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Application of Maynard Operation Sequence
Technique (M.O.S.T) at Tata Motors and Adithya
Automotive Application Pvt Ltd. Lucknow for
Enhancement of Productivity-A Case Study

Mr. Ankit Mishra ®, Mr. Vivek Agnihotri® & Prof. D. V. Mahindru®

Abstract- There are millions of jobs and everyone feels that
his/her job is unique to them, their product and finally to their
organization. But the fact remains that all the jobs are just
combinations of 19 basic motions that are used to perform
any task. The productiviy is key to survival of any
organizations and hence profitability. The productivity is
defined as “Optimum Utilization of Available Resources”. To
achieve productivity of the highest order, The consumption of
all the resources viz Men, Material, Machine, Money and
Methodology” have to be optimized. There are primarily three
methods of determining the “Standard Time” in which a worker
should perform a task:

i) Maynard Operation Sequence Technique (M.O.S.T) is
a predetermined motion time system that is used primarily in
industrial settings to get the standard time in which a worker
should perform a task.

i) Time Study is a traditional Work Measurement technique
which is involved to calculate the time of the operation in an
assembly line with the help of instrument (Stopwatch).

i) Taylorism, System of scientific management advocated by
Fred W. Taylor. In Taylor's view, the task of factory
management was to determine the best way for the worker to
do the job, to provide the proper tools and training, and to
provide incentives for good performance. He broke each job
down into its individual motions, analyzed these to determine
which were essential, and timed the workers with a stopwatch.
With unnecessary motion eliminated, the worker, following a
machinelike routine, became far more productive.

In the present work, comparative case study of the
*M.O0.S.T.” and “Traditional Time Study” was carried out for
Fitment of particular parts at M/S Adithya Automotive
Application Pvt Ltd. Lucknow and Assembly Line-3 at Tata
Motors Lid, Lucknow and there was appreciable decrease in
time taken by M.O.S.T. in accomplishment of task in both the

cases.
A total decrease of 16.8% was observed in M/S

Adithya Automotive Application Pvt Ltd. Lucknow and 32.2%
in Assembly Line-3 at Tata Motors Lid, Lucknow with the
application of M.0.S.T.as compared of Traditional Time Study.

From the above analysis, it is concluded that
M.O.S.T Study has a clear advantage over the traditional time
Study and higher productivity can be achieved by application
of M.O.S.T.
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. [NTRODUCTION

a MOST

Maynard — Operation — Sequerice
(M.O.5.7) is a predetermined motion time system that
is used primarily in industrial settings to get
the standard time in which a worker should perform a
task. M.O.S.T is probably the fastest and most effective
work evaluation technique available. The objective of
M.O.S.T. is to quantify work content by evaluating it in
terms of what all work involves - the movement of
objects. For example securing a nut with a spanner,

typing, opening a drawer, writing with a pen. It was
designed to be much faster than other work
quantification techniques because of its simpler

structure. It groups together into predefined sequences
the basic motions that frequently occur. M.O.S.T. is a
powerful tool because it uses a structured approach, it
develops structured data; it is a progressive technique.
The technique is thoroughly proven, highly respected
and used around the world. It makes the analysis of
work a practical, manageable and cost effective task.

b) Time Study
i. Definition
Time Study is a Work Measurement technique
which is involved to calculate the time of the operation in
an assembly line with a help of instrument (Stopwatch).
It is also known as method for establishing employee
productivity standards in which:

e acomplex task is broken into small, simple steps,

¢ the sequence of movements taken by the employee
in performing those steps is carefully observed to
detect and eliminate redundant or wasteful motion,
and

e precise time taken for each correct movement is
measured.

From these measurements production and
delivery times and prices can be computed and
incentive schemes can be devised. Generally
appropriate only for repetitive tasks, time and motion
studies were pioneered by the US industrial engineer
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Frederick Winslow Taylor (1856-1915) and developed by
the husband and wife team of Frank Gilbreth
(1868-1924) and Dr. Lillian Gilbreth (1878-1972).

ii. 7Taylorism

Taylorism, System of scientific management
advocated by Fred W. Taylor. In Taylor's view, the task
of factory management was to determine the best way
for the worker to do the job, to provide the proper tools
and training, and to provide incentives for good
performance. He broke each job down into its individual
motions, analyzed these to determine which were
essential, and timed the workers with a stopwatch. With
unnecessary motion eliminated, the worker, following a
machinelike routine, became far more productive.

