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Main Processes of Vehicle Assembly
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Press machines cut and form rolls of
sheet steel into automobile roofs,
floors, doors and other body panel
parts. High-tensile steel is used
extensively to reduce weight, while
highly corrosion-resistant steel is
used for protection against rust.
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Robots weld the stamped panels into
a vehicle body (known as a
body-in-white). This is the most
automated area of all vehicle
production operations, for modern
robotics provide the extremely high
accuracy needed in this stage.
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The assembled body-in-white is
thoroughly washed to remove any
trace of dirt, dust or other foreign
materials, then moved into a paint
booth. Here the body receives
multiple layers of paint, including
primer, surface and top coating.

The aim of the Nissan Production Way (NPW) is to build high-quality vehicles effi
This is accomplished by “douki seisan", Nissan's synchronized production system in v
time in carrying out their operations.
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Seats, instrument panels, carpet,
bumpers, windshields, trim and other
parts are installed.
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Crankshaft forgings are produced
from round steel bars heated to

1,200°C automated forging
machines.
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Steel sheets 2-3 mm in thickness

are cut and stamped to make

suspension parts that require high
structural strength.
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Iron and aluminum are melted in
furnaces at 1,600°C and 700°C,

respectively, and poured into dies to
make engine and chassis parts.

Main Processes
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of Making Engines and Chassis
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Chassis parts are machined on a
fully automated line.
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78 Welding
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Stamped suspension parts are plants.
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Cylinder heads, crankshafts and
other engine parts are machined on
a fully automated line. Accuracy to a

thousandth of a millimeter is required
in these processes.
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Cylinder heads and other parts are
installed on cylinder blocks to fully
assemble engines in the same
sequence in which customer orders
were received.
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With assembly completed, the vehicle's
radiator is filled with coolant and a small
amount of gasoline is placed in the fuel tank.
The car is driven manually off the line for a
thorough inspection and performance check.
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Chassis parts are machined on a

Crankshaft forgings are produced fully automated line.

from round steel bars heated to
1,200°C automated forging
machines.
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Chassis are assembled according
to the same sequence of customer
orders and sent to vehicle assembly
plants.
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Steel sheets 2-3 mm in thickness

are cut and stamped to make

suspension parts that require high
structural strength.
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Stamped suspension parts are

| welded together by automatic
welding robots.
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The finished vehicle is put through a running
test, and brakes, instruments, lights and

| other functioning parts are checked and

| adjusted. This rigorous quality inspection
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