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RS ETRer wee colllecmd and iv. Capacity available per year is 2000 hours. Results
analyzed on basis of their production
Data tables . . L -

processes. *Based on the simulation runs, considering tlowshop -

* Resource availably, reliability and perspective of an individual product, bottleneck :.

50

efticiency are considered in Product Demand Probability Sreaion o Oneraion Wadnne Nummer machine with the highest processing time determines }°
. : P-1 7524 0.114 1 Findi M1 . . =
determining the actual capacity 2 1200 0021 : peburring V2 the throughput of each production line. -
required. P33 5800 0.088 : e i Consequently, high average WIP for the finished .
* Resource levels (number of machines) A oz . ML M product is resulted as shown in Figure 3.
were estimated and design P-5 11700 0.177 2 o ?uf;:ng. ms e NumberCreated = NumberDestroyed
b P-6 9700 0.147 ain attlng - - - . Figure 3: Product throughput
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Simulation bottleneck can be minimized by duplicating machines;
however, this is not a cost-effective method. s £ Chpasyyeel ok

e Simulation of optimal design

>S| MIO * 10 products were modeled proportionally from a data table.

e Products were routed to 2bbrobriate nodes based on brocessine stebs This study is significant in calculating the number of machines considering the flowshop
outlined in Table-3 PPEOP P 5 %P and jobshop perspectives. To meet the demand for all products, jobshop perspective
~ ~ U ' . . . . . requires more machines. Generally, this study helps decision makers in such industry to
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