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A simulation for stock level considering client delivery due date

in auto part industry

Joonghoi kim" - Young—Chun Kim" - Kyung Sik Kang™*
*Department of Industrial Engineering, Graduate School, University of Myongji
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Abstract

Auto part industry supplies production for auto manufacturer and after market. These company have

inventory for delivery. High inventory level can be good for delivery, but cost will be increase. Low inventory

level can be customer unsatisfaction for delivery late. Low inventory level also is reason of low productivity by

decreasing product batch size. These article suggest model for calculation a proper inventory level and prove a

effect by simulation of some company.
Keyword : Inventory planning, Batch production
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<Table 1> Research for response level of auto part
company’s demand and supply uncertainty

) response level )
Uncertainty - Total Ratio
high low
high 23 15 33 38.30%
demand
low 29 32 61 61.70%
high 14 18 32 32.30%
supply
low 0 17 67 67.70%
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<Table 2> method for identification bottleneck line

Method
Utilization
Active Period
Inactive Period

Arrow

Turning Point
Average Waiting

references
Hopp, Spearman 2000
Roser et al. 2001

Sengupta et al. 2008

Kuo et al. 1996, Chiang et al. 2001
Li et al. 2009

. Faget and Herrmann 2005
Time
Longest Waiting

Law and Kelton 2000

Time
Longest Queue Lawrence and Buss 194
OTE method Muthiah, Huang 2007
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<Table 3> Finding bottleneck process

Process Utilization
A 76.44%
B 79.25%
C 94.15%
D 87.52%
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<Table 4> Final production related to critical
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<Table 6> Cost analysis by model (1,000 KWR)

Original Cost Cost
Process cost decrease increase
(before) by model | by model
B 2,574,945 1,405,876 131,800
C 266,282 154,129 38532
D 196,569 14,228 4,268
Total 3,036,797 1,574.234 174,601
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