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Aircraft Assembly Line Design Based on Discrete Event Simulation
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[ABSTRACT] This paper focuses on the improve-

ment design of aircraft final assembly line combined with

TZHRE

the characteristics of final assembly lines and current pro-
cess design capacity according to the research of simula-
tion technology development and industry applications
home and aboard recently. The paper illustrates the design
method of assembly process and logistic systems optimiza-
tion implementing discrete-event simulation approach. The
improvement aims and relevant parameters are defined as
well as the requirement analysis of basic data obtain. The
preliminary modelling of assembly stations is finished
which contributes as fundamentals for further research in
the next phase.
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Fig.1 Aplication of witness process simulation in Airbus wing
assembly line
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Fig.3 Pulsed final assembly line based on stations layout
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Fig.4 Preliminary conceptual model of assembly line
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Fig.5 Statistics of starting and ending time per work
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Fig.6 Statistics of manpower number configurations in each
station per working day
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Fig.7 Statistics of logistic path and time
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Fig.8 Statistics of starting and ending time for mechanics
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