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Design of Transmission Gear Machining Line for Developing Countries Based
on Thinking Process and Simulation Method

Hong-Seok Park*, Jin-Woo Park** and Hung-Won Choi***

ABSTRACT

Nowadays, automobile manufacturers are laced with increasing global competition which is required

low cost as well as high quality. To reduce shipping and handling cost and delivery time. lots of auto-
mobile manufactures tried to build their new factory in the neighborhood of market. Simultaneously,
many factories are under construction in developing countries to make efficient use of low-wage work-
ers. However, becausc systems are installed in developing countries as the same type of domestic facili-
ties, systems have lats of problems such as high installation cost and inefficient use of manpower. To
find core problems and generate optimal solution of these problems, thinking process of TOC(Theory
Of Constrains) is used. [n case of transmission gear machining system, scmi-auto system is proposed as
the best solution to increase manpower efficiency and system utilization. Semi-auto system consists of
automatic machining process and manual transporting process. The system lavout is generated based on
semi-auto process concept. And, 3D simulation method using QUEST is used to verify production vol-
ume of gencrated system.

Key words : Digital manufacturing, Simulation method, Thinking process, Transmission gear machining
system
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Fig. I. Procedure for development of manufacturing
sysiem using thinking process and simulation
method.
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