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Abstract— Tapping are regularly utilized as a part of 

mechanical working. Past explores on tapping has mostly 

cantered on cutting power varieties, tap wearing, and tap 

plan. A novel execution test arrangement of tapping and 

penetrating for a PC numerical control (CNC) machine 

apparatus is set up in ongoing methods. The objective of the 

large scale manufacturing is to build the profitability and 

increment the exactness. This is finished by diminishing the 

set up cost and manual weakness. In such a circumstance a 

great deal of time is being squandered to keep up the 

precision. Inevitably it builds the administrator's weakness. 

The principle point is to find, hold and bolster the work 

safely with the goal that the required tapping task can be 

performed. Our machine will comprise of blend of tapping 

task with the assistance for speed decrease adapt box. 

Tapping requires low RPM to play out penetrate and inward 

strings task. 
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I. INTRODUCTION 

The taping is a critical procedure for metal and non-metal 

for securing reason. In the taping procedure the one side 

sticky plastic paper is folded over the metal bar. This 

procedure will ascend to give gleaming, alluring look and 

furthermore it shield the given aluminum ban from tidy and 

outside particles. This procedure will likewise be utilized to 

shield banish from outer substance response or climatic 

response. 

 In our project, the taping procedure is done on the 

aluminum bar so in our given abstract we think about it as 

an example for taping process. There are different rollers are 

utilized as a part of the taping procedure to mastermind the 

aluminum bar in appropriate position and in addition 

arrangement. The tape is folded over the roller which is 

driven by electric engine. 

 
Fig. 1: Taping Machine 

 These are machines that entire phases of the 

bundling procedure. Cases incorporate filling machines, 

fixing machines, wrapping machines, lashing machines, 

marking machines and coding machines. Taping machines 

have points of interest, for example, lessening work costs 

related and expanding the productivity of the bundling 

procedure. The reason for applying the tape might be 

enhancing, utilitarian, or both. 

II. LITERATURE REVIEW 

1) Harold I. Pearsall, Centerville, Ohio The Globe [1] 

Apparatus for wrapping tape around the end of a stator coil. 

The apparatus advances tape from a spool to a position near 

the coil end, where it is clamped by clamping members and 

cut, and a section of the tape adjacent the leading end is 

pressed against one side of the coil end. The trailing end of 

the tape is then pushed around the opposite side of the coil 

end where it is received by the clamping members. The 

trailing end is moved by the clamping members toward the 

leading end to draw the trailing end tightly around the coil 

and press it to the leading end. An apparatus embodying the 

present invention wraps tape around an article in several 

simple mechanical steps, has a minimum number of moving 

parts, and requires little working area during its operation. 

2) Martin Griebat, Clifton B. Cosb  [2]: 

A machine for applying a wide range of pressure sensitive 

adhesive transfer tapes to virtually any surface of virtually 

any size. The mechanized application of adhesive material 

to surfaces has in recent years had many applications in the 

advertising, printing and packaging industries. The adhesive 

tape used may either be single or double, i.e., may either 

have adhesive coating one side only or coating both sides 

with a backing strip protecting the outer side until the tape is 

utilized. 

III. PROPOSED WORK 

In this project we will modify the rollers. The present taping 

machine is having just single roller to mount the tape on it. 

The current taping machine is tedious. Keeping in mind the 

end goal to spare the time and endeavours of the works, 

there is a need to atomise the present taping machining 

process. We will likewise be concentrating on whether the 

best possible taping is done or not at the corner areas. 

Alongside the sparing of the time in taping process, it will 

likewise prompt the expansion underway rate of the 

business. Subsequently, we will include/revamp the rollers 

in existing taping machine which would be more effective. 

IV. CALCULATION 

A. Calculation for Allowances 

Now, the workers operate in 8 hrs. shift so, 

Total operating time = 8 x 60 

= 480 mins 

The personal allowance given by the company is of 45 mins 

Contingency Allowance given by company is upto 4% 

The performance factor for worker is 0.9. 

There are some irregular & unexpected work takes place 

while production this irregular work are introduce due to 

emergency production so here we have to take contingency 

allowance upto 4% of normal time. 

Personal allowance for worker is 45 mins 

Total Working time = 480-45 
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= 435 mins 

Total Normal Time = Total Observed Time x performance 

rating 

=  435 x 0.9 

= 391.5 mins 

Contigency Allowance = total normal time x contingency 

rating 

= 391.5 x (4/100) 

= 391.5 x 0.04 

=  15.66 mins 

Total allowance = personal allowance + contingency 

allowance 

= 45 + 15.66 

= 60.66 mins 

This stage interruption allowances are not considered 

because, the sponsored company is of small scale. So if 

there is sudden breakdown of any machine the whole 

process stops. 

B. Without using Taping Machine 

1) The Flat Sections are Taped Manually 

For taping the bar manually it takes 3 mins for two bars. So 

1.5 min for each bar. 

Normal time/piece = observed time/piece x performance 

rating 

= 1.5 x 0.9 

= 1.35 mins 

Percentage allowance = (total allowance in min/total normal 

time) x 100 

= (60.66/391.50)x100 

= 15.49 

= 15.5% 

Standard time/piece = normal time/piece + allowances 

= 1.35 + (total allowance x normal time) 

= 1.35 + (0.155 x 1.35) 

=1.35 + 0.2092 

= 1.56 mins 

Quantity produced per day = total available time / standard 

time per piece 

= 480 / 1.56 

= 307.7 

≈ 308 pieces 

So manual taping process produces 308 pieces per day. 

