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Abstract

The purpose of this study is to improve the management of the manufacturing flow in a
fishing rod handle factory using the method of work study. A flow diagram was used to
investigate the flow lines between workstations. And then, a flow process char analysis
was used to investigate the bottleneck in the manufacturing line. Two plans were
proposed to improve the efficiency of the manufacturing flow: one is a new labeling
way of the drill heads, and the other a new layout plan. These two proposals were aso
affirmed by the factory.
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