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1. Introduction

With the emergence of Advanced Planning Systems [10], Mathematical Pro-
gramming (MP) models for production planning [8, 12, 15, 17-19] are becoming
more commonplace in supporting firm’s decision making processes. Contrary
to the Manufacturing Resources Planning (MRP-II) concept [22], these models
deal with goods flow coordination and resource allocation in an integrated fash-
ion. Periodic production quantities are constrained by some capacity parameter
specifying the maximum possible throughput in a period. The maximum pe-
riodic throughput is treated as a deterministic variable in these MP models.
Although it is recognized by most authors that in reality there is uncertainty
in the maximum throughput, it is suggested that this should be dealt with by
installing safety stock or safety time. Suggestions on how to set the capacity
parameter in practice are generally absent. It seems to be an obvious choice to
set this parameter equal to the average production rate. In this paper we show
that this approach may seriously reduce the efficiency of resource utilization.

In practice, production planning is carried out in a rolling schedule based
fashion. A plan is developed for multiple periods into the future but only the
decisions for the first period are implemented. One period later, the planning
model is updated with actual forecast and state information and a new plan
is created. For most MP models that are proposed in the literature, these
decisions are the production quantities. In other literature [5, 16] the order
release decision is decoupled from the production quantities through the use of
an explicitly defined planned lead time that is expressed as an integer number
of planning periods. Rather than restricting production quantities to the period
capacity, in models with explicit planned lead times the workload is constrained
to the cumulative capacity in the planned lead time. Note that production
planning models without explicit planned lead times are special cases with a
planned lead time of a single period. It is argued in [13, 14] that optimal
planned lead times may be larger than a single period. We shall provide another
argument for the use of explicit planned lead times that are possibly larger than
a single period.

The planned lead time is essential for the coordination of goods flows in a
supply chain network. If the planned lead time is to be reliable, limitation of
the workload in the manufacturing system is inevitable. A workload constraint
in the production planning model leads to smoothing of the schedule of order
releases. The effect of production smoothing is build-ahead inventory (see sec-
tion 15.5 of [6]). Hence, there is a trade off between restricting the workload
to ensure a reliable planned lead time and relaxing the workload constraint to
reduce the build-ahead inventory.

In this paper we study the effect of the workload constraint and the planned
lead time parameters on the efficiency of the resource utilization. We study
this effect in a stylized model of the manufacturing system. The manufacturing
system consists of a facility in which at most N jobs are allowed (the workload
constraint). In front of the facility is a queue that contains those jobs that
cannot be admitted to the facility due to the workload constraint. This admis-
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sion queue represents the build-ahead inventory. New requirements in a period
are represented by arrivals of jobs to the admission queue. We consider two
measures of efficiency. The first measure is the maximum utilization level under
which the system remains stable. The second measure is the expected length
of the admission queue. Reliability of the planned lead time is expressed as the
probability that the sojourn time of a job in the facility exceeds the planned
lead time.

A graphical representation of the model is shown in Figure 1. The total
number of jobs in the manufacturing system, the number waiting in the admis-
sion queue, and the number residing in the facility are denoted by L,,, W,,, and
X, respectively. The manufacturing system is observed at the release epochs
that are indexed by n = 1,2,.... The variables W,, and X,, denote the state
just after admissions at epoch n and are related to the total number of jobs in
the manufacturing system in the following way

X, =min{L,,N} (1)
JF
periodic
release
W ) X<sN )
} !
requirements —» @—»production
| | | |
" admission | ! facility ‘

queue
Figure 1: Model of the Manufacturing System

We assume that jobs arrive according to a (compound) Poisson process with
mean A and we denote the number of arrivals in a period that starts with epoch
n by A,. Jobs in the facility are processed by a single server with exponential
service times with mean p~!. Ven = min{Vy n, 2} denotes the throughput in
period n conditioned on a workload level x at the start of the period, where
Voo,n is a Poisson random variable with rate p. In other words, the throughput
in period n is Vx, ». Since V; , are i.d.d. random variables, we ommit the
index n whenever this is convenient (similarly for A,,). The dynamics of the

total number of customers is described by the following Lindley type equation:
LnJrl - Ln - VXn,n + Ana (3)

The remainder of his paper is organized as follows. First we briefly discuss
some of the literature on queueing models that are related to ours. We then
present a stability condition for the system. Next we describe the mathematical
model and give the probability generating function (PGF) for the state distri-
butions at the release epochs. We also derive the CDF of the sojourn time
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distribution. Finally we use these results to compare various settings of the
workload constraint and the planned lead time.

Before we continue, we introduce some notation that we use throughout
the paper. Let V = limy, 00 Vx, n, L = limy 500 Ly, W = limy, 0o Wy, X =
lim,, 00 X, We use the additional notation p := \/u, ()t = max{0,z},
(x)” = max{0, —zx}, and |z| = (x)* + (z)~.