The „L‟ sections are taped manually: 

For taping the „L‟ section manually it takes 3.5 mins for two 

bars. So 1.75 min for each bar. 

Normal time/piece = observed time/piece x performance 

rating 

= 1.75 x 0.9 

= 1.575 mins 

Percentage allowance = (total allowance in min/total normal 

time) x 100 

= (60.66/391.50)x100 

= 15.49 

= 15.5% 

Standard time/piece = normal time/piece + allowances 

= 1.575 + (total allowance x normal time) 

= 1.575 + (0.155 x 1.575) 

= 1.575 + 0.244 

= 1.82 mins 

Quantity produced per day = total available time / standard 

time per piece 

= 480 / 1.82 

= 263.7 

≈ 264 pieces 

So manual taping process produces 264 pieces of „L‟ section 

per day 

C. With using Taping Machine 

1) Taping of Flat Bar 

By using taping machine two flat bars are taped within 1 

minute. So the time required for taping single bar is 0.5 

minute. 

Taking performance rating = 0.9 

Normal time per piece = observed time per piece x 

performance rating 

= 0.5 x 0.9 

= 0.45 min 

From the above allowance calculations, 

Personal allowances = 45 mins 

Contingency allowances = 4% 

Total allowance = 15.5% 

Standard time per piece = normal time + (total allowance x 

normal time) 

= 0.45 + (0.155 x 0.45) 

= 0.45 + 0.069 

= 0.52 mins 

Quantity produced per day = total available time / standard 

time per piece 

= 480/0.52 

= 923 pieces 

Therefore, by using taping machine 923 pieces of flat bar 

are produced in a day. 

As we know that, 

 Flat bars taped manually are 308 pieces per day. 

 Flat bars taped on taping machine are 923 pieces per 

day. 

So, as compared to the manual taping process 3 times more 

flat bars are taped by using taping machine. 

2) Taping of ‘L’ Section 

By using taping machine single „L‟ section bar requires 0.7 

mins. 

Taking performance rating = 0.9 

Normal time per piece = observed time per piece x 

performance rating 

= 0.7 x 0.9 

= 0.63 min 

From the above allowance calculations, 

Personal allowances = 45 mins 

Contingency allowances = 4% 

Total allowance = 15.5% 

Standard time per piece = normal time + (total allowance x 

normal time) 

= 0.63 + (0.155 x 0.63) 

= 0.63 + 0.097 

= 0.73 mins 

Quantity produced per day = total available time / standard 

time per piece 

= 480/0.73 

= 658 pieces 
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Therefore, by using taping machine 658 pieces of „L‟ 

sections are produced in a day. 

As we know that, 

 Flat bars taped manually are 308 pieces per day. 

 Flat bars taped on taping machine are 923 pieces per 

day. 

 „L‟ sections taped manually are 264 pieces per day. 

 „L‟ section taped on taping machine are 658 pieces per 

day. 

So, as compared to the manual taping process 3 times more 

flat bars are taped by using taping machine. 

So, as compared to manual taping process 2.5 times more 

„L‟ sections are taped using taping machine. 

D. From our Observation 

There is upto 615 pieces of flat bar produced in an 8 hrs 

shift. 

 Operator efficiency  
                                

                         
 x 100 

 
   

   
       

= 66.67% 

Hence, the operator efficiency is 66.67%. 

 In our industry we took 100 working observations & 4 

idle observation. 

Total no. of observations = no. of working observation + no. 

of idle observation 

= 100 + 4 

= 104 

Overall time per piece (T0) = 
               

                   
 

Total time = 8 hrs 

= 8 x 60 

= 480 min 

Now, 

(T0) =  
               

                   
 

=  
   

   
 

= 0.52 min 

 Effective time per piece (Te) = Overall time per piece 

(T0) x Production activity 

= (T0) x  
                 

                       
 

= (T0) x  
                 

                                       
 

= 0.52 x
   

     
 

= 0.5 min 

 Normal time (Tn) = Effective time per piece X 

Performance rating 

= 0.5 x 0.9 

= 0.45 min 

Standard time (Ts) = Normal time (Tn) + Allowances x 

Normal time (Tn) 

= 0.45 + 0.155 x 0.45 

= 0.52 min 

 Accuracy = ±2 √
      

 
 

Where P = Activity percentage 

= 
                     

                      
 

=
 

   
 

= 0.038 

After substituting the value, P = 0.038; N = 104 

Accuracy = 3.75% 

 Graphical Representation of Calculations 

By using the graphical representation it is easy to understand 

the above calculations. So the above calculations are 

represented in graphical format. 

 
Fig. 2: Production Rate vs Taping Processes 

V. CONCLUSION 

It is a object of the taping machine to give a strategy by 

which the profitability can be moved forward. It is another 

protest of taping machine to give a system by which thin 

film covering time can be abbreviated. The lessening in the 

taping time will build the quantity of amount which must be 

taped. The size and state of the aluminum bar influences the 

time required for taping process and furthermore builds the 

amount which must be taped. Here as should be obvious if 

the genuine number of pieces delivered will build the 

administrator proficiency. Utilization of the taping machine 

will limit the issue related with the earlier expressions. The 

taping machine influence the basic point, for example, work 

cost, work exertion, barometrical impact on the aluminum 

bar. Along these lines, the work cost and work exertion is 

get diminished by the utilization of taping machine. Issue 

with respect to the 'L' area is get dispensed with by the 

revision and change of the rollers on taping machine. The 

amount which is get taped by the taping machine will 

diminishes the manual task which will prompts diminish the 

floor zone. 
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