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Man Power Reduction on Packaging Line of Tinplate Sheets
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Fig. 1 Material flow after shearing before facilities improvement
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Table 1 Comparison of operation between shear line and packaging line

Item Shear line Packaging line
Production 8000 Tons /M 6000 Lots /M
Operation 4 Crews / 3Shifts | 2Crews  2Shifts(Day shift:T7am~

3pm , Night shift:8pm ~ 6am)
Operation crew 5/ Crew 12 /Crew ( Collating x1,
Packaging X9, Handling x2 )
Production rate 5.4 min. /Lot 1.8 min. /Lot
Actual working 90% 50%
rate
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Fig. 3 Material flow after shearing after facilities improvement
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Fig. 4 Packaging procedure on new packaging line

Table 2 Specification of new packaging line
35m (19 Stations )

0.6 ~ 3.0mpm (Usually 1mpm)

1 0 (Packaging x8, Handlingx2)

3 Machines for 3 directions

Line length

Line speed

Crew

Banding machine

System equipment Process computer, CRT, Label printerx3, Bar-code readerx2
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Table 3 Benefit of man power reduction (Number of persons)

Operation Before improvement After improvement Benefit
Collating 1 X 4 Crews 0 4
Packaging 9 X2 8 x%X1 10
Forklift handling 2% 2 2X%X1 2
Crane handling 19 12 7
Total 45 22 23
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