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Appropriate process design and inventory were studied by based on
methodology of Demand flow technology. This study started from analysis of many
subjects such as process system, process information , inventory management together
with market product demand. All of results from the deep analysis were calculated for
new process design that base on flow of material concept. For practical application, not
only essential works, work stations and appropriate resources were defined but also
method sheets were made.

Kanban is a tool for inventory management. The past records of market product
demand were analyzed for optimal level of raw materials and works in process
determination. Many types of Kanban such as Single Card Kanban, Multiple Card
Kanban and Non-Replenishable Card Kanhan were well selected with regard to kinds of
materials and products.

When comparing to the conventional process, under the assumption that all the
production operator have the standard workmanship skill and can perform multifunction
task, the expected result of the new designed process reduce 30-50% non value added
movement, 20% labor cost, 30-50% machine time and 50% production lead time

Moreover, the Kanban application not only increase tum of inventory from 4.9-
8.5 to more than 15 turns but also improve percent of on time delivery continuously.
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