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Deviopment of Flexible Manufacturing Systems (FMS)

C. H. Kahng*

Abstract

This paper describes two FMS, which were developed by SAEIL Heavy Industries, One

is FMS for machining of circular parts, that are automobile’s axle shafts. This system

consists of 13units, including 7CNC machine tools,

The other is FMS for machining of non-circular parts namely casted or steel block within

size of 1, 2X 1, 2X1, 5m. This FMS consists of 8-machining centers, 1-automated werehouse,

2, —unmanned Robo Trailers, and computer control room, All systems are functioning

satisfactorily and so help greately towards automation of Korean industries,
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Fig. 2 Technological Developments for CIM
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Table.l1 Steps to-ward to Automation in Korea.
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Features:

® Specific machining units
® Identical workpieces

# Constrained sequence

® Cyclic control

@ Interchangeable and/or specific machining units
® Various workpieces within a component range
#® Usually free component selection

Fig. 3 Rigid and Flexible Production System
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Fig. 5 Types of Production Systems by batch sizes
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Table, 2 Comparison of FMS with Transfer
Line

COMPARISON OF THE CHARACTERISTICS OF TRANSFER LINES AND
FLEXIBLE-MANUFACTURING SYSTEMS

CHARACTERISTIC TRANSFER LINE ~ FMS
Types of parts made Generally few Infinite
Lot size 7100 1-50
Part changing time +o 8hr Imin
Tool change Manual Automatic
Adaptive Control Difficult Available
Inventory High Low
Production during breakdown None Partiat
Efficiency 60-70% 85%
Justification for capital expenditure  Simple Difficult
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Table.4 Lists of Special Purpose Machine Tools Produced by

Saeil Heavy Industries
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