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Design of Multi-Model Production Line and Resource Planning by Computer Simulation
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Abstract
Currently, the electronics industry is in a highly competitive situation and rapidly change. Factories need to adjust
themselves to increase their capabilities to produce and respond to their customers. This research intends to design multi-model
production lines in which the electronics case study factory is facing the problem. Due to the variety of customer demands, the
factory cannot respond to the customers. ECRS concept and line balancing were used to allocate production for 4 products,
which appropriate analysis of resource allocation is needed. Moreover, a computer simulation was used to analyze the
performance of the production lines for both before and after improvement. The improved production lines could reduce the

number of workers ratio 33.33%, increase productivity 435.20%, and increase efficiency 17.58% of the production lines.
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o 1T ac a o ]
Jogulsanugaavnssunquatannseiindeglu
Aa (Y] =1 a [l <
AN NUMINIITUFI nazimanlasunlasednesiak)
TsaudeatlSuduieamudaanuauisalunisnanld
AW50ADUALDIREANUABINTVDIGNAT TuTanveans
1w dy YV Y 1 3 a =\ [ o A 1%
paiiuil i ldednsaaiinga TastimsiUsuauiosessy
v
MsuvaTumagumalulad sounauaram lonania
A T 3 @ a o JdAa
5300 linvzfumsdivleguamndasusinanii
viEmguas v lumsaadununldlumswia naz
aana lumsnaaiiamuiaanuansalumsnaaaum
Tassmuanudesnsvesgnaminige
a I a
Tsseunsainsuiulssugaaiunssunan
a g a . . . .
uwnwamaﬂm@uﬂﬁ FPC (flexible printed circuit ) 1u
gilnssideans iedsoenlifigndiiaralszimer 1irlal
o 2 1 ag A a A A g a 9
sznoUTINAVTUAIUDIANNTOUNAFUADUIN DI U FUA
o < 1 a o 4 =) 4’;’ (Y}
du5agilae 1l naadwaivesTsenu wligduunivegny
AUADINITUDIGNAT HAANHUZNTZUIUNITHAALAS
' H] A o ¢ o % =2 o A
310919 ¥9INT 4 HANAWNILNANUAAIBATINY 1103910
A 4 A A o & . A
e snanilumIHAANAA N UNHAY (multi model) A
ASUNMIHAANAA A1) VUAINITHAMALINUATY
) A o a I
ANVABINTNUANVAUNIU A18NTNAAVDY 15311
a Al d' d‘ = ! ' £
aendannuaotiosnamiaudIulvgez ldussnuauy
' o A o 2 o wa = =~
FAIUNVIATOIINTNIOA TUNA N1915991uaNN15

nasulamumsnaauaziamasnulumsnanediaue

o 1 9. a 4 [
Tagda 1l 1a1n1531A3 12 WM 0UNITIUNUNITIANT T

'
g A o

° o A < v P}
FIUIUAULALIIUIUIATOIIAT NI BT Udo a9 U

a a 9 @

a d' Y a a d’d
aemsnasie lnadienmsnaanlilseansamdmsu

ya A

a o 23 A o ¢ ' o
NARAUNNT 4 HAOHUN LL@]iﬂf'J‘ﬁﬂ']iLWllﬁ]']u')u

a J A Y Y a
TensHanmulszaunisal memﬂwmmm%wawam

Y Y Y o o Y a 9
auaNuReINIsvegna lany hldlssunadunu
1 Y
lumswaaingavu wazimannugaylar minanuieau

