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Abstract

In this paper, we exomine the effect of production uncertainty to production
control policies. First, we examine two famous production conirol policies,
namely, MRP and }IT from the view point of shop floor control perspective,
and analyze the differences between them due to demand fluctuations and
activity time variations. Second, we conduct simulation studies on MRP and
JIT to draw out the effects of demand fluctuations and activity time variafions.
Demand fluctuations are further classified into demand lumpiness and demand
irregularity. And, activity time variations are further classified into stationary
time variations and non-stationary time variations. Experimental results show
that, in terms of demand fluctuations, MRP is affected by demand lumpiness,
but JIT by demand irregularity. And we also see that both MRP and !IT are
influenced by stationary time variation with respect to activity time variations.
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1. A&

MRP, IIT & 71&9] ZA5A 7[HEL2
zt 5% AL HA gleH, 1§
o =2|& vlge s AT S EABY 9
o ate} 7 BA 7Y 55 AqELE
A|(SFC : Shop Floor Control}7} S8} A
ok

v 2bze] =l 43 A 2AE
£ EFEA QT o & Eo] MRPY 3% F
9= 7|7HLead Time)o] TAEe] glon,
7-FA7ke] @AY= M A 2AFE
glo] Y 3 glok ¢k NTe FHAH Work
Centen S| YW B E(Stream-line)3} H o}g]
I, FAHs 948 HA) 4L )
A3 ok 2 HA) AFEANME o
#HE AA 2AEE 9S5AE F e BF
240 EAEA "o}

wEh £ aFdME A AL A
TSR o7 7] B84a4e] 7 AE
A e vAE JEgE, 53] AAERE
A FHY 2L 2Fo|, ¥HFozH
TELEA Aoz Ao 7|E9 PAEA
THES 84S gotRn, o 714 4
AgF g 2 ANFA 7Y AL A1
A tiste] EXstna gk 7 71yE
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(1) MRP(Material Requirement Planning)
MRP+= “Time-phased priority planning and
scheduling system”(Aggarwal[1) 224 Y
A A #(MPS : Master Production Schedule), X}
A A H(Bill of Material), %] 1 7] %X (Inven-
tory Record), &4 72 £ A|(Routing Sheet) 52]

ARE o] &3 GAGHE) 2AEPE AN
g} AJEZTA FHA A¥EG, &
AL BAEE Lo R (Pushy T ¢
AZ BU7] W&o Push Systeme] HAE
23 Qlch

(2} JIT{Just-In-Time)

ITe & 2% EXAE, & 2ad g
24 d oA, B Ao A7telwt
AE T FAZE BE A, g
oAA s L& g Ao A
& Wrkaa she 7 9 A e tHGolhar et. al
[5D. o188 ZRE G4 98 FA +
o 2 E9] Index Card¢l 7H9HKanban)o)
ARgslolAH, ZAYEATA SHAX Pull
System©. 2 ¥-FE 4 9t

Le ANzdd gle HF H239 &
(Average WIP)E, A+ 7]A 4~E{Average
Throughput)S, W& 3T A" FFAE
(Average Flow Time)S ulEbddi: & o,
Lile2] W&, &L= AWEE W=L/1¢&
0] &3} MRPS} IIT Al2%l¢] Aolg AHH
B “MRP2] 739t Throughpui( A )9, JIT
T WIPL)O] 23 & w3o] 44k A
i & 4 UrKBaudin[2). RAAHEA Y &
0|4 ZWd|ME ThroughputBt} FHEE o]
£33l FAAYRWIP)E FA3= Aol ¢
ALH, o] ¢ EA S H ¥ gl
7} &0} 8}HSpearman(16]).

oM AmE ENES T3 o 714
SHAA 2} BAFA FHES vl B
B 1-1% ZvHAggarwal{il, Golhar[5], Plenert
[12], Rees[14]).
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Nz o7t cH &
" FeuE o
0wy Az o
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A AE slowest fastest
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[13], Rees et alL[td4], Plenert et al.fl12],
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(1) =H=(DF : Demand Fluctuation)x}
#HE 290

@ 489 EZEADL : Demand Lumpi-

ness)

iR FolZ UFAFYMPS : Master
Production Schedule)o] HF4=0.9 v} 2}
27} U=7kE Vel Zojth. F MPSY
9] %t Z} Time Bucketd =£.9] 2E () 3
T8 Yeie aes, £a9 54
DL w53 2| Fd 5 ok
25Dy - Dl

DL = nD,

714 ne Time Bucket®] &, O, i¥l
# Time Bucketol|A] DA% W5 TEIFS,
DE 50,8 D2 ED)E Jerdth

