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A Study of Improvement of Productivity by Change of Welding Facility and

Process Variable Using Production Simulation Technology
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Fig. 1 Panel Line Simulator
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Fig. 2 Simulator Class Diagram

2zt AQ4ge 25 223 a0l
UML AR2dY 7¥o g 5 (Fig 2)5te] =2
gz FASAT. oA Fwke A&
oHolm olWEL B4 AN e 5 2
Aot FF AMGOIUY F4 BE ZRA o} F
#g8io.

1. QK| AIBAOIS At Al : 363300(sec) / 100.9(hr)
2. AEAOIN A A2 : 1362
3. Stage¥ Utiization

4 YWY Lendlimn

™ 7 Mo i£h. 5 BY N S
son 70 sant "’xm“”%rw:“ B

CHN BEE D

Fig. 3 Various Simulation Results

T FR1Y FHEL FAHvG 44 A EF o]
A 2AE ZHA =Ha 23 g AlEgeld =
do] FFsHA Hol Atk ity FH-wge
Yo AEHolH HES FY EFS AAT
AlEHolHE o] &3te AlE#HAS 3}
Z A4AE TR ECY =YY e Ay
(Fig. 3)& €< F Utk EF¢] Fude A
AL $4&9 7+ (Dispatching Rule) % SRPT
Shortest Remaining Process Time) && & 715
& stgict ol £ E u =55 YA
Y, §X&Ed W3lE FUS Wy JF FEA
B9k ofyEt AA ZRle WA e I¥= 135
T AEF AT o= Rl Fule F4, Ay
B, e ¥srt A4 o vzl 2 4L 4
S =S sle 7)%F9\th

Aoum{nmﬁ

v

N

4



2005 F7| st=wECHS| WE=F, 20054 113, A MF KWS 2005-Autumn

3. AlE8lo|d Zt nF

gFdldE §F HiE 9-12709 HEH S
Aisted A4 RYEFS A EHoIHA HE
3t AnE AW Bk A AFARTH Y
ZYPA zol7t 2 Qe AT} 5T 5F
119 3te] A& ol A}E Table 13} o] Az
&tk Table 19] R ®A A EHo|H HuT
(Case 1) AU vt EFS Lol F L3}
o HH3 E7) 23 o AHE vnI}I,
= ¥A A By ol Hlm(Case 2)S Case 13}
2L EFL HE3lo 9AAFHA BEFRA 4
L4 ZNAN H2AES HEAS WY dF 28
£ Yeda ok

) . Normal Optimal
Welding Option dispatching | dispatching
Case 1 363,300 sec | 345,100 sec
& Ll 1009 hr) | (95.86 hr
110 cpm 00 ) o> )
Case ; head 328,300 sec | 326,800 sec
ea
200 epm (9119 hr) | (90.77 hr)

Table 1 Simulation Result(11Day, 100Block)

Ae}le) A-ukge) B7) ARnc HH3
N2Ae AT AT T PF 08 A=Y F
g 29 4 AL, S AuE WAL A
27193 9 WE A THE AU EFHE
$A% 4 SAthFig. 4).

e

W L-E-E 3

Fig. 4 Improvement of process efficiency by
changing welding facility
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