In the present work, comparative case study of
the “M.0O.S.T.” and “Traditional Time Study” was carried
out for Fitment of particular parts at M/S Adithya
Automotive Application Pvt Ltd. Lucknow and Assembly
Line-3 at Tata Motors Ltd, Lucknow and there was
appreciable decrease in time taken by M.O.S.T. in
accomplishment of task in both the cases.

A total decrease of 16.8% was observed in M/S
Adithya Automotive Application Pvt Ltd. Lucknow and
32.2% in Assembly Line-3 at Tata Motors Ltd, Lucknow
with the application of M.O.S.T.as compared to
Traditional Time Study.

II. DESCRIPTION

a) Work Centres
i. M/S Adithya Automotive Application (AAA Pvt Ltd.)
Pvt Ltd. Lucknow.
ii. Assembly Line-3 at Tata Motors Ltd, Lucknow.

Adithya Automotives Application Pvt Ltd.

b) About Aaa Pvt Lid Lucknow

Adithya Automotives Application Pvt Ltd. is a
joint venture of Tata Motors Adithya Automotives
Application Pvt Ltd engaged in production of Tipper
bodies under it and has been working for the last 5
years.

© 2014 Global Journals Inc. (US)

Fitments Studied under the Plant are:
i. Oil Hanger bracket fitment
ii. Qil hose pipe fitment
iii. Wiring harness clamping
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i. Stuady
After Studying the Fitment and video it was found that Actual and theoretical values of work content were as
follows (Refer attachments Aditya-1 and Aditya-2).:

