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The objective of this study was to increase the labor productivity of head stack assembly
line in hard disk driv‘e manufacturing. The head stack assembly process consisted of 13
workstations which were Flex cable and carriage assembly VCM soldering Head assembly
Swaging Head separator insertion Flux apply Beam soldering Solder inspection Alignment
test Gramload test Serial reader Electrical test and Final inspection. Finding causes of waste
and retarding work station in the process were (1) Reducing the defect of reading signal by
revising the specification and reading head damage from eleg:trical discharge by improve method
of electrical discharge. (2) Reducing the machine repairing time by refer positioning symbol. (3)
Reducing model changing time by work parallel method. (4) Reducing material waiting time by
applied material request signal. (5) Reducing the cycle time of 4 retarding work stations by re-
arrange the activity between man and machine machine time reduction and eliminate non-value
add work station.

The results of improvement (1) Defects of head stack assembly reducing from 0.34% to
0.07% of production assessment from process cycle time (2) Machine repairing time reducing
from 64 to 12 minute per cycle time. (3) Model changing time reducing from 12 to 6.5 minute per
cycle time. (4) No material waiting time. (5)The work stations reducing from 13 to 12 work
stations (6) Process cycle time reduce from 12.3 to 11.1 second. (7) Productivity was increase
from 6146 to 6810 pieces/day or 10.8% (8) Manpower was reducing frorﬂ 23 to 22 operators. (9)

The labor productivity was increase from 12.7 to 14.7 pieces/man-hours or 18.23%





