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Balancing Line of Packaging Business Based on Positional Weight Method

ZHOU Qing—hua, YANG Ping, XIAO Ji—jun, LI Xi—xiu
(Guilin University of Electronic Technology, Guilin 541004, China)

ABSTRACT: Objective To study the process optimization and production line balancing of the electric pencil sharpener
packaging line in a company. Methods Industrial engineering analysis methods were applied to improve its old packaging
lines and process. According to the characteristics of the electric pencil sharpener production process, the position weighting
method of production line balancing was used to rebuild a reasonable production process. At the same time, job contents,
equipments, facility layouts, and operators were reassigned and adjusted. Results Compared with the original solutions, the
balancing rate of the new one showed an increase of 31%, and the staff number was reduced by 4, and the order delivery
rates were improved. The new layout ensured the smooth operation of the production line and met the demands of the
designed output. Conclusion Using the positional weight method, combined with process optimization, decomposition and
combination, better results of the production line balancing were obtained.

KEY WORDS:: balancing of production line; positional weight method; production management; industrial engineering
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Fig.2 Packaging process program of electric pencil sharpener
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Tab.1 Packaging process program of electric pencil sharpener after improvement
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Tab.2 Weight matrix table of electric pencil sharpener

fElboc® THE 1 2 3 4 5 6 7 8 9 10 30 31 32 33 34 35 36 37 38 39 40 P
1 5 1 + + + 4+ + + + + + + 158
2 4 — 1 + + + + + + + + + 158
3 3 1 + + + + + + + + + 152
4 4 - - 1 + + + + + + + + 156
5 3 1 + + + + + + + + 148
35 2 1 + + + 33
36 3 - + + + 31
37 6 — — 1 4+ + 29
38 10 1 + 29
39 — 1 20
40 — 10
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Tab.3 Station job assignment table of packaging production lines after balancing
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cil sharpener after improvement
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