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Abstract

This Project had studied about step and method in assembly process. For
improve and development process in assembly process. We have chosen a case study
in Flasher (HF-1000W} product line of P.E. Technigue Co. Ltd., Phitsanulok.

This Project uses the applied principles and theories of Motion and Time Study.
We have chosen two methods are direct time study and Method Time Measurement
{MTM-2). And collected information principles by Video tape and to analysis of problem.
From these determine Standard time after improve and to establish is working standard

After improve method in assembly process, so 1o correct in shoricoming that is
total standard time reduce 12.37 %, productivity increasing 23.20 % and comparement
Are two time study methods between direct ime study with Method Time Measurement
(MTM-2). Determine differential time is 4.04 %. From these determine, we have many

choice to improve and development process for interesting people.
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