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The study in Radio Frequency Transmitter Testing Process efficiency improvement is aim to
increase production capacity by using The Motion and Time Study Technique by improving the
working method, equipment 6r tooling design and working time reduction, Furthermore, the study
also includes factors that cause the time wasting in order to have a sample to improve the working
processes in the future. From the study and the processes improvement we found that after
improvement the processing steps has been reduced by 14 steps or 13.73 percents. The distance
moving of the parts was reduced 156.40 meters or 80.70 percents and the total processing time
was reduced 25.49 minutes or 35.22 percents. When the units tested per hour (UPH) was
calculated we found that UPH was increased from 1.47 to 1.76 which means production capacity
increase from 29.40 units per day to 35.20 units per day equal to efficiency improvement by 16.48
percents. 7
When the factors that cause the time wasting was considered the factors which cause the
time wasting are complication of working procedure, the lost on waiting (idle time), too many
unnecessary steps in working procedure, the fixed and unchangeable working steps. All factors
found here can be improve by carefully look into the working procedure step by step and using

tools of Motion and Time Study Technique to find the solution.





