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Abstract

SPEL Pvt. Ltd wants to improve the layout design to reduce their lead time to
maximize their production in order to fulfill their customer’s increasing demand.
They want to reduce worker involvement to minimize the part rejection in the
production line. They want to increase the efficiency of production line at optimum
level.

Customer demands for PC Bottle on average are 1500 units per day. Company pays
the worker overtime to meet it daily demand target as their daily production on
average is 1440 units with in shift hours. So they want to improve the efficiency of

production line to meets it increasing demand targets.

We did time study of all operations from the manufacturing of PC bottle to the
dispatching daily order to customer & proposed a method due to which they can
produce up to 1600 units daily. This can be achieved by improving current printing
mechanism. We used takt time & line balancing techniques to improve productivity
by reducing their lead time. At the end of the study we used simulation software
Arena (Version: 14.50) to compute the efficiency of the proposed method for

comparing results.
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