7
MOST ESTIMATION SHEET PSD |2
TATA DELMIA
e Adnitya Automotives PVt Ltd [, oo LINE -
Lucknow
CYCLE CONTENT[ SEC ) 626.00
MODEL NAME - LPS 3518 (Tipper Bady) WORK CONTENT( SEC ) S0 DOCUMENT NUMBER -
VEHICLE CODE - DOCUMENT DWNER - ANKIT KR. MISHRA DATE - THZ04
Dataca
rd
Numbe
3 o Off- Cycle | Work
Operati /o Sub Operations / Elements Description Freq. Divide | .. Line/ | Time |Conten
on | activit Freq, on-Line| (SEC) |t (SEC)
¥
numbe
Fitment - S/A Of Qil Hanger Bkt
New Isia of Oil Hanger bkt 81.00 81.00
Process 2 >
i G AlG|Bl3[E] 1Al [BIO[P[ 1 [A]D
Move 34 steps, bond Anse S0% T
Y Joce.grasp bit.put on table £RD: 1 1 1.0, | 0 ! L &m0 500
SIMO |
3 move 34 steps, band and anse FI;I-CI ] Gl SURTIG T T LAk M 1 EN AL T 100 1.00 1 1 10,00 10.00
] S0%{ 00 ) grasp rubber tba = . + . : "
o SIMO | |
5T oa N C_|AlelBloel3 Ml [x[a|1]olAlo]
=8 g [UmSAsns. dsemmeToer |~y 1 3 | 100 | 1.00 1 1| 1800 | 18.00
E g by 3 imes push pull =
sp SIMO |
=8 move within reach, disengage both G Al1|B|O|G[3 1 [B|O|F] 1 |Al0]
2 H 4 |rubbertube put one anothertube | FRO 100 | 1.00 1 1 6.00 6.00
0 Z al he fable SiMO
% maye within reach bend & anse G Al1lE|3[G]1 1 |BlOP|3JA]O]
5 S0%occ,, grasp the ofl tank hangar | FRO | 2.00 1.00 1 1 18.00 | 18.00
bkt place the tube at the bid with SIMO I |
maove within reach grasp the rubbar| G Al1|B|O|G| 1 M]3 [X]|0D 0lA| D
6  [tubes adjust it at Ihe bid by 20 FRO 78 | 2.00 1.00 1 1 172.00 | 172.00
tmes push-pull 5IMO |
move 1-2 steps bond & arse [ Alo|Blo[c|[ 0 [A]3 [B|3[F]1]A]E
7 S0%ace, pulr the bkt at the table FROQ 1.00 1.00 1 1 13.00 | 13.00
Jraturn 3-4 steps SIMO |
Fitment - Hose Pipe Fitment
NeW lhose pipe fitment 7230 72.30
Frocess 4 "
Move 8-10 steps, band & ansa S0% G Al16|B|3|G| 1 |A|G|(B|[O|P|3|A|D
: § oce grasp hose pipe returm E-10 FRO | 1.00 1.00 1 1 30.00 39,00
- steps place its one end at the ail SIMO
5 W move wittun reach grasp the nut of T Al1|B|O|G[ 1T [AlYT |BlO[P[OJA]O|F[42[A]0 PlOJALO
_E 4 2 the hose pipe bght it by 20 wisty FRO 1.00 1.00 1 1 4500 | 45.00
L8 action SIMO ]
p-1.3 move wihin reach bend & anse G Al1[Bls[c[1[a]1[e]o[P]3|F[a2]alo (B8]0 AlD
- 3 [50% oce grasp the second end of | FRG 100 | 1.00 1 1 51.00 | 51.00
g =z ipa placa it in hipping SIMO | |
I mave 5-7 steps, band & arise G Al10|B|3 |G| 1 [Al10|B|O[P|OfA]D]|
4 |50%oce.grasp the wranch retum 5 | FRO 100 | 100 1 1 24.00 | 24.00
¥ SiMO
move within reach place wranch at G Al1|8l0[e]0 BlO[P|3JFlM|Aal0|BlO] AlD
5 the nut of hose pipe light it by & FRQ | 200 1.00 1 1 58.00 | 58.00
wrist achion SIMC
Fitment - Wiring Harnness Clamping
NeW linfiring hamess Clampi 473.30 473.30
Process ng ng " "
Move 8-10 steps bend & arise = Alg|Bl3|a]l 1Al [BlO[R]l 1 ]AlD]
1 ) tha 20 clamps, put 20 20 1.00 | 100 1 1 60.00 | 60.00
it at the tool box
Alo[Blo|G| o0 [Al1B[BIE[P] 1]A[D]
retum §-10 steps bend & anse T
2 S0%oce, pul the lool box al ground - 200 1.00 1 1 19.00 19.00
moy e AlS|B|S|G| 1 Blo(P| 3 |A[D
3 S0%oce grasp acl | 2000 | 1.00 1 1 220.00 | 220.00
around the wiring ha, l
_E mave within reach,bend & anse Al1|B|5[c[1 A BlO|F| 3 JalD
o 4 S0% oce grasp the nl 20,00 1.00 1 1 180.00 | 180.00
E - thi bt with adjustment 1
o § move wihin reach band &anse G Al T|B[3|G| 1 ALY |B|O|P|3|A|D]
§ e 3 S0%aoce grasp a plain washer FRQ 2 1 20,00 | 1.00 1 1 260.00 | 260.00
- nut.place it at the bolt vath SIMG |
E &nit. tat the bolt
£ z i it i g et T |Al1|BlO|G|T|AlT|B|O|F|O|F|0|A|D|B|O A0
2 novi Within reach gras
o= 5 JMight the nut by 8 finger sping. E::n? - 20 140, 1 1 280.00 | 260.00
£ SIMO
E move 8-10 steps get the nut nunner G Al3|B|B|G[3 3 [B|6B|P| 3 |AlD
7 FRQ | 1.00 | 1.00 1 1 44.00 | 44.00
SIMD
Move 1-2 steps, Bend & anse [ Alfe|B|0O[(G[3 |A|16|B|3|P|3]A[D
B S0%0cc,, align nut runner at o FRQ 2 20.00 1.00 1 1 240.00 | 240.00
nut if the clamp with >12 inch SIMD 1
= 1[,;|ht ihc‘ AUt by nut rnner (process FRQ FTUSECS 20000 | 1.00 1 1 100.00 | 100.00
me Ssec aach) =
SIMO
move 810 sleps | disengags G Allg|B[0[]) 3 1 [BlO|F] 1 JA[16
10 |socket from nut unnerputit atthe | FRO 2 1.00 1.00 1 1 37.00 | 37.00
table retum 6-10 steps SIMO
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Adithya Automotives Application Pvt. Ltd.

