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Production planning and control is one of major parts in industrial operation. Due to the
complex production process and constrain of parawood fumiture manufacturing industry, these
result in both the difficulty in production planning and control, low efficiency, late product
deliverv. and high production cost. The information attained from the sample plan, it shows that
the cycle time per order is extended from 18 days to 28 ~ 30 days which means 10 — 12 days
later than the original setting. This generates high production cost.

This research proposes integrated production planning and control by having production
cost as an indicator as one of the approaches used in solving problems mentioned above.
Manufacturing system model of the sample plant is created by using Arena 6.00.02 Education
Edition simulation program because simulation is a suitable approach in solving complex
problem and generates least effect to the overall system. Then, necessary actual information of
the sample plant is input into the model and run for ten replications to attain accuracy. The
result is production plan that specifies work sequence, work station entering and leaving time,
production cost, and cycle time. Next, this production plan is used in an actual operation to
attain feedback information that will be put into the model to be run for ten replication again to
find actual production cost and analyze the failure causes. This leads to continuous process
improvement in order to reduce production cost.

The results of this research show that the plant can reduce the total production cost from
445,517 Baht to 392,466 Baht or equals to 11.91 precent. It can be explained that the labor
cost can be decreased from 64,148 Baht to 58,319 Baht or decreased by 9.09 percent while the
idle cost can be decreased from 381,369 Baht to 334,147 Baht or decreased by 12.38 percent.
In addition the cycle time can be reduced from 28 days to 24.5 days or decreased by 12.5

percent.
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