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Abstract 2 3 3 3 2 9

The problem of wire throttle process for used on motorcycle control of Thaisteelcable
Public Company is not to meet due date. The problem of production process is waiting on process
line so, the output per day not enough for delivery to customer. The process on assemblies’ line
has many stations and has various times on each station that effect to the assembly. The process
on assembly line are queuing from wire throttle 1, wire throttle 2 and wire pump with this
problem effect to can be finish product at 270 units but customer requirement at 400 units  there
from the researcher aim want to improve the assembly line by reduce the queue time by line
balancing .The research station from September 2009 to March 2010 with applies with work
study for adjust the process flow and line balancing process.

The research result can found than the assembly line has improved from 79% to 97% or
18% increasing. The assembly time on each unit was decrease from 258 second to 243 second or
5.81% decreasing. The total output can be impose from 270 unit to 534 unit or 97.7% increasing
and can be reduce of ever time working from 60 hours to 40 hours per mouth or 33.33%

increasing . This improvement can be make the finish product to meet customer demand on time.





