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Study on Automatic Production Line for Home Appliance
Goods Based on Toyota Production System
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<Abstract>

The Toyota production system (TPS) developed by Toyota corporation is a
management principle and production model to improve values added through
elimination of waste. Since the oil shock in 1970s, the TPS has drawn the worldwide
attentions as a main factor of competitiveness of Japanese manufacturing system and
has been studied and implemented in many countries regardless of size and types of
industry. For the correspondence to various customer’s requirement, it is required to
establish on time delivery procedure and to shorten lead time. Therefore it intended
to establish TPS which is adopted to 7 losses reduction and JIT(Just in Time). In
this paper, the automatic production line for color TV manufacturing by TPS was
developed and proved to push up two times of productivity, to reduce the 25 workers
at a time, and to widen the flexibility of manufacturing from 14" to 25" TV.
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