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The purpose of this research is to improve production scheduling of plastics painting parts
of motorcycle, both painting line and graphic line. In the past, the assembly line for motorcycle
has not produced both model and quantity as plan. The cause of these comes from painting factory

has not produced as plan and lack of good production monitoring after planning.

The planning process in the factory has no priority for painting sequence. It has due date
for each demand only. Moreover, there is no job progressive monitoring. For monitoring
remaining job in painting line, the existing program still has constraint to show current status for

each job.

After apply in the production scheduling technique, it can bring the on line program to
monitor jobs progressive and using back order report program. We found that the painting section
can reduced jobs delay in November 2008 from 93 jobs or 63.53 % and graphic can be reduced

work delay from 175 jobs to 66 jobs or 62.29 %.