Tae'lusuilu

]
A 1

MnAUITeNRIMLINLIINT 1$Mdanns ECRS mida
augaaieminan maianslsvlyenu lunmsaaay

1 a o o
ganlarvesnszurumsnaa’la tazmssiassdniunsol

A s ' A o a A
ﬁ?ﬂﬂ@ﬂW’Jm@ﬁ FINITDVIYINUOATINANAALASINY

szansamlinuaensnan 18 fads Andnns, (2553)
e Infuns, (2554) nag $aun nnms, (2556) 18
Mimsdnpuiedfuljsmenskda Tasiunafianisia
auqad1en1swan uazmaianisuiulysnumain
IEAGEN ﬁﬂﬁ’awmswaﬁﬁﬂizﬁﬁquwﬁu[1-3]
uaﬂfﬂm‘ﬁf‘]’aﬁmiﬂ%uﬂgqﬂizﬁw%mwmﬁwﬁm N1399
auqgadignisnanlasldnissiaesaniunisaldae
aoufiuaes nFelunaunumsldminensmsnaaiii
oglutagiiu iteaannugadeninmsldniwenns i
UsgaNFTMN MININUVINTNNU NHA TUNTANY 1Ay
93911 A1gUUN (2560) Tamitlszgnd 19uann1s e
T340 100a2ECRS ifioaanmlumsihauasmyadeud
lumsnaagua [6] yuu ngnsniugsad uas unwa
asdail (2557) 181¥mssiassanrunmsaidlsnauniaes
MmsdnnziiaziguenuamaijuiulunsanSin
”mqﬁuﬁiamswﬁﬂ [7] Haile, Prabir a2 Deepak (2561) 18
mimatszgndldnmsiaesdoumssidaeneniianesiile
iinlsEansamaismsnan uazinsEivmaanduny
MINEN VOIABMIHAAGATINATTUTING [8]

ﬁqﬁu“lmm'i%aﬁﬁqajmi’umiaammumamﬁwﬁﬁ
dmSumandanaendaduat tofiulssdndly
amenskanlid ldgega Tasldimaiia ECRS nazadi
uuusaesdnunsaineuiuaeSite a1z iananou

wazgraamslivuilga

=S a v d' d' Y
2. ‘nqilq,]uamma SNNYIVUDY
2.1 MIANBUIAT (time study)
g RERY, ° & Y A
WunanlFlumsmaunilag Tanamsisziiivan
' ¥
mymrualimiinaundanuansalumsmauiuly
@ o Aax A o I
sgavMATTIUMINIua It AR muanaziu e
U133 1U [9]
NAWIATIIN = a1nd + AnHoA19n (1)
a a i o ' o <3
na1lnd = nansanauld X anlsuanuisa )

' 9
l’JﬁWlﬁﬂ’ﬂ\?WﬂJﬂ = qIUUAND + ANNINTYA + ﬂ’.ﬂﬂJEﬂ“]sf'W 3)



2.2 WAANN (productivity)
a A @ a .. < o Ak A
HAANNIN 1150 8RS INANAA (productivity) 1T UAUFIY
=3 = a Aa Y o A
aennuNdszansnmlumslensnerns Aeanuauiso
nwielszaninnlumsasutladersensnernsluns
A Y 3 A o S A A A 1
Hana1a o TiundanasinseusmsnTyan iy [9]
HAANN = Nanaa 1@ (Output) / N3NeATNIF (Input) (4)
A A A 9y o a o %
2.3 mataimeItesiumsunTIziuazm vl
ASEUIUAITHAR
1. myaaanugalaiendanns ECRS
@ ~ 1o & .. <
1.1 danouanui lusuiluesn (eliminate) 1513
A o v 2 v '
aanoanuu1es1andll Taeludinade
NFTVIUMIINNIUKAD
o A v 2 9 Y o .
1.2 599MIMNUNAEATUYIA8AY (combine)
& o q ¥ o v X yny
Fusrennsomlimsiandeyuld Tasms
Y
SIUIUIDIADITNNDIIINIT DN ULT
@801 M390199210a8UITNINIUT B
< F) A Y [} T Y
nteais lau15nsINaUEps1190819 11
ansarindounula
v Y
1.3 asuaauiunoun1sinau v (rearrange)
iwoeu lumasnsnasnlasu il is1awse
1 Y H
wasauay IdTuaeu NS uTuNS
|3‘/ Y a A ] A s
pguugNAsIMIIZANAN50 1 Wionniinig
v Ea
1WABUSIAUNTIINHDNTUADY D19VSHIY
v s
sz ansomlumsiauunnuu
o o Ao & T 3 . .
1.4 msmlimsimaunsuiludievu (simplify)
Y
WmsnswisUfialunsaziuneudesluy
ASLUIUNITHAN LATHILUINIINILY T Y
ax 13 Y1 di!
IwmsmauIineuazazaIniy
o a PR a a
2. misvaduqadienisHanldilse@nsan
(production line balancing) [10]
Ao MmInenliaaiiianuaee 18as1nsiau
A d‘ Y 1 o 19y d‘ Y ' =
n3ena 1 19919 AU uaarnnan 19 luueazaniil
Twiduuds
Cycle Time 39U1281015%1911 929NMHUAR Y
namshauaniinlsaminiga
. @ Aa Yy 9 a A Y o 1
Takt Time 6@ 3 1M TUAIADIgNHAAIND TH T UAD