2. Literature

The queueing model described in this paper is related to two streams of
literature. The first stream is the literature on the bulk service queue. The
analysis of the bulk service queue model is very similar to ours. In the bulk
service queue, jobs enter into service in batches of a maximum size. There
typically is a fixed time to service completion after which all jobs in service
depart together and a new batch can enter service. Our model can be seen to
correspond to a bulk service queue where the service time is equal to a planning
period and the maximum batch size corresponds to the workload constraint.
The main difference in our model is the fact that there may be jobs left in
the facility at the end of the period. A seminal paper in the area of bulk
service queues is Bailey [2]. Other important references include [3, 11]. Van
Leeuwaarden [20] presents an extensive treatment of the discrete bulk service
queue that is described by the Lindley equation X (t+1) = (X (¢t) — N)* + A(%).

The other stream of literature that is related to our model is the literature on
the fixed-cycle traffic light (FCTL) queue. In the FTCL queue, there are cycles
that consist of a red period during which jobs may arrive but are not served and
a green period in which jobs both arrive and are being served. The length of a
cycle and the red and green period is fixed. The similarity of the FTCL queue
with the periodic order release model described in this paper is that capacity is
lost due to the fact that the server may idle even though there are jobs queueing.
Most traffic light queues assume a constant rate of departure and therefore there
is a natural limit on the number of jobs that can be processed in the green period.
Traffic light systems are for example discussed in [4, 9] and more recently in [21].
The key step in each of these papers is the characterization of the number of jobs
at the end of a cycle. To this purpose, a probability generating function (PGF)
is formulated that include N unknowns where N is the maximum number of jobs
that can pass in a green period. Solving for these unknowns involves complex
root-finding for the denominator of the PGF.

A paper that requires separate mentioning is that of Wang [23]. Wang
analyzes a queue where jobs can enter service only at fixed time intervals. There
are c identical exponential servers and jobs arrive according to a Poisson process.
Using techniques similar to [2], Wang characterizes the steady state queue-length
distribution by a PGF. Wang obtains closed-form expressions for the cases ¢ = 1
and ¢ = oo.
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3. A Stability Condition

The manufacturing system in Figure 1 is stable if the number of jobs in the
admission queue does not grow to infinity in the long run. In most queueing
models, the stability condition simply is the requirement that the long run
number of arrivals does not exceed the long run service rate. This condition
does not depend on the control policy for the queue. Stability is achieved by
the fact that the server is working continuously if there are many jobs in the
queue. In the system of our study this is not the case. Due to the periodicity
of order releases and the workload constraint, the server may idle even though
there are many jobs in the admission queue. This phenomenon reduces the
effective capacity of the system and therefore the stability condition changes.
The stability condition of our system is given in the following proposition.

Proposition 1. A necessary and sufficient condition for stability of the system
18 p < Pmaz, where

p—N+E[Ve — N
2p

Pmax = 1- < 1 (4)

where the latter inequality is strict if N < u.

PROOF. It is clear to see that the stability condition for the system is E [A] <
E [VN] or
E[Vy]

7
The numerator is this fraction can be rewritten as

p <

E[Vy] =Emin{Ve, N}] =E [Voe = (Voo = N)T| = p —E [(Voo — N) "]
Using furthermore that
2(Veo = N)T = (Voo = N)+ (Voo = N) " 4+ (Voo = N)" = (Voo = N) + |V — N|,
we have

E[Vy] _ _ M= NAE[Vee - N

1% 1 2u

It follows that a stability condition for the system is

= N+E[|Va — N|]
2u

P < Pmax = 1-
By Jensen’s inequality we have
p—N+E[|Veo = N|>pu—N+|E[Veo — N]| =2(u—N)" >0

which shows that ppax < 1 and ppax < 1 for p > N.
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Remark 1. Although we consider a facility with Poisson arrival and service
processes, Proposition 1 holds for any independent and identical discretely dis-
tributed A and V.

As we already mentioned in the introduction, it seems to be a natural choice
to set the capacity parameter in MP models for production planning equal to
the mean or expected throughput (i.e. N = p). In this case, the formula for
maximum utilization simplifies as follows.

Corollary 1. The maximum utilization rate for a resource with a workload limyit
N =p s
MAD|V,]
2u
where MAD stands for the Mean Absolute Deviation.

Pmaz = 1-

PROOF. The proof follows readily from Proposition 1.