FITMENT NAME ACTUAL VALUE THEORETICAL VALUE
(By Time Study) (By M.O.S.T)
(secs) (secs)
Sub-assembly oil tank 109 81
Hanger bkt.
Hose pipe fitment 81.2 72.3
Wiring harness clamping 563 473

Thus It was found that M.O.S.T Study at Adithya
Automotives Applications was much accurate and it was
being validated by shop owner.

Total Work Content By Most Study Was 626 Secs.
Total Work Contet By Time Study Was 753.2 Secs.

The data was physically taken and was
validated by the employees directly involved in the
production shop.

[1I.  CONCLUSION

This Clearly shows that Work content
calculation by M.O.S.T Study has a clear difference from
work content of time Study. According to which the
production can be better judged by M.O.S.T study and
higher production rate can be achieved.

*The Values of Work Content Can be Seen From
Appendix

Locations

EEndh Scale

Copyright © Compare Iniohaze Put_ Lid 2001

a) Resuilt
The total decrease in time by M.O.S.T study is

= 753.2 - 626 x 100
753.2
=16.8 %

This Shows that the M.O.S.T study is the best
study to be implemented for calculation of Work content.
As, it Optimizes time which is required in assembling of
parts and thus enhancing productivity.

We saved total 127.2 secs, Saving time and
hence Saving Money. This finally leading to new method
to improve our production. So, for the best result we
must use M.O.S.T.

IV.  TATA MOTORS

a) About The Tata
Established in 1945, Tata Motors is India's
largest and only fully integrated automobile company.

Outline Map of India

Pantnagar

W.

Corporate Head
Quarters: Mumbai
J;mshedpur
Manufacturing
Plants:
Jamshedpur
Pune
Lucknow

a Dharwad

© 2014 Global Journals Inc. (US)



APPLICATION OF MAYNARD OPERATION SEQUENCE TECHNIQUE (M.O.S.T) AT TATA MOTORS AND ADITHYA AUTOMOTIVE
APPLICATION PVT LTD. LUCKNOW FOR ENHANCEMENT OF PRODUCTIVITY-A CASE STUDY

e Infrastructure

In light of Company’s aggressive growth plans,
it is currently in expansion phase and production at
Lucknow would grow many-fold in near future. The
expansion shall be in there as of painting, welding,
vehicle assembly & testing and utility services, driven by
latest technology.

i. Assembly Unit
Lucknow Plant started with the assembly of
Medium Commercial Vehicles (MCVs) to meet the
demand in the Northern Indian market. However, in
1995, the unit started manufacturing bus chassis of

Light Commercial Vehicles (LCVs) and SUMOs. The
facilities for manufacturing the spare parts were set up
and started supply of Crown wheel & pinion (CWP) in
1994. Subsequently, G-16 & G-18 Gear Parts started in
1998. With the availability of G-16 gear parts
manufacturing facility, the Plant also started assembly of
G-16 Gear Box to meet in-house requirement for SUMO
vehicles in the year 2000.Now TATA Motors Lucknow
has started assembling of CNG MCV's to meet the
consumers demand. TATA Motors is also producing
Rear Engine CV's.

@D WESTERN COMPLEX LUCKNOW wonxsi%n

TATA

GEAR FACTORY
PE SHOP

'_1

| -
TRMNG. -

I
R E A

I

TATA-MARCOPOLO

- il il

|

HR T T FTRTETFFEIT
== , | -
TIME 3

OFF.