@ 8.2 BAYANDI : Demand Irregular-

ity)

olAL 49| WEel drit EA3A
Eh=re VeRlE A Eolth F MPSH| A,
% Time Bucket®] 487} A& 8 8|3
Ao FA4sA dssidestE vepdls
g9leltt. 8¢ EFEHAN0)E ol &5
F89 A9 71F9D==D¢+0), T NF
AD,), 3§ N&EAD, = D,-)S AA3}
3, 89 WEY ek £aF3Ho| 7|EA
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DI .
2:‘=2|D£'Di-| |

A7) C,, = 87} D, olA DE He o, -

£0TM0) FlEds wAtE NEsE

Efdc). o}& £9) D24, D10, D,=20, o=
59 o C,9 @2 271 Ak

(2) MMA| Ast= AIZPHE(TV @ Time
Variation)z} ZHHEl 2901

@ ¢HAA A ZPHS(STV : Stationary Time
Variation)

o] AL HE A 4(Coefficient of Varation)E
ol &3t JelE 5 glE AJZhHFelth A
TEX} AFRE Ny, o095 g2 7
Y o, QA A7hAE STVE thedt 2
o e)d % Rk

STV = wee(3)

I e
“

@ Borg3 A|7HEE(NSTV : Non-Station-

ary Time Variation)

)AL A HgEE BT FHi 4
AZhEEE vehl= Aod, ‘Memoryless
Property’ol] 2|3 AikAlzte] B EA A
& ¥ =(Interrupted & Lumpy Time Delay) 73
S8 Yehie 8902, BeEE AHE
NSTVE s} go] g & itk

A9 AR 2%
NSTV = Jzaen a9 24T

s f‘E'Rﬂ (4)

A 71H me BFAE AIZkA|¢do] A 7}
5% e AHEL, ne WA TR
29 F 1FIFE, R iUA FALL9
iR g fE AFALE, 283 T
N2z e & AKATHE Vb
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FillT 2HA= Lile?] WA ZA3A
FAARA 2o gl B2 & 0 WIP),
Al HFA)7HFlow Time), 2H& 8K Through-
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FAARALWIP)E Ege] B0dS o
Bl "X FA¢ An#y SHAAe
Hig2] A4x m1 gl @A & d7
e FAALWIPIE Aade] B78S
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TEFA. od7iA WP 2 BE(EE 8
AE, AZAAP)Y FAAL A58 ez
AtE Y, WP 719 e F &
9] o Atdo.

d& Eof FFAT /47 A B, C, D,
E.F G X, Yo 3343 W57t 471, 2,

H4-1 a2

M2y *23 EF it
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2 5 G 10
2 5 F 10
2 8 G 15
3 4 D 5
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9 10 Y 5
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(d9 : 8
we| reas | 2R | s NE RIBICIDIEIFIGIX]Y
== geEel| 2 (321221
1 Y 20 - HEx4|5(2(1]2]2(1]9 14
2 G ° 5
F 5 4,3,4,6,5 0,270 A AL WIP = 27 -
5 D 5 0 (1+2+4+3+4+6+ 5+0+2), W2IP = 78 = (4X 145
E 52 X242 X 4+1 X3+2 X442 X 6+1 X 5+9 X 0+ [4
4 A 10 - x2)s} Zro] Al4bgch
5 B 8 - E 4494 BE C, D, E F, G9 7}54
6 A 15 . © el H#EA FolFod, HAE
7 B 20 A, B 2 HFAME X, Y 7HFEAe 74
8 X 10 FF 2 WAFY AexrtEAe] ez 2
v ; - eEL]
10 Y 10
(1) sz 25t d3 84
@ MRPI PX & F&
E 4-3. OlEAZF B Inferruption F 459 F2e FESIDLR £29 ¥
(sl : B) TAADNDY FHald dg £Yc 4
eam| 0/ o 7 Inferruption {‘}(PI)Q]_E‘EZE?% At 2+ 49 _E):xg: 5
QA2 IFs0is 3 43 A5 HAgeid, 2t £ 49
WIC 1 — WIC 4 65 s ojvle ¥ shdd d9Ee] ot
WIC 2 - WIC 5 15 - o} Hlolgl g 7|22 E4HEA(Analysis of
WIC 2 - W8 100 7= Variance, ©}3F ANOVA)E 2A|3 A8 &
WIC 3 — WIC 4 20 4-69 JERHQTE B 46904 V'E HoF
weoowes T o e 2 suslA AT 89lo] R% 4 7
WIC 4 — WIC 6 5 A3 G g
WIC 5 — WIC 7 150 ks . E 469 A_NOVI_A i iia’ -}'139_] =
540 93 d%e FPHT o sy,
whe~Wbs | IS 509 BRUNE FE WP 520 G
WIC 6 ~ WiC 9 180 ks g A & & oo T 2gd SIE
Wie7 - Wie s 130 s A% BFY4e A3 FE(nteraction)}E F
wee—~weiw | = : 290l B ol J8g nAE Aol
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E 4-5. $£QHE(DFlo| MRP| O|Xl= &% : DF-MRP

