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— A Study on the Comparison of the Economics

of Manual Assembly Process —

ABSTRACT

Three different manual assembly techniques are evaluated by relating the effects of component quality
to the total cost of the product. The results show that the choice of the scrapping or repairing the defective
products or alternatively, salvaging the acceptable parts, may effect the total product cost by as much as 400

per cent.

This paper emphasizes the need for accurate control quality of parts in assembly if low-cost manufacture

is to be achieved.

=Y

1. &

fEHY + ot Huilsal HEal e 49
AEol KR obF 4l zsiel. ol =l E
T Hrel 27 el el vskth ey
T TEAA s = A Ed A3 HES
gegigel moll 4 A stA b d 2 28]
ety ol

2 ThelAE TR 2W-E ok A& gA
v ol 2 s mEe REHEE] MR
o8 ubEofxl s ¥ AE e A ¢
o] BAdslA A& Fo]2 HLot gl
"Heb, BT TR 4 shiel B Hifhd o

A
-

A

A8 z}

& EEHEST S of THo A HAHE o F B
iAol S-S melal ok ek,
debd oheah e WS 44e £ ok

* B ECABEE LR TR

(1) FEEL A%l 2L 7144 AL
g3, A & Lol Fel firAel
Aok ol 7t A HiEHA d gal
#ahel Aol &4 =,

@) A7zl e} o] HEHL WEERN A el
lct stefel = Mazel sE T w7z & Bz
2 gk=Th a#4 el#Et 4SE ohg 35t
Tl A BEY £ Arh

@ MriflHe Bgkol vl —z# 29 7
ol BET + oAV, WA BEEE 8y
Hol z7| wl &ol BES L H

& AR#me] #irzlale) EAghe g s34
of o= A%

© FRFG] GBS slEol o A%

Lol
H 2
kS

.tk



webd B © A #dmel 7Rl

T# 52 %88 Aush sioh

ol el BRL MBS HIKR 37
A= BEERS shushlel BARER: WE KR}
Bligol dak=w B} Al FshA SR K
P TS ok Hvbe AE HEShn,  vepst
A FTHEITES 3742 e, ) RNEHH
T BEY AUAT? i) ARESE BT A
A7? Qi) ABEGHE BEHY Aqst? sk
M7 BRIl R4 e £ < £

=l

&

5 K
By BOEER o B [l HIES o« st
=5

bzl d EEHETVES HEZ 38 o REY

[}
AX

s BESIAS Ao mAc RS 48, BRE
St & A zhatell ois FTMRGSA 4
e ool g Fordl 2nl clgal gl
O FrE
—ﬁ’ﬁéﬁgfﬁ
=#HIIBH L HES| Hal LB )R
izBUI'J
Ch=%%% 2%Y =2 HnBH
Cp =7 B#e) s S o #Mirmel &
EH
Cs=%a3Fo] s S« Hirdel
R
Cr =FBH&Ho gl S o el &
% i
D =R e
=tr /t B2 ts /'t
n=#Lri&He ¥
¢ = S Re
x=TR&

x = 1000 Aol fstel Nt FRAHD &
O FAal FRik

p =il Mlardhel A gl

g =AR #rihel A4 gl

s =R E BH EES #ahel

R =15 Bl

I. s £E0 HWs FREKL ER
MO8 AN N ARBRY PR 4
A Aoz epd = Qlel mkek v E Ay 8BS
o] ABMre = s RRFoz i B

Myritie] AL o1& Alog Fod 4+ g
D=1—(1-0.001x%)"
ololl et oeiskz] A7 (28 1] ¢
ebit lel
80 r T
70} .
d\e
2 6o} i
£
&
2
s s0h .
8
w 40 ) ﬂ
(o]
&
E 30‘ 3
8 3
O
& a0k i
02
101 4
x=0.1 %o
0 n ,
0 10 20 30

Total number of parts in assembly

[Fig 11 THE EFFECT OF DEFECTIVE COMPO-
NENTS ON ASSEMBLIES
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[Fig 2] THE EXTRA COMPONENTS REQUIRED
TO RECTIFY DEFECTIVE ASSEMBLIES
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[Fig 5] THE EFFECT OF COMPONENT QUALITY
ON TOTAL ASSEMBLY COSTS
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ASSEMBLIES WHERE DEFECTS ARE
SCRAPPED
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[Fig 81 THE OPTIMUM COST RELATION FOR
ASSEMBLIES WHERE DEFECTS ARE REPAIRED
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[Fig 9] THE COMPARISON OF ASSEMBLY COSTS
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