—

I I
— g i i
MAIN GATE WOFFICE‘ MEHICLE FACTORY j
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ii. Stuady (Refer attachments Tata Motor-1 and Tata Motors 2).:

Fitment - AIR TANK MTG BKT ( Station-1}

N oeww >
Process | Procurement of Air tank Mtg Bkt 0.30 0.30
Mowve 5-10 steps, €] A6 a 3 16 S| P[3[Aa|0
1 Collect 2 bkt Move FRQ 2 e 2 oo oo 0.30 0.30
8-10 steps Bend SIMO
New || sose fitment of Airtank Mtg Bkt 1.63 1.63
Process " "
- G Al 3 1 a [ e e
R e FRa 5 oo | 1.00 004 | 0.04
SiMo
Bend 50% occ Get ] Al 3 3 i} O|F[3[A]|D
2 BKt, Place the three FRQ. ] .0o .00 0.10 | 0.10
bolts on bkt SO
Bend 50% occ, G Al [u] 1 1 3|P|&|A|D
3 Place the bkton FRQ oo oo 0.07 | 0.07
frame with SIMO
EBend 20% occ, =] Al 3 3 1 J|P[3|AlD
4 collect 3 washers, FRQ 3 3 an (uu] 0.16 | 0.16
3‘ place them on bolts SO
w Eend 50% occ, A Al 3 3 1 D|P|E|[A|O|F[10
= 5 Collect nut fram FRQ. 2 .00 | 1.00 0.54 | 0.54
s tool box, Position SIMO
Ry Eend 50% occ, G Al ] 3 1 IR EI N
=2 9 & grasp three bolts FRO = 3 oo oo 0.12 | 0.12
= § and get the bkt SIM O
= o Bend 50% occ, G A u] 1 1 3|P[6|A[D
&z 7 |Placebktontframe [ FRG 0o | 1.00 007 | 0.07
T = wi [th precision SIMO
k3 Bend 50% occ, i A 3 3 a O|P|E|A[T]|F |10
= 3 Collect 3 nuts & 3 FRC. =] 5] 3 3 3 oo .00 0.53 0.53
o wi ashers from tool SIMO
s
Lo N e " s 2
Process | Tightening of Air tank Mtg Bkt. 1.42 1.42
Mowe 8-10 steps, =] Al1B a 3 16 O/r[3[{Aa|D
1 Get runner & FRQ 2 oo oo 025 | 025
socket, Move 8-10 SIMO
Eend 50% €] Al a 1 1 3| P[e[A]D
2 occ Position runner FRQ. .00 | 1.00 0.22 | 0.22
on nut SO
Tightening process Proc.
3 & sec Time 166 GEGREGEE T ao oo 0.30 0.30
(ThL )
Bend 50% occ, G Al a 1 1 3| P[BE[A]|D
4 Position runneron FRQ oo oo 022 | 022
nut SiMo
Tight g
5 |gonenMERMESSS | Time 166 6666667 0o |1.00 0.30 | 0.30
(ThILY
Mowve 5-10 steps, G Al u] 3 16 o/Pl3|AalD
3 Disengage socket FRQ .oo 0o 0.14 0.14
from runner, Put SO
N ey A
Procurement of Air tank Mtg Bkt. 0.30 0.30
Process
mMowve B-10 steps, G Al1B o 3 16 3|Pl3a|AalD
1 Collect 2 bkt, Move | FRQ 2 2 Z an oo 0.30 | 0.30
8-10 steps,Bend Sk O
N ewr 0
Loose fitment of Air tank Mtg Bkt 1.63 1.63
Process
G Al 3 1 ] o|P[(O]AlD
BEend 50% occ,
1 matiabie FRO: 3 oo |1.00 004 | 0.04
SiMo
Bend 50% occ,Get G Al 3 3 1 O/Rr[3]|AfD
2 Ekt, Place the three FRQ E] ao oo 0.10 0.10
bolts on bkt SIMO
Eend 50% occ, G Al a 1 1 3| P[B[A]|D
3 Place the bkt on FRQ. .0o .00 0.07 | 0.07
frame with SIMO
Bend 20% occ, = Al 3 3 1 3|P|3]A[D
4 collect 3 washers, FROQ g 3 oo oo 0.16 | 0.16
place them on bolts SO
§ Bend 50% occ, G Al 3 3 1 O|FR|6|A[OD|F |10
