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Production Efficiency Increasing with Toyota Production
System and Six Sigma Concepts :

A Case Study of Propeller Shaft Manufacturing
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Abstract

The objective of this research is to present how to increase production efficiency in Propeller shaft
manufacturing. An actual result of current situation shows that average production efficiency is only
74.4%, with 11.13 hours of lead time and 1056 pieces of Work in Process (WIP). The major causes of long
lead time are non value-added activities in many processes, large batch of work in process and improper
manufacturing layout. From above mentioned problems, researchers has applied TPS concept, which
emphasizes on eliminating non value-added activities, together with Six Sigma concept, which emphasizes

on analyzing statistical data to reduce variation and process improvement. After applying these two
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concepts, the lead time has reduced 34% with 7.35 hours of lead time and

55% of WIP. An average

production efficiency has also increased to 91.3% which achieves expected target.

Key Words: production efficiency, production lead time, Toyota Production System, Six Sigma
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Process Capability of Efficiency
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Process Capability of Lead Time

u:

Process Data Within
st - _ — — overall
Target -

Potential (Within) C apability

H cpL
Y

StDev(Overal)  32.01056 Cpk  2.93
CCpk_2.93
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T T T - T T T
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PPM > USL 0.00 PPM > USL 0.00
PPM Total _0.00 PPM Total _0.00
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