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Abstract

This research aims to solve the problems associated with Glass substrate manufacturing
specially the time taken between processes and work in process in the area during the final 2
processes before entering the stage of inspection, the process is called process G and H
respectively. It was found that when the time taken between these 2 processes is longer than
control value, it will impact on the cleanliness quality. The objective of this research aims to

reduce time and work in process between these 2 processes.

The research has led to the use of lean techniques. Value stream mapping can be
specified as the longest time taken and inventory is front of interchange room that locate between
2 processes, it is used for transferring cart of normal room to transferring cart of clean room. By
cause and effect diagram, it concludes that the problem is caused by improper work station and
process layout, the production rate of the machine is not associated with each process and the
improper transferring cart. In order to solve this problem, balancing the production, renovate
process layout for shorter distances and less confusion in the movement, reduce the work station,

daily machine set up time scheduling and operator work scheduling will improve these issues.



Secondly by Pull system that implements transferring cart represent to Kanban card. Reduce the
transferring cart capacity and recalculate the amount. A visual control at front of interchange
room set as a single lane to keep transferring cart and set alarm line for control the amount of

inventory.

By implementing this solution, activities were able to reduce the time between process
48.53%, and to control the time of work in process within control value. The proportion of the
inventory reduced during the production process 51.16%. The improvement result shows that the

investments in the new processes are justified.



