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ABSTRACT

This paper aims at the balance improvement of the production line layout, too
many operators and too many in-process products in a workshop of Midea. Using
program analysis, action analysis and other methods to improve the balance of
production line. First of all, MOD method is used to analyze the original production
line, and it is found that the deviation of MOD method is too large, so process
analysis and process program analysis are used to analyze the production line as a
whole, and then operation analysis is made for each process. Finally, the problems in
the production line are summarized. Based on the actual situation of the production
line, the process procedures and processes of the production line are reasonably
improved by using the method of production line balance. Finally, the balance rate of
the production line is increased from 21% to 54.17%, the number of processes is
reduced from 26 to 17, and the number of operators is reduced from 31 to 13 It can

save production cost and improve the balance rate of production line.
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