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Fig. 1 Demand v.s. Line capacity (Demand decrease)
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Fig. 2 Demand v.s. Line capacity (Demand increase)
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Fig. 3 Differences between Synchronous Production Lines and Shop Production Lines
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Fig. 4 Model for calculating the optimal inventory
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Fig. 5 Diagram of AGV and inter-shop parts cart
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Fig. 7 Parts cart detection camera and collaborative robot
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Fig. 8 Effect of shop production line, when the number of
units decreases
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Fig. 9 Effect of shop production line, when the number of
units increases

6. PTR%

AT, FWIERES A VA T EEGRZE
BINOICI AR LWV iz WS 5728, va v Tk
FETA VEA L, FMishe )] ORET K U A R IARM
OREfExE I Lz, chuck b, FBIMES 7 MIChES BB
ZAIT IO e AL PE T RO TR R T e b E R 5.

BN EFIcBr 58 ay b4 LT
EDMRZRENZ /T, BEILKRHCIE ATy ~5
A VTHEEEHEWNINTES. ZTOkD, FHEES A
T AREEMERECRNC DD, Yav T EETA Y
WEICREREESNTH S LIRS V. 5%, Bk
FRZ YN IR T & LA OREERZ R L LTI D
ATV,

7. BE XA

(WL R, A B JEPS O a— YVJERICD
U, JATCO Technical Review No.14, pp.65-70, (2015)

m=E N

B MK




