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Abstract

In most dynamic manufacturing environments
today, systems and processes are constantly
changing. Simulation tools are required that can
accurately model the system in detail, but still be
easy to use, and allow rapid model redevelopment
to react quickly for system changes.

An  object-oriented  simulation  modeling
environment is presented to provide flexible
modeling capabilities for simulation. Also, when
simulating an assembly system, a large number of
factors must be considered. Because of such
complexities, simulation has been used as the
primary method in designing, planning and
analyzing.

In this paper, the dynamic manufacturing
environment is discussed for the assembly system.
Also, an application method of simulation tools is
presented with the experimental data from the
automobile manufacturing shop to improve the

productivity effectively.
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A ERA: Cycle time
1 Bending machine 47.22sec
2 Welding machine 38.4sec
3 Press 16.02sec
4 Clip spot 30.68sec
5 Robot 1 155.78sec
6 Robot 2 178.189sec
7 Robot 3 152.724sec
8 Head rest spot 50.546s¢ec
9 YZ machine 49.98sec
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Location |Operation |capacities |Qty jMove

time
storage 0 600 1 0
bending | 0.787 1 1 0
queuel 0 9 1 0
welding | 0.64 | 1 1 0
queue2 0 100 1 0
press 0.267 TD 1 0
queue3 0 40 1 0
clip 0.511 (D 1 0
queued 0 100 1 0
robots 2.65 3 1 0
h r spot | 0.842 1 1 0
queues 0 20 1 0
n 0.833 1 1 0
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<3k 3> Resource Utilization output

Resource |utilization |Avg. Avg. Total

(%) min/entry |contents |entry
Storage | 52.98 235.74 317.9 | 600
Bending | 100 0.79 1 564
Queuel [0 0 0 563
Welding | 80.88 0.64 0.8 563
Queue2 | 2.65 2.1 27 562
Press 63.48 0.5 0.6 560
Queue3 | 5.98 1.91 24 559
Clip 64.07 0.51 0.6 559
Queued | 30.61 24.37 30.6 559
Robots 97.98 2.64 29 495
H-r-spot | 92.72 0.84 0.9 492
QueuesS | 0 0 0 491
N 91.43 0.83 0.9 491
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