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Abstract

The efficiency of the purchasing and procurement logistics is important in automotive industry. The
rationalization of production system is directly impact on productivity and quality. For this reason
importance of logistics is high. Despite we are continuously making effort, our country are still below
the level than developed country on logistics efficiency. Rising labor costs is an important factor in
increasing logistics costs. So workforce reduction in logistics department is a large part. We deal with
A—company inbound logistics, especially procurement logistics in automotive logistics as research
object. So in this study we do research on work load balance about workers.

We do research on 1,475 kinds of components in procurement process. We applied work load balance
algorithm on chassis, final, sequence, trim warehouses workers. According to number of workers and
average M/H, algorithm is applied in two ways. After applied work load balance algorithm we reduced
numbers of workers from 28 to 20 and improved worker load balance rate from 47.1% to 93.7%
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STEP 1 Calculate number of stock-out assistant in each warehouse
STEP 2 Calculate average M/H in each warehouse
STEP 3 Set average workload target value

If average M/H > 1 then
average workload target value = average M/H

Else average workload target value = 1

STEP 4 Sort M/H of Stock-out Assist by value

STEP 5 @ Total M/H of stock-out assistant < the number of stock-out assistant

(2 Total M/H of stock-out assistant > the number of stock-out assistant

[Figure 6] Load Balance Algorithm (1)
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STEp 6-1 | Transfer workload from maxim M/H stock-out assistant to minimum M/H stock-out

assistant

STEP 7-1|  If value of maxim M/H stock-out assistant is equal to target value then
transfer to next maxim M/H stock-out assistant
STEP &-1|  If value of minimum M/H stock-out assistant = value of maxim M/H stock-out assistant then

stop

else step 2 loop

[Figure 7] Load Balance Algorithm (2)
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STEP6-2 |  Transfer workload from maxim M/H stock-out assistant to minimum M/H stock-out
assistant

STEP7-2 | I value of maxim M/H Stock-out assistant is equal to target value then

transfer to next maxim M/H stock-out assistant

STEP 8-2 If value of maxim M/H stock-out assistant > target value of M/H stock-out assistant then
STEP 2 loop

else stop

[Figure 8] Load Balance Algorithm (3)
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