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ABSTRACT

In this paper, 4 digital simulation model for an automotive assembly line is constructed by adapting a
digital manufacturing methodology. Applied methodology is a simulation lor a plant level of the assem-
bly production line. The first significance of this methodology is a validation of the production plan-
ning based on varous sccnarios, The second is pre-verification for the mew production plan or
production method. The third is a viswalization of the production process. Several modcels were imple-
mented ang thosc models were verified. Then, it was possible to find & most efficient production sce-

nario and production method.

Key words : Digital, Digital Manufacturing, Modecl, Utilization, Worker, Assembly line, Scenario, Conveyor,
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