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ABSTRAK

Analisis kajian masa dan kaedah pengukuran kerja merupakan pendekatan analisis
saintifik yang bermaksud mencari cara optimum bagi melakukan tugas dan mengukur waktu
yang digunakan oleh para pekerja di tempat kerja yang ditetapkan untuk menyelesaikan
tugas tertentu. Matlamat utama projek adalah meningkatkan produktiviti di syarikat biskut
dengan melaksanakan analisis kajian masa dan kaedah pengukuran kerja. Kerana proses
pengeluaran yang panjang, industri tidak dapat memenuhi permintaan tinggi biskut tongkat
dari pelanggan. Objektif kajian adalah untuk melakukan masa analisis dan kaedah
pengukuran kerja di barisan pembuatan. Kaedah pemerhatian dan rakaman video digunakan
bagi mengenal pasti aliran proses biskut tongkat. Kajian tertumpu pada tujuh proses utama
dalam pembuatan biskut tongkat, daripada jumlah keseluruhan 17. Bagi kajian terperinci,
setiap proses utama dibahagikan kepada beberapa elemen kerja. Pemerhatian pada tujuh
proses utama, dengan pertimbangkan masa dan pergerakan setiap tugas yang dilakukan oleh
pekerja, dan waktu piawai ditentukan dengan mengambil kira elaun dan penilaian prestasi.
Gambar rajah sebab dan akibat digunakan bagi analisis tujuh masalah dalam proses
pengeluaran kini. Empat dari tujuh masalah kritikal dianalisis menggunakan 5 mengapa
teknik, dan diberi penanggulangan. Tujuan penyelidikan ini juga adalah menyediakan
alternatif proses bagi mengurangkan masa pembuatan. Aliran proses yang menuju
pengeluaran yang panjang telah ditentukan; terdapat satu proses utama dan tiga elemen kerja
yang menyebabkan usaha diperlukan untuk menghasilkan biskut tongkat. Terdapat empat
penyelesaian yang telah dicadangkan untuk meningkatkan masa pengeluaran, iaitu
penggunaan teknik 5S untuk Proses 1, penggunaan standard baru prosedur operasi (SOP)
untuk Proses 2, dan penggunaan peralatan baru untuk proses 4 dan 7. Alternatif yang
dicadangkan mampu mewujudkan stesen kerja yang teratur, menjadikan kaedah kerja lebih

mudah, dan mengoptimumkan tenaga kerja untuk melaksanakan tugas tertentu.



ABSTRACT

Time study analysis and work measurement method is defined as a scientific analysis
approach meant to find the optimum way to do a regular task and measure the time spent by
an average worker in a set workplace to accomplish a particular task. The primary goal of
this project was to enhance productivity at the biscuit company by implementing time study
analysis and work measurement methods. Due to the lengthy production process, the
industry was unable to meet the high demand for long rusk biscuits from customers. The
objective of the study is to conduct time analysis and work measurement method in the
manufacturing line. The approach of direct observation and video recording was used to
identify the present process flow of the long rusk biscuit. This study only focuses at the first
seven processes in the manufacture of long rusk biscuits, out of a total of 17. For detailed
study, each main process was divided into several work elements. The observation was
carried out on the seven key processes, taking into consideration the cycle time and motion
of each job done by the worker, and the standard time was established by taking allowances
and performance rating into account. A cause-and-effect diagram was used to examine seven
problems in the present production process. Four of the seven critical issues were analyzed
utilizing 5 whys techniques, and each problem was given a countermeasure. Another aim of
the research is to provide a process flow alternative to reduce manufacturing time. The
process flow that leads in a prolonged production line has been determined; there is one main
process and three work elements that cause effort required to produce the long rusk biscuit.
There are four solutions that have been proposed to improve the production time, which is
adoption of 5S techniques for Process 1, adoption of new Standard Operating Procedure
(SOP) for Process 2, and adoption of new equipment for process 4 and 7. The proposed
alternatives are capable of creating a well-organized workstation, making the work method

easier to execute, and optimizing the labor action to perform the specific task.
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CHAPTER 1

INTRODUCTION

This report illustrates the implementation strategy to increase productivity by a
production line in the manufacturing sector. This chapter explains the overall review for the
task description including the background of the study, problem statement, objective, and

scope of the project development.

1.1 Overview

Productivity enhancement is now one of the most impacted by company processes
and management. Both the manufacturing and services industries may be considered as
applicable (Piyachat, 2019). According to Hayes et al., (2008), due to the different factors
impacting the production line, the efficiency of productivity can encourage a complicated
process to be determined where is; Business strategy, vendor competence, machinery
competence, manufacturing taxation, the effect of human factors, and variations. This makes
it necessary for identity management of the production to evaluate, perceive accurately
(Diego et al., 2014). A series of complementary approaches may be adopted or applied as a
recommendation for growing efficiency in the industrial sector. This report discusses

different approaches to increasing efficiency.