w 5 Caollect nutfram FRCQ. 2 .0o .00 054 | 0.54
& tool b, Position SIMO
2w Eend 50% occ, G Al 3 3 1 O|P[3[A]O0
II! ) & grasp three bolts FRQ 2 3 oo oo 012 0.12
= § and get the bkt SIMO
=o Bend 50% oce, S A ] i 7 3|Ple|AlD
£ 3 3 Place bkt on frame | FRGQ oo | 1.00 0.07 | 0.07
= wi th precision SIMO
b= Bend 50% occ, A Al 3 3 a O|rP[BE[A]J1]|F |10
‘s 8 Collect 3 nuts & 3 FRQ. ] =] 3 el 3 oo .oo 0.53 0.53
= w ashers from tool SIM O
M e " . o
Tightening of Air tank Mtg Bkt. 142 1.42
Process
Mowve 8-10 steps, =] Alle [u] 3 16 oOlP|3]|AlD
1 Get runner & FRQ 2 oo oo 025 | 0.25
socket, Move 8-10 =Y =]
Bend 50% G A ] 1 1 3|[FP|6|A|D
2 occ,Position runner FRO. .oo .o 022 | 022
on nut SIMO
Froc.
g3 [ STENNGPDCESS: | e 166 6666667 0o | 1.00 0.30 | 0.30
(THILY
Bend 50% occ, €} Al 1] 1 1 I|P|E|A]O
4 Fosition runneron FRQ. .00 .00 0.22 | 022
nut SiMO
Proc.
5 |ll@mening process | Time 166 6666667 oo | 1.00 0.30 | 0.30
(T
Mowve 8-10 steps, G Al u] 3 16 o|FP[3]|A[O
& Disengage socket FRO ao oo 0.14 0.14
from runner, Put SO
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THIS DOCUMENT IS GENERATED FRCM DPE ifide o
Datacard Cycle | Work
Operation Number/ Sub Operations / Elements Description Freq. Dhvida Men u;—m{ Time | Content
Activity number pren; (MIN) | (MIN)
Fitment - /A OF FUEL TANK MTG BKT ( Station-0)
New Process  |Pasie anobond on rubber pad 4.34 424
G 0|B|0|G|1|A[1|B|O|P|3[A
MOve 5-7 steps, Grasp 3 rubber pad.
1 Place rubber pad on sland (Wiih FROQ. 3 3 3 100 | 100 | 1 1 0.15 0.15
adjustment
) SIMO
[ 1|B|o|G|3|M24|x|0|1|0D|A
Gel anobond buckel, drop anobend on
2 tber pad(6 Ssieps). FRQ. 200 | 100 | 1 1 0.34 0.34
=17
c 1|B|o|G[1|M[1w0|x|0o|1|0|A
grasp brush, Pasle anobond (Push/Pul
3 PR FRO. 300 | 100 | 1 1 vz | 022
SN0
G ofe|ojc|o|Aa|1|B|O|P|1|A
a Place brush (lay aside) FRO. 100 [ 100 | 1 1 0.01 0.01
siMO
G 1/B|o|G|1|a|3|B|6|P|3|a
Grasp rubber pad, Mave 1-2 sleps,
5 Bend, Place rubber pad on mig bid FRQ. 300 | 1.00 1 1 0.25 0.25
SiMO
[ 1/B|6 (6|1 (M[6|X]0|1|0|A
Push pul rubber pad on bkt by hand
5 oo pestie (1.2 S0 FRQ. 300 | 100 | 1 1 0.25 0.25
SiMO
=
= [ slele|e|aa|lale|e|r|a|a
g Move 1-2 steps, Bend, Gel
= T b, Move 1-2 sleps, Bend, Place bt | FRQ. 300 | 1.00 1 1 043 043
h adjustment
8 bz g SIMO
T
& 6 a2e|e|c[1 alaz/B|6 |P|aa
5 Move 16-20 steps. Bend & sit. Grasp
< ] bot, Move 16-20 steps, Bend, Place FRQ. 3 3 3 100 | 1.00 1 1 0.66 0.66
@ bot (with adjustment)
SIMO
G 42|/B| 0 |G| 1 |A|42|B|O0|P|D|A
Move 2126 sleps, Grasp locking nud,
[ Mave 20,26 steps, FRQ. 3 100 | 100 | 1 1 0.52 0.52
