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Abstract

The goal of this study was to reduce roller changing and
setup time of the plastic sheet extruder machines which are important
machines of the factory. From the analysis of the problem, we found
that the factory produce products in many textures and dimensions.
Hence, they have to change roller and setting of their extruder machines
according to their production schedule. On a regular working day,

which composes of 2 shifts, there are 12 setup processes. There was

waste time in this process up to 46% of the working time. Therefore, we
studied to identify the root cause the waste time using Ishikawa
diagram. So, we found that the root cause is due to work instruction
procedure. We, then, study the work process flow and determine the
standard time of each step from both shifts. Then, we use SMED
technique to analyses and manage the waste time of the setup process.
Using this technique, we can reduce setup time from 46 minutes each to
38 minutes each which corresponds to 17.39% improvement. This setup
time reduction results in saving of direct labor cost by 29,200 Baht

annually

Keywords: work study, productivity improvement, setup time

reduction, SMED
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