ANMUABINTUBIGNAT

<3 J < a
110 Cycle Time 13907371 Takt Time U110 NILLNA
[ J <3
1331997 W30 11N Cycle time g4N731 Takt Time NV
wlddadualigna lasiu
o o Y a 4
2.4 mstiaadanumsanle lUsunsuneunune;
° s o A A A a

mstaesaaIumsalunToslonaIToReUILD

MM VDITEUVI e lauuudiasanaeandeany
I a Y A @ 1 o ~

At uasanal msnaaounedsuardetonieq i
A [ < o '
mm*’ﬁ’aﬂumiﬂsuﬂgﬁz‘uumm1samllﬁ’qw oy
o U L a 1 = Z‘, o dy
i llgmsilsegnaldnunsae T Hvuaeudail

1. M3 (problem formulation)

2. MI0NUUULUVINABY (model design)

3. myauuuiiaes (model formulation)

4. mm:i:mraummgnﬁ’awaﬂﬂmmw (verified)

5. mm:inﬁaummgnﬁawmuuuﬁmm (validate)

6. MIAUUUMTNAADY (Experiment)

7. M5OTUIIHANITNABDY (Interpretation)

8. myi 11 (Implementation)

ad a v
3. I5M9Y

v
Y =]

3.1 Toyauiloddu

U

' Yy v
a o I A o a

nanfuanIzIINANMIINLe 4 waaduide
HAASM A, B, C ey D Seiidnyaizuanaafudniios Tu
Augline e uanTEUIUMIHARYZI oY

Aoumslsuly I 4 eenande uRazaiemswan
Usznoudis 6 amifiaiuman winaw 24 au Teemanaa

v = a ' a o (=)
131N 1 nszuIUMIHER Y9IUAAZNANNUNAD

Q

a o

F01UUN 1 AATFAVUAIY (Laminate ADH)

a
v

A01HIUN 2 NADATUIU (Air press)
AU 3 ARV IAAUUIMY (Laminate barcode)
§ <
Aol 4 nudeyaluszuy (Scan barcode)
o 4 o2 ,
TADIUNIUN 5 AAYUIIU (Cutting)

1 vy
701H9IUN 6 ATIVADVFUIY (Inspection)



Y
=

wasuau nag Tendrominanuluipivimaiu

Y a2 =R ~
=) Hoe neln lsanunsdinuiielassaluns

auiunisuae Tiduldadvuie Tudu

Laminate [ETTTE]
ADH te BC

' Y1 oAy 1 ° o A o
ﬂ’ﬂ"]ﬁnﬂﬂlluﬁ’]ll’]ﬁﬂﬂ'ﬂ]ﬂlﬁ]’]ujuwuﬂ\11uﬂﬂ’]

a Y AnyY A a o 79 9
ﬂﬁwﬂﬁﬂﬂﬂ\iﬂqﬂ LNﬂlﬂﬂUﬂUﬂTﬁﬂiaﬂQﬂ@iﬂﬁgﬂﬂ

=y
Y '
oo TuialuTsenuld1duniy waziileadienia

ED¥DFIFDIDID Tssnmnsdinm Sanudeamsaudvesgndiii

.3 ] ' A =KX A = o
FIVUDYINABDIUDY wulevrenaziiszuy

— C
oaludaulsld 1duiniga iloannndolona

Emm sdiananau i damusuiismua'ly

9
[

2K A @ a a3
A uINuINIIE T Ul eaemananiiu

_—

o = S ol A A
HDUoa 1uiia Fevuasunimsdsvnasune f

- _ o 4 [ [ a9 o o
Emm Hunsestnson Tudadusihaunauny wag lu

= A o Y 1 a 2 12
aDIUITUN 6 mm"lamsumu “I(ﬂﬂllfﬂiﬂi'ﬂﬂ?\i

= a o o A o & o o wa
sUn 1 ﬁ?ﬂﬂ?iﬂﬁ@lﬂﬂuﬂﬁﬂiﬂﬂjﬂ Tagi1ASe9dnsNa1w150M19I1UeR Tula v

U

annsnansiuIuninauvesdemsnan la lag

9 £ d' o = = d‘ 4 g A o o way 1y
VOYANAWATANNADINTIRAY A 1WINNNINT Takt amfiaud 2, 3 MiwnTesdnson Tuila ludeq
i v o "V w o a g a Y Y o o Y ~ A
Time l@vinnamsmauaeiumsiuaudumngnm Tgwiinamshanu frualiminauaaiaui 1
1 ' 9 H .
doamamasaoiu  adldnmlumsihioaunmue 19 v lunsasnuduniosins uag wiinau
< 1o Y ' a o = A A I °
1 Tuesoiu ondiodramandual A amfiaud s mvamtiogasa Ivu iuauihau
Y X
Takt Time = 68,400/28,000 = 2.44 3119/3U PONIINIATOIINT AIWITDAATIUIUMITNIUVO
9 o w a . Yo a 9 a A o A
awnsnagidoyamdimsnaauaz Takt Time oA MeMIHAR 1AV INAY 6 1dAe 3 AU AegIR 2
a = <3 U a ] a a Y
i 2 Fazinldnaemanaa liaansondadum
lastumunnudeInisvesgnm 1199910 Cycle Time V09 = o uttng g
ADH o Barcode A;:;cdzn &g
mﬂmiwaﬁﬂwﬁunmmﬂﬂ’n Takt Time 3992A0¥1M3 e A ‘"“‘E‘“’"
i
Ysuilgsenemsnaase i)
A . . ' @ =~ o ' a @ o a
M1319% 2 Cycle Time Wag Takt Time NOUNTUTU 34 717 2 AredenemananraInslsuilge 1 memswan
o mmé’fmmiméﬂ Cycle Time Takt time
WL T A ad o ad v
Y o @ a oA
Ao (W) | Guaw) | G/ 2. Tdwanms ECRS TumsiSulgeaemsnaanail
A 28,000 4.45 2.44 L o a4
2.1 Combine Noun1515v1l39 Tuaartiarun 1
B 28,000 4.56 2.44 . L A nv.
uaz 2 923 JIG Uszduaazaoiiie 13dmsy
100,000 3.08 0.68 . .
Laminate ADH 31U U Bare %3 Jig ¥A31
D 100,000 3.3 0.68

uana1any M ldidenarlumsvsudioon
, . o ° A o o wa 9
52 msdnssimemmiadenfudy 910 Jig 118991014 1AT039n5 00 TuaiALdun

. =® A 14 d'd . .
1. 1950390360 Tulanaunuus1IUANLIEIY nANNY WIMIBONUUVVDIANI Guide Pin

= o w = Yo ' A
nndymimsviauaaunssnulne saudanis Al 3 davsda Bare Tidumiandiuy



s & s A 9 v WYy ~ A & & Y o w
UDIa “ﬂﬂuﬂiﬂuﬁ1ﬂ15ﬂ1%53ﬂﬂu1ﬂﬁﬁuﬁ AOIUIIUN 4u_laﬂulﬂuﬂaa\iﬂ’]ﬂgﬂﬂ’]aqmﬂ’]ﬂ

aofiaud 1 awdsaniiaui 4 Tasiudi geswnaiellsunsuneuiinaes luns
aoiiawi 1 udr lwaiuuumenudau 81U Barcode 1 1d a3 0uany Bare 1ilos 1
Tddeanriiaruares uaznoy Bare oonlu afaasmfiudeya Barcode W sheet 167
aoniladt 4 ileds ldveraniisaly szun it anun

=) A A v o wa I~
aotui 5 Jgauyuduon Tuia Tugli 6
Iy A Y d' A o
. e lalunsilasu shot vosnannman taz
wyuduea Tudadmsunduaueanainnih