siMO
G 0|B(O|G|0D A 3|B|B|P|l3|A
Bend, Place locking nut {erth
0 agjustmert) FRQ. 300 | 1.00 1 1 0.22 0.22
SO
G 3le|o|e|3|a|3|B|6|P|3|a
Move 1-2 sleps, Get pler, Bend & sk,
n place pler FRO. 3 3 3 100 | 1.00 1 1 043 043
siMO
b o|le|ojc|o|a|o|B|o|P|D|A Fla|alo
12 rokaiiiai sl & [T 300 | 100 | 1 1 043 | 043
EIMO
T o|e|o|e|ofAa|3|B|10|P|0D|A Fle|alo
4 taps onnut (for adjusting) (wrist
13 aclion) by phor FRO. 300 | 100 | 1 1 0.34 0.34
SIMO
G 1|8|w|c|o|a|3|B|o|P|1|a
" vk i 100 | 100 | 1 1 09 | oo
SN0
Fitment - §/A of SILENCER HANGER BKT ( Station-0)
New Process  [S/A of silencer hanger bkt 1.42 1.42
G 1olelw|a|1|al1]eo|r|a|a
Move 5-7 sleps, bend & si, Grasp bol
‘ & washer, Place washer n bolt 2 100 | 100 | 4 1 0ds | ods
SiMo
G 1w0{B|0fG|3 A[0|B{16|P|3 A
Move 5-7 sleps, collect washer & rut,
2 Move 5-7 steps. Bend & st Place FRO. 2 100 ( 100 1 1 0.27 0.27
washer & nut gwith
= EIMO
o
5 <] 1|B|o|e|1|a|1|B|o|P|3|A
= Grasp bit & rubber gromet, washer,
gg 3 Ploce bid, nbber gromet & wosher | R0 300 | 100 | 1 1 0.11 0.11
gE SO
%i G 1/8|o|e|1|a|1|B|o|P|3|A
= Grasp another bkt, Washer & nut. Place
: 4 k1, Wsaher & rut (wih FRQ. 3 3 3 3 300 [ 1.00 1 1 0.32 0.32
@ SIMO
T o|le|ojc|lo|a|1|B|o|P|o|a Fla|alo
5 Tight rud with 18 -20 finger spins FRQ. 300 | 100 | 1 1 045 045
Mo
G o|g|loje|o|a|1|B|o|P|3|A
] Place bid (aside) FRO. 300 | 100 1 1 0.07 0.07
SIMO
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APPLICATION PVT LTD. LUCKNOW FOR ENHANCEMENT OF PRODUCTIVITY-A CASE STUDY
TATA MOTORS LIMITED
FITMENT NAME ACTUAL VALUE THEORETICAL VALUE
By Time Study By MOST
(mins) (mins)

Fuel tank mtg. bkt. 10 .1 434

Air tank mtg. bkt. 52 3.68

Silencer mtg. bkt. 437 5.31

Thus, It was found that M.O.S.T Study at TATA
MOTORS LTD, Lko was much accurate and efficient to
measure work and it was being validated by shop
owner.

Total Work Content by M.O.S.T Study was 13.33 Mins.
Total Work Contet by Time Study was 19.67 Mins.

*The Values of Work Content Can be Seen from
Appendix

e Result
The total decrease in time by M.O.S.T study is
= 19.67 - 13.33 x 100
19.67
=322%

b) Analysis of Results

From the above study carried out at M/s Adithya
Automotives Application Pvt Ltd. And Tata Motors
Lucknow it found that Work content calculation by
M.O.S.T Study has a clear difference from work content
of time Study.

V. CONCLUSION

This Clearly shows that the standard manhours
can be better calculated by the application of M.O.S.T.

© 2014 Global Journals Inc. (US)
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