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Jig Fixture Design to Reduce Production Process Losses.

Case Study of Motorcycle Manufacturing Factory
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Abstract

The Jig Fixture design to reduce losses production Case
Study of Motorcycle Manufacturing Factory This research Study the
production process of workpiece cover in machining plant. In the
production line are 4 steps to reduce losses in production have figured
out. New toolholder and new machining tool The goal is to integrate the
machining process with the automatic lathe with the milling machine.
Workpiece cover from 4 steps to 3 steps. Research results on time to
machine. Total processing time before improvement was 5.8 minutes,
post-update time was 5.07 minutes, time decreased 0.73 minutes,
equivalent to 12.59%. The cost of production improvement was

107.903 baht. Cost of process decreased by Baht 11,187 or 10.37%

Keywords: Jig Fixture Design, Improvement process
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