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The objective of this research is to study the automobile shock absorber
assembly line in order to improve the productivity by balancing the production line.

The shock ahsorber line B in the factory was chosen as a sample assembly line
for analysis. There exist 9 stations handling. Improvement are made tin two dimension,
ie., job improvement and line balancing.

From the study it is revealed that the line efficiency with line production late of
1,986 units/day. Originally calculated at 79.18%. By rearrangement of make element,
then, 7 stations are setup. The cycle time is reduced from 14.50 sec/unit is 13.55
sec/unit. Improvement of production rate and line efficiency into 2,125 units/day and
92.83% or productivity improvement by 6.99%
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