1.2 Background of Study

Time study analysis is the assessment of a particular worker's completion of a
specific job or activity to find the most appropriate approach in terms of time reduction.
According to Meyers, time standards can be defined as "the time needed to produce a product
with the three conditions at a workstation: I a skilled, well-trained operator, (ii) operating at
a regular speed, and (iii) performing a specific task.”, (Meyers and Stewart, 2001). A
constant quest for improvement improves the competitiveness of the market. A constant
quest for the enhancement of processes, goods, and services in all organizations improves
the competitiveness of the market. If a business does not focus on cost control and
maintaining the quality of what it sells, its market survival is threatened. The idea of lean
manufacturing and its tools, which seek to minimize all forms of waste within a company,

is illustrated in this context.

Time and motion analysis offers strategies for a detailed evaluation of an activity or
task, for measuring which actions bring value, and for reducing or eliminating those that do
not contribute positively or are perceived loss. It is possible to quantify its potential and
improve its efficiency and productivity using a time and motion analysis of a production
process, making the company more efficient to the point of getting lower production costs,
offering the consumer a quality product at a lower price. A better way to perform the
operations of a process can be created by using the analysis of time and motion. Standard
movements and times are allocated to each operation, which must be followed so that the
company finds better results in the market in which it works. According to Souto (2002),
methods engineering studies and analysis work systematically which develop practical and

efficient methods, to standardize the process.



1.3 Problem Statement

Generally, the industrial sector leads to the increase of the economy and has an
impact on the growth of sustainable production establishment (Yati and Yanfitri, 2010)
(Marcel et al., 2018) (Emilia, 2015). Due to the development of the economy, establish value
and customer satisfaction are the expectations of the entire manufacturing sector. Promising
means that sufficient emphasis is put on the market of goods in order to attract consumers
and to build customer loyalty at a certain level. With a rapid increase in demand for
production, manufacturing industries need to enhance their production and efficiency
potential in order to remain competitive against their competitors. This research was carried
out at one of the Small and Medium-sized Enterprises (SMEs) which based in Jasin,
Malacca. The nature of the business with this enterprise is the bakery foodstuffs, and long

rusk biscuit "Biskut Tongkat" was a best-seller, among other products.

The company is unable to meet the high demand for long rusk biscuits from
customers The customer demand of biscuit is 350 to 450 packets per week However,
currently the biscuit production is 300 to 340 packets per week, due to the longer production
process. The workers have difficulty completing their jobs with the task time allocation by
the company. Based on the observation, the planned production process flow is not reliable
and consumes a lot of time to meet the customer's requirements and incentives. There is a
lack of suitable tools and equipment in the production line, which causes time data variances
in several job elements. The current tools and equipment used in the production line also
give and effect on the process flow. This will lead the SMEs businesses sector to be unable
to adequately schedule their production and satisfy consumer requirements. Long processing
times can occur without an acceptable standard operating process and the commodity cannot
be shipped on schedule. This is not only unacceptable to consumers, but also a poor
reputation for SMEs businesses themselves. This study will expose the factor of affecting
the problem occur thereby presenting an effective method for minimizing production time
to enhance the productivity in SMEs industry.



1.4 Objectives

The main goal of the project is to increase the industry's productivity. Several sub-objectives

have been established and must be accomplished in order to make this project a success:

i.  To implement Time Study Analysis and Work Measurement Method in long rusk
biscuit production.
ii.  To analyze the critical issues of the current biscuit production process flow.

iii.  To propose the alternatives for process flow to improve production time.

1.5 Scopes

The scope of this study will concentrate on implementing a time study analysis and
a work measurement method in the long rusk biscuit production to determine the standard
time necessary to complete each task. The study will focus on the first seven processes out
of a total of 17 in the manufacturing of long rusk biscuit at the SMEs of biscuit company.
The proposed idea will be given to the company representative in the form of a set of
proposals in order to receive feedback. The idea proposed in this study will not be executed

or evaluated due to the pandemic Covid-19.

1.6 Significant of Study

Time study analysis and work measurement method are highly significant to be used
in manufacturing industry both are regarded as key tools to enhance productivity. It is an
impetus to keep the organization going forward and earnings rising. This approach will
directly watch and measure skilled labor with a timing device to determine the time

necessary for a qualified worker to do the task at a specified level of performance.