o DL%) 0 2 4 6 8 0 |

16481 10461
0 B459 5159 - - -
34E 570

1975 11788 2275 12142 | 2268 11715 | 1800 11420| 1759 9720
0.4 - 562 476 | 577 490 | 570 482 | 528 393 526 360
261 456 | 338 500§ 343 541 182 3081 158 242
3246 12450 | 2717 11719 1866 11651 | 187t 10924 | 1707 10673
0.7 - 648 486 ¢ 603 5t2 | 597 405 | 472  408| 457 380 .
761 1037 | 546 833 202 30| 209 341 136 229
2316 12280 | 1961 11731 | 2463 12051 | 1708 10657 1938 11558
1.0 - 564 472 | 556 467 [ 54 411 | 457 363 461 376
354 801 | 239 364 | 426 522 | 129 206 | 200 367
3489 124351 3392 11892 | 3053 12266 | 1837 10861, 1829 12016
1.3 - 637 516 637 493 | 575 488 | 512 384 | 482 368
879 12331 821 4116 | 610 1571 184  292| 166 262
1978 11926 | 2638 12184 ;| 2035 11455 [ 1830 10847 | 1775 10795
186 - 573 455 | 603 495 | 590 444 | 483 403 | 500 341
243 408 | 494 7837 267 408 174 286 144 216
2064 11632 | 2255 12453 | 2950 12776 { 1806 11171 | 1834 112911

1.9 - 575 479 662 461 551 505 | 506 385 | 449 350 |
275 434 | 369 533 | 585 8BS | 179 200 158 247

i1} Flow Time of X(F,) {2)Flow Time of Y(F,) (3)Throughput of X(T,)

{4) Throughput of Y{(T,) (5) wiIP (6} wzlP

[£4-6] ANOVA 2} : DF-MRP & S2E542 AYdnE FLHEC]
Throughputo] Y3 ko] Aolzez %
o0 e R 7| T, WP |wep the golth I o2& MRP7}H AHAe] A
= 49 ARAA G} o8] SRS I A=
b VIV VIV VIV g age $944 e B4 8]
el A M DR S A I Holgty A7tET: EF £2WFL WIP
Lol | V- |- {- VvV o e 9Ee mAE AeE JEgter,

o]e Push System®] EAo} 7|U% A2
248t Ao Yehgth o714 Solg @ e
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39 439X Flow Timeo] H|§ 9% F2
EFAAE XA BF5H Y& T F %
ol =23 SE54] FF0] woHA4ER
olAe] 7A-4) wstel Fo] FelX= #iol
Uehta gl olEgk 42 17 449
Throughputef = vER}x Qi & &5
o] F718rE Throughput Ao Fof
=T A%l vysix Qg wiPe] A, 1
H 4594 HRo] BEEA] W3 F

WIPo] Eol=e g Holn EH, 2L

olfr= E3E Aol AA4E Flow Timeo] 7
28}, Throughput®] 7A&0] F|=E 9
o o sz AzEr.

ANAo g BFAAd) o3 AT v
&5 A GFo] BE FAeA ve
T gS & 4 gen, ofe ANOVA 2
et AXFHE ¢ F UG

@ T vAe 3%

¥ 473 # 489 $2¥FDF)o] T
vlXe Gl dig A¥AAet ANOVA 2

£ 4-7. £28E(DFl0] JTo| 0|X= &% : DFIT

o DL{) 0 2 4 6 8 10
124711 45462
0 RE0E 415w
{ o4is 2956
1563 5170 | 1329 7721 | 1271 7395 | 1544 4820 | 1630 5852
0.4 505 380 | 478 425 | 398 364 474 277 | 496 235 [
110 383 | 10f 200 | 109 302| 109 361} 104 391 ;
1340 7764 | 1482 6747 | 1556 4725 | 1566 6920 | 1206 9052
07 488 398 | 483 302 | 559 186 | 393 281 | 399 376
104 209 105 328| 109 410| 106 346 93 260
1452 7528 | 1393 7067 | 1349 6844 | 1638 6356 | 1508 9118
1.0 463 339 | 450 327 466 242 | 458 245 | 4N 354
99 205 | 105 330 106 342 | 102 368 o4 292
1482 6270 | 1589 7003 | 1446 6523 | 1626 5369 | 1468 8128
1.3 498 305 | 438 351 ] 458 300 | 496 215| 394 281
106 334 | 106 2989 | 105 349 103 367 9% 313
1529 6081 | 1402 7000 | 1667 3306 | 1288 7261 | 1718 4915
1.6 532 251 454 328 | 569 1441 372 333 | 504 172
104 3711 102 384 | 111 425 90 201 | 122 404 |
1664 3241 | 1612 3813 ) 1467 5893 | 1656 5638 | 1623 7348
19 570 155 | 5™ 139 | 439 283 | 562 221} 433 275
111 42 113 443 | 106 335 | 105 384 87 3N
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E 4-8. ANOVA Za} : DF-JIT

