orders was
done in one lot. Therefore, 7000 screens (1400x5) were operated .With the designed method, only
3500 screens were worked. Consequently, time used in the process was reduced to 16.05 hour in

stead of 25.12 hour (36.1% decreased).

In polish department, works were done 3 pcs a polish instead of 1 pc in the new method
by using a fixture. Therefore, in one lot, wori{s were reduced from 3000 works a process to 1000
works. Moreover, in this line production, 3 lots were done each time. Thus, polishing work was
reduced from 9000 time to 3000 time altogether. Consequently, production times in polishing

department were reduced from 168.5 hours previously to 83.16 hours which equal to 50.64 %.