Punching Die Tnauu tray

o =<

A J o 3 T Y A
qﬁl‘]h/l 3 UBIAT IS UTAA LMY Bare 19A9%

2.2 Simplify

a91191UN 1 1JAsuia9 ADHIN Leaf

natetfudau ADH @a31fi 4 Aeuisods

'

v o 4 @ a = g @ o
ADH /13090 9105999n3a13150% 81U ADH ETJ‘VI 6 Gggmmmmmamium

lil@auu Bare 1dod1s01iio
waan515u1lg971d Cycle Time voauaazaniiam

anad Falumieniswaahn 1,2 awisoaieduaa

=

memsnaaneutazraslsulgelaasgla
MEMINAN 3, 4 lueuisonanaual ldnuauau

£ Y K2 = o A a
ﬁ’é]\‘lﬂ?i@'ﬂﬂ”l ﬁNﬁJLLu’JV]Nﬂﬁ]Z‘IJ‘J‘U‘]JE\‘ITﬂﬂLWM?ﬂﬂﬂﬁWﬁﬂ

Do

9

N 5 dmiuman 914 Cuay Dawaaslugln s uag 9

H [ %’, [ [ =\ g’/
517 4 $hu ADH AUlUNIzVIUMTHAINTUTud3e azlinaving 5
FUNITHAN
a A = o A 3 Aq Y A
a0 1ia1ud 3 1Aeuiaq Barcode Leaf 903N 7-9 3zmuN narseuN 1 lunswan (Cycle

naneiiufau Barcode Aa317 5 fiansade  Time) TAnfosniiie mirfy AW IUNINER (Takt
Barcode 1S UD A 09sns s andy  Time) 1Ad MR 5 a1ensHAA FeaunsamuIum
faun Bare 1dod1adoiiing Sasmanan (productivity) 141l

NAI0819NIT AU A10NTHAAT 1 T1IaImsIan
Ao 19 92 T09 (68,400 F117) TS WIUWTNOU 3 AU Ap
nemsHas ez uuRnaa 1dde Susua1dn

° £ A a Y
flﬂ“')ﬂ‘]f“\ﬂ“’ﬂﬂﬁ@'lvlﬂ

Hq 9 a a 2w a
=nanldnan QAumMAIY) / sounaluMnan

' a a £
gﬂ‘ﬁ 5 39U Barcode QUIN/Fu)

= 68,400/ 1.62 = 42,222.22 ~ 42,222 ¥U/IU

A4



Line Balance Before and After Improvement (LINE1)
----- Before

After

\

. . N\
by Takt Time
2.55
2.30 \ 2.44sec
\

S

1.62 e

1.50
130-—___103 T 1.35
Lamination ADH  Airpress ADH Lamination Scan Barcode Cutting Inspection
Barcode

Line Balance Before and After Improvement (LINE2)
----- Before

171 S
139

130 — 9| 112 —

Lamination Scan Barcode Cutting Inspection

Barcode

Lamination ADH  Airpress ADH

JUN 7 augamennanneutaznatlsulysvesamen

1(A) ag aef 2(B)

Line Balance Before and After Improvement (LINE3)
----- Before

After

P [~
185 fmmmnned 1.65 Takt Time [N
0.90 sec 128
—

0.56 L0 — 1 064

Lamination Scan Barcode Cutting Inspection

Barcode

Lamination ADH  Airpress ADH

Line Balance Before and After Improvement (LINE4)
----- Before

After

-~ S
L’ Takt Time A
185p=mmand 1.63 \\‘
1.28

0.90 %052 — 0,75 E— g E—
Lamination ADH  Airpress ADH Lamination Scan Barcode Cutting Inspection
Barcode

517 8 auqacemInaaneutaznaslsulljsvesmen

U

3(C) , @emsnani 4(D)

Line Balance Before and After Improvement (LINES)
After

Takt Time
1.35sec

0.90
{052 —— 056 1973 ———{ 062 0.64
Lamination ADH  Airpress ADH Lamination Scan Barcode Cutting Inspection
Barcode

