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ABSTRACT
There has been increasing interest in modeling the effect of buffer stock in automatic flow lines
such as transfer line, assembly line and process line.
The purpose of this paper is to determine the optimal buffer stock for a two-stage process line of
industry that minimize a expected cost considering line efficiency and buffer stock.

Analytical method for the simplified model is applied and computer simulation is conducted to real
numerical example.
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Fig. 2 Component of cycle time at typical workstation on a flow-line
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