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Abstract

The purpose of this study is to apply the
lean production in a picture frame firm for
continuous flow. In order to support the lean
technique, a factory layout is also taken into
consideration in this case. Before improvement,
the methodology of lean assessment score was

utilized. Initial results revealed that these firms
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had poor scores with a score of zero on
continuous improvement, following by flexibility
on operations (a score of two). To examine all
types products by means of product routing
analysis, T1646-074150736 product was the
bestselling picture frame along with an annual
production volume of 39,546 pieces. Then, data
collection was recorded by the value stream
mapping. At this point, velocity ratio was
1,506.09, while two work stations of rough and
fine polishing, viewed as bottleneck of the
process, had greatly high cycle time. Moreover,
the discontinuous flow was the major problem of
these two stations, where the working time of
each activity was unsteady. Hence, the analysis
and determination of current value stream
mapping were later taken into account for
improvement as the future one. Also, the layout
improvement was rearranged as cell layout by
combining any activity into a work center. As a
result, a rough and fine polishing work station
increases assembly lines from 1 to 3 and from 1
to 5, respectively. Outcomes exhibit that the
production time of a rough polishing work station
is shorten from 41.88 to 9 minutes per piece (or
78.51% reduction). Meanwhile, the production

time of a fine one is dropped from 76.63 to 6.54

minutes per piece (or 91.47% reduction).
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