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Material Handling System Improvement Analysis Applying Simulation Technique

Hyeon—Pio Shin,* Sung — Yeon Park*, Hwa—Ki Lee*

Abstract

+ This paper deals with analysis of material handling system efficiency of a heat—exchang-
er manufacturing line.

This line is a typical flow shop type assembly line which consists of 10 steps of assembly
stations. Each station have one or two workers who assemble and move components for the
job, and no special transporters for component’s movement. Therfore, all the workers are
nveloved in unnecessary moving activities which decrease overall production efficiencies of
the line.

To improve productivities, production outputs and worker’s job performances for this as-
sembly line, the several alternatives are considered such as installing new conveyor lines and
automatic guided vehicle( AGV ) system.

Analyzing economic feasibilities and responses of the system alternatives, an experimental
simulation model is built suing SIMAN Ver. 3. 5 simulation language with CINEMA package

for animation of the process flow. Through this animation process a vivid picturial analysis
could performed on the process flow.
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