~ a v (@ A
319 9 augamemsnanneuaznalsuljavesmen

U

5(C+D)
Aauu opswmanannaInslsulgsvesanemsnani 1
o o . o 2
naamslsugeesimum Agil
DRI IHANAN (Productivity)
v v
=42,222 %U /(19 ¥ 19 x 3 AU)

v v
= 740.74 ¥/ 109/AU

v Y

lumsmnarmnarlumsnanvesaienmsnani 5 1y
Y I3 '

einasvlunmsaaasaiensnandionlasuransus

A & Y X o Ya A A o o
719 1.06 1 T0/AT3 Faazmmualiumsnlasunandam 1

Ea N 9 '

a533u narnlumsndadennainananua 19 %179

d' a @ 4 & A
auna1lums Set up asunaanmy 1.06 511U 321100
N uMITHANTIVOITIENITHAATN 5 A0 17.94 %2 T1a
W30 64,584 317 Faaaanadwivesdazaeminanld

o =
AR N 3

M3199 3 oasmanaatlagiiu U oA wanamivue

PATIHWANAN AT INANANTIAY
ang Cycle time »
- o e ithwune MaFuilye
wan Aun/u) Q,, »
(@A) (FuMU/FL.)
1(A) 1.62 491.23 740.74
2 (B) 1.88 491.23 638.28
3(C) 0.90 1000.00 1000.00
4 (D) 0.90 1000.00 1000.00
5(C+D) 0.90 631.58 944.21




wasmslsulyenseuaumswaa s lvawisoaa
Suminanld 6 au 910AY 24 AL MAD 18 AU AWTD
wanau Ideudhnuie il lssnuaisaaam e
Y 19 9
Muaansanu'la
A = o A
wazioninsUsudgenszurunisuazing
a A A v a 2 ' 9
dremsnanin s azialganenayu arlgoelunmsanu
v i 1 Y
AU 12,530,000 U ezl lsmasmiuayuns i
A a ¥y A 2 Y a a 4
Nnunwaa lamuvuuaznmdausanunanas Aailu
13,509,227 11N N9A51 MARR = 1.25% 8A5IHAADULNY

4 . 4
Melun 107% asuaaanaluaisian 4

52021781AUNY (Return On Investment) A9 0AT1EIU
HARBLLNUINMIAINUNIZS oMo UTE NI UAINY
pazilsnldanmsamu Fazuaasnnuawnsalums
i lsnnmsasnuainan

szozMAUNY (ROI) = Ruasuizudu / lsmaede
hou = 12,530,000 / 13,509,227 = 0.93

& o v Xy g9 A

FanszUIUMInaInslivilyadl dedldssoznainu

A
nuﬂﬁzmm 0.93 IADU

M50 4 Muwyamifegiiugns uag snsmaneuunumely (IRR)
wouil | nizualuaaiudiegnd | danaendle (r) | dnsRAaamNsTaZNM (1+)i yam a Joagiiv
0 - 1.25% 1.0000 -
1 -12,530,000 1.25% 1.0125 (12,375,308.64)
2 13,509,227 1.25% 1.0252 13,177,725.02
3 13,509,227 1.25% 1.0380 13,015,037.05
4 13,509,227 1.25% 1.0509 12,854,357.58
5 13,509,227 1.25% 1.0641 12,695,661.81
6 13,509,227 1.25% 1.0774 12,538,925.24
7 13,509,227 1.25% 1.0909 12,384,123.70
8 13,509,227 1.25% 1.1045 12,231,233.28
yamifogiiuvedlnsams (NPV) = 76,521,755.04
onTIWanaUINUMe ]y (IRR) = 107%
M13197 5 MvdlraInTzETeyamemsnaan 1 luuuuiiaes
mtlm‘maﬂ"?; 1 Goodness of test (P-Value)
Test of Test of
Distribution Parameter Chi Kolmogoro | Anderson
aHOUaD Homogeneity | Independence
Squared | v-Smirnov -Darling
1| Laminate ADH Weibull 2+W(3.29, 0.337) 0.974 0.947 0.987 WU [
2 | Air press Gamma 2+G(34.8, 0.0159) 0.517 0.962 0.981 AU AU
Laminate 2+1.14%(1./((1./U(0.5,0 , i
3 log logistic 0.558 0.963 0.982 WU WU
Barcode .5))-1.))**(1./16.2)
2+1.14%(1./((1./U(0.5,0 , ,
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6 | Inspection Gamma 1+G(13, 0.0269) 0.974 0.922 0.951 WU AU
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