2011 HAAH B G2 FA G

g EEql, A, Aol 2B olash A8
Understanding and Implementation Strategy
of Tact Time, Pitch Time and Cycle Time
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Abstract

The study proposes three types of production lead time according to the
production or demand pattern. First of all, it discusses the difference of three lead
times. While pitch time and cycle time are used in push system with process stock
and mass conveyor production, the tact time is used in pull system like as JIT
based lean production system.
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