P
20| Fe | Fe | T | Ty [WIP | WeIP
DL - - -1 =-1-1-
DI - v |- vI--
DLDI | — | = { ~ | v | =

AE veliiden, 48 3 4 19
Auie 47 & 4-5, % 463 Tk
ANOVA ZA3d|A Bo|3 H& EEE A

A FFol BF FA8A) gk A7)
LR FHojt} |7l MRPY 793} Avtg
o Adolr, 238 EFUgd 2% 4%
o] {FAME YA AFHoz BFHAY
U{Flow Time®} Throughput T 5l &-2]& &
e T UD). AFTHLE X vlFle] Y
A F2 %2 M olf&, Yo B Flow
Timeo] AtjZ 2.2 @o| 285 A|Fo)7)
HEof FRUF] g ko] MRP AlA%
Hoh 0T A28efA Audeg =7 e
v Ao Aok B8 WIP SHd s

Flow Time of X

Flow Time of ¥

8 4-6. FRHME0| Flow Time EHolA JITo|| 0|X= &

Throughgut of X

Thwoaghpt of Y
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12 4-8. $£2HE0| WIP ZHHojjA JITo DXz 9%

3t 4.9 A|ZHHE(TVIO| MRPO| D|R|= 242} : TV-MRP

_
M 0 0.2 0.4 06 0.8 1.0
21100 12124@| 2011 12098] 1954 12126] 2503 12727| 3109 12079] 2599 12463

0 GOB® 4446 | 608 444 608  444| 608 444 608 435 608 400
3035 4799 | 303 497| 273 466| 432 704| 589 698 496 866

2110 12126 | 2279 12222| 2063 12200] 2799 12833/ 2420 12195] 3662 13919

2 608 444 | 608 444| 608 444! 608 444 608  400| 537 400
303 479 | 303 479| 299 486| 503 766| 436 795 866 1443

2110 12126 | 2936 12288| 2408 12345 | 2521 12472] 2913 13502| 2514 13098

4 608 444 | 608 444| 608 444 608 444| 601 4350 579 416
303 479 | 209 510] 354 523| 402 606 582 993| 494 792

2111 12207 | 2111 12334] 2475 125252093 12238| 3163 13129] 2799 13421

6 608 444 | 608 44| 608 444| 608  444| 598 436 590 436
308 499 | 316 533| 413 635, 308 501{ 646 954 587 918

2124 12124 | 2087 12253| 2178 12479 | 2394 12535] 2455 12659| 3049 13319

8 608 444 | 608 444| 608  444| 608  440| 587 422 506 411
306 480 | 307 512 349 576| 395 619| 406 661] 649 1167

2140 12145 | 2073 12207) 2093 12390 | 2500 13136| 2068 13275| 3368 13275

10 608 444 | 608 444 608  444| 608 436 608 429| 608 435
310 480 | 300 495 316 541 453 851, 571 884 671 1006

2122 12174 | 2264 12605| 1865 12607 | 1968 12594 | 2527 12321] 3368 13730

12 608 444 | 608 d444| 608 444| 608 444| 588 377{ 501 355
307 492 | 366 624 274 559 274 559| 507 1001| 697 1089
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Fad T o3 ggko] AZHA AfoH,
¢]E Push System2] E-Ald] 7)R1% AHZ
Eolgt}

FoRlEo] NT9 vixz 43E 19 46,

2 47 283 29 489 vehiRich 3
@ 4-6914 HEYAE Xol v AFANE

Y9] Flow Time W3] Fo| YHoE F
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‘Z Y2] Throughputo] $RWE| wzkaetA
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oo e e [ 7| T, [wip|wap
STV VI IViVvIV |V |V
NSTV -~ |-l =-]v]| -1~

stwNstV | - v |- |v|-1]-

A2AU0E AL BPALE AR
o}, @EHol 24| 93} Blocking]
A9 Bo) WAEA Hrke FE 9]
.

e e o &2

(2) AlZHASOl ot HEk FA

@ MRPY ulAE 9%

A)7ZPAE(DF)0] MRPe vlA= JFe] of
& A% AHS} ANOVA AHE 247 F 49
g} & 4-109] YeEpiReH, 48 35 2
3] oulE o] ¥ 45, ¥ 463 247 2
T} ANOVA 23, SHAH AIZPEE(STV)S
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