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Utilization of Al and Optimization Technologies for Productivity

Enhancement with Manufacturing Data
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Uncertainty in business is increasing. In order to survive as a manufacturer, we are required to have manufacturing
floors that can respond promptly and flexibly to changes in the social environment. Al (artificial intelligence) and
optimization technologies have allowed us to make decisions based on on-site conditions, such as optimizing work
sequences and boosting work quality. By applying these technologies, we have successfully eliminated dependence on
skilled workers and have raised productivity, including reducing lead times, through reforming work processes.
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Fig. 1 Assembly of Electric Remote Control Unit
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Fig.3 Production line configuration using robots
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Fig.4 Production sequence optimization system
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Fig.5 Production system for aircraft parts
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