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Application of Lean Manufacturing System to Increase Productivity: Case Study
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ABSTRACT
This research aims for increase of production efficiency by applying concept of lean production
system to reduce loss in production process and to create continuous flow. First, researchers examine
the current state of the company in order to identify which products to competently be improved. The
concept of lean production system is then applied to create the value stream maps of present and
prospective of focused products. In addition, Method study and 5S are implemented for work
improvement and loss reduction in the current process respectively. The result shows that the
production capacity is increased from 125 pieces per hour to 160 pieces per hour (28% gain).
Furthermore, the improved plant layout can also shorten down the distance of material handling from
14 to 10 meters or 28.57% reduction.
Keywords: Lean Manufacturing, Value Stream Mapping, Flow Process Chart, Flow Process Diagram
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Figure 3 Child Seat

Table 1 Monthly Sales by Product in Baht

Month
Jan Feb Mar Total
Products
Original Seat 1,925,000 | 2,100,000 | 1,750,000 | 5,775,000
Modified Seat 900,000 750,000 990,000 | 2,640,000
Child Seat 400,000 440,000 500,000 | 1,340,000
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Figure 10 Storage Area Before Improvement
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Figure 11 Storage Area Before Improvement
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Figure 12 Flow Process Diagram After Improvement

Figure 13 Cutting Process Area After Improvement

Figure 14a 5s and new shelf After Improvement
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Figure 14c 5s and New Shelf After Improvement
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Figure 15 Flow Process Chart After Improvement
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Table 2 Result After Improvement

Output
After Before
Topic Change
Improvement | Improvement
Distance 14 Meters 10 Meterfs 28.57% Decrease
125 160 28% Increase
Capacity
Pieces/Day Pieces/Day
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