—
—

| ean Manufacturing
Implementation

-'hh

Eloject Description

2MOedarapids is switching from a tier 1
production to a tier 2 production
: _ppnrtunities exist to design new system

_--.-sing lean manufacturing principles
~ % Focusing on two cells that are able to

perform identical tasks
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FIOJECt Goals
avocument current system
. 'ermine the system capability in current
orm
BN dentify non-value added activities
_l'—;" — "'Re-assign assemblies to obtain most
efficient production assignment

* Create lean environment using the
concepts of just in time and kanban
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glrent Inventory-Metheds

cS
-
=
k=

I —

2USes an outdated MRP system to create
grders based on forecast demand

RaOrder batches to large due to price
= discrimination
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=5 _'Very little inventory control or accuracy
—* Large amount of excess inventory on hand
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gAPACIty Balancing

RE=assign assemblies based on the new
selllayout using capacity balancing and
Lipiele

= Results:

= Cell 1: 552 front, idler, 452 front, bogie
— Cell 2: rear drive, 400 track, 500 track

* Establishes locations for kanban indicators
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Viedel'Formulation
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Fapacity balancing for two cells
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I = set of batches of parts to be processed
[=set of cells
11y = time of processing batch 7 of parts in cell §
Cif = cost of processing batch 7 in cell §
by = processing iime available in cell ; (capacity of cell j)
1 1f batch 115 processed on machine j, j € JO otherwisexy = {
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