The MAD is a measure of variability that is often used by practitioners.
Figure 2 shows the maximum utilization rate for three different squared coeffi-
cients of variation (scv) of the maximum throughput. The workload constraint
is plotted on the horizontal axes as a multiple of u and the maximum utilization
level for that constraint is plotted on the vertical axes. The figure shows that
the maximum utilization is strongly reduced for if the workload constraint is set
equal to the expected maximum throughput.

max. util.
1.00

095

090

0.85

0.80

| L N/u
10 12 14 16 18 20
p=10 — - —H=20

Figure 2: Maximum Utilization Level

It is well known that queue-lengths explode as the utilization rate reaches its
maximum. In the next section we discuss how the queue-lengths for our model
can be calculated if the utilization rate is less than its maximum (p < pmax)-

4. The Stationary Distributions

4.1. A Discrete Time Markov Chain Representation
We consider the model in Figure 1 at the release epochs. Since A,, are inde-
pendent, and Vy, ,, depends only on the state of the system at the n'! release
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epoch, the process {Ly}nen, forms a discrete time Markov Chain (DTMC)
with transition matrix

Boo Bo1 Boz Boa
B1o B11 B2 B3
B20 Ba1 B22 Ba3

P=| Bn-10 Bn-11 Bn-12 Bn-13 - |, (5)
(7)) a1 (%) Qs s
0 o) oy (e%)
0 0 (%)) (651
where
By= P{A-Vi=j—i}, forall 0 <i < N,j >0 (6)
aj= P{A-Vy=j— N}, forall j >0 (7)

The elements of the matrix P can be calculated as follows:
B = 1 oP{A=K}P{Vi=i—j+k}, if0<j<i
! ShoP{A=j—i+k}P{Vi=k}, ifj>i
and
o P(A=kP(Vy =N —j+k) if0<j<N
o=
’ ZkN:oP(A:j—N+/€)]P’(VN:k) ifj >N

If the stability condition is satisfied, the DTMC is ergodic. We define the
stationary probabilities p; := lim, 0o P{L, = i}. We characterize the station-
ary distribution of the DTMC by its PGF. First consider the PGF’s for the
arrival and service processes:

Ga(z) = E[ZA} :iP{A:k} P (8)
k=0
N

Gv,(z) = E[V]=> P{Vi=k} 2" (9)
k=0

The PGF for the limiting distribution of the DTMC is:

Gr(z)=E [ZL] = Zpi 2t
i=0
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From (3) we have:

Gr(z) = E[zETAVome.m]
N-1 -
= Z piz' Ga(2)Gy,(z7") + szz Ga(2)Gvy (=)
=0 i=N
N-1
— pi 20 Ga(2) (Gm (z71) = Gy (2 1)) +Gr(2)Ga(2)Gyy (z71)
=0

which reduces to

Ga(z) SNy pi 2N (Gyi(27Y) = Gy (27Y))

GL(Z) = 2N — ZNGA(Z)GVN (Z_l)

(10)

The numerator of Gy, has N unknowns that can be found by considering
the roots z1, z2,... of the denominator within the unit circle in the complex
plane. It can be shown using Rouché’s theorem that there are exactly N — 1
such roots [1] and these roots can routinely be found using computer packages
such as Wolfram Mathematica and MATLAB. Since the PGF is finite inside
the unit circle, the numerator must be zero for these roots. Substituting the
roots in the numerator and adding the normalization equation G (1) = 1 gives
a system of N linear equations in N unknowns. The following normalization
equation is obtained by applying I’'Hopital’s rule:

N-1

> pi(EVal-EV)) =E[Va] -E[4 (1)

1=

Note that equation (11) is precisely the equation that balances inflow and out-
flow:

N-1
E[A] = Y pE[Vi]+P{L > N}E[Vy]
1=0

The system of equations that needs solving becomes:

N T 0
(ZV—Z V)p_<E[VN]—E[A])’ (12)
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where
N-1 _N-2
z{v Z%v X Z%v ) 21 1
2y Zy o Zy Z2 1
N _ _ . .
z = v L= ; ; ,
N N-1 -2
“N-1 ZN-1 AN-1 an-1 1
0 1 2 N—-1 N
U1 U1 V2 UN-1 UN
V2 V2 V3 6]\[ 0
v = , V = : ,
UN—1 UN—-1 UN ... 0 0
UN UN 0 e 0 0

withv; = P{V =i}, and 5; = P{V, > i}. With the solution p = (po, p1,...,PN-1)

the PGF G(z) is fully defined. For more information on finding the unknowns
in PGF’s, see for example chapter 2 of [20].

In Appendix Appendix B we give equations that can be used to obtain
the entire probability distribution and expressions for the first two moments
of L, W, and X. In Appendix Appendix A we also describe an alternative,
numerically stable method for obtaining the stationary distribution of L by
analyzing an embedded Markov Chain.

So far, we have not used the fact that arrivals and departures have exponen-
tially distributed interarrival times. The result up to here hold for any discrete
distribution of periodic arrivals and departures. The analysis can also be applied
to facilities with load-dependent exponential servers (including the multi-server
queue). For the determination of the sojourn times in the next sub-section, we
do rely on the exponential distribution of the interarrival and service times.

4.2. Sojourn times

In queueing systems where jobs arrive in unit size according to a Poisson
process, a distributional form of Little’s Law applies (cf. [7]). Consider a job
departing from the system. The number of jobs L in the system after its de-
parture is equal to the number of arrivals that occurred during its sojourn time
S. By a level crossing argument and the PASTA property, the number of cus-
tomers arriving during an arbