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Simulation-based Methods to Improve the
Productivity Effectively of the Fixed Machines
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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.

In this paper, the dynamic manufacturing environment is discussed for the assembly

line. It can be improved by an accurate layout of machines and by the material flow

control between machines. Therefore, 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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Resource utilization (%) | Avg. min/entry | Avg. contents |Total entry
Storage 52.98 235.74 3179 600
Bending 100 0.79 1 564
Queuel 0 0 0 563
Welding 30.88 0.64 0.8 563
Queue? 2.65 2.1 2.7 562
Press 63.48 05 0.6 560
Queue3 5.98 1.91 2.4 559
Clip 64.07 0.51 0.6 559
Queued 30.61 24.37 306 559
Robots 97.98 2.64 29 495
H-r-spot 92.72 0.84 09 492
Queued 0 0 0 491
N 91.43 0.83 09 491
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