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It has been a focus and a challenge
that how to plan flow processin order to
improve operation performance and
increase productivity as wel as
competition.

Production flow process must
move smoothly and in shorter distance
to boost operation efficiency.
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Traditional production flow process
layouts are: simplest-line, multiple-line,
Z shape or sine bar, U shape, cycle
shape, odd angles shape.

Simplest-line just applies to few
operation. Multiple-line can produce
different products synchronously, but it
applies to mass production. Z shape and
U shape apply to the limited building
space, longer flow process and mass
production also. Cycle shape is endless.
Equipment and machines can work
repeatedly. It applies to mass production
also. Odd angles shape applies to the
limited building space, longer flow
process and mass production too.

The study, combining cycle shape
with odd angles shape flow process,
adopt “Spider Network” flow process
layout. On the base of “Customized
Output” theory and “Concurrent
Technique’, it produces different
products synchronously. Besides, it can
apply to mass production and job
production so as to decrease traditional
sequential  technique operation time.
Furthermore, it works in limited
building space as well.

This research optimizes production
flow process as well as increases
enterprise’s productivity and
competition.
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