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ABSTRACT

This research aims to improve productivity of transformers manufacturing using motion
and time study technique and the study was done on the production of transformer model no.

KRO085009 under transformer division of Lumphun Shindengen Co.,Ltd

By studying staff’s operations, it is found that major problems included long
manufacturing process, inconvenient equipments and tools, and misplaced work stations which

prevent manufacturing from running at full capacity.

Therefore, the researcher has analyzed cause of problems using cause and effect diagram.
Then, motion and time study technique was used to solve these problems by studying
manufacturing processes with flow diagram, process chart, man-machine chart, and left-
hand/right-hand chart. After that, the study result was applied to improve manufacturing
processes, and manufacturing manual was developed to be used as a standard guideline in the

factory.

After the guideline was applied to the manufacturing processes, the result showed that it
helped reduce manufacturing time from 444.22 seconds to 398.05 seconds or 10.39% faster, and
adapted manufacturing processes together with use of equipments helped reduce manufacturing

steps from 87 steps to 68 steps.



