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Abstract
Research paper It is aimed at improving productivity in the production line and allocating

human resources in balance with the available workload. It arises from the fact that the factory
management has a need to improve the efficiency of the production line. Because it was found that the
quantity of produce was not able to meet the needs of consumers as they should. The study then
proposed an improvement method using the principle of line balancing in order to balance the production
line and increase the production efficiency. The case study factory is made-to-order production with a
total of 8 employees on the production line, 8 hours a day working time. For the improvement of the
production line We have chosen to improve the process of preparing bottles for filling soy sauce. Because
of the washing and cleaning of the bottle each time. Will still not be able to be used immediately The
bottles are allowed to dry completely for 10 days, and the factory has no exact plan on when to wash the
bottles. Prior to the improvement, three workers were employed. The rinsing cycle time was 21.6059
seconds per two bottles, which was found to take 6 hours 49 minutes to obtain the required volume of
bottles per day. It was found that a bottleneck occurred in the bottle-in-tank washing stage 1, and
therefore proposed a solution to the problem by adding one employee to the bottle-washing stage 1, the
results obtained after the improvement were shown. It was seen that it reduced the whole process time to
4 hours and 4 minutes, which was reduced to 2 hours and 45 minutes, as well as improving the efficiency
of the process from 30.8637% to 61.7274%, or twice the previous method.

Keywords: Line Balancing, Cycle Time, Bottleneck Process, Idle Time
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