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Abstract: Aiming at the problem that most garment hanging assembly lines could not realize the automatic determination
and scheduling of the bottleneck process, and the productivity could not be effectively improved, an event-driven bottleneck
process scheduling strategy was proposed. A simulation model that can reflect the characteristics of the garment hanging
assembly line was constructed by using Plant Simulation software, and the shirt assembly line had been verified. A series of
indicators were used to verify the feasibility of the scheduling scheme. The research shows that the scheduling scheme can
cope with the disturbance caused by the unstable and uncertain factors in the production system, realize the dynamic sched-
uling of the bottleneck process, and improve the production efficiency and resource utilization.
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Tab.1 Worker, machine, process table
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Fig.1 Bottleneck process scheduling workflow E*ﬁﬁ”ﬁﬂrﬁl 2 Fﬁ‘ No
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Fig.2 Garment hanging assembly line simulation model
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Tab.2 Constant parameters and variable parameters
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Tab.3 Worker, machine, process table of shirt
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Tab.4 Scheduling before and after accumulation variance
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Fig.3 Resource utilization rate before and after sched-

uling
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Fig.4 Proportion of idle time before and after scheduling
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