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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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