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A Comparative Study on Performance Analysis of Integrated
Manufacturing System Using Simulation Models
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No. OF  VISIT AVE. RELATIVE WORKLOAD
STA. SERVERS FREQ. PROC.TIME WORKLOAD PER SERVER
1 L/UNL 1 27778 5.00000 1.38889 1.38888
2 DRILL 1 27778 20.00000 5.55556 5.555655
3MILL 1 27778 18.00000 5.00000 5.00000
4 PAINT 1 16668 15.00000 2.50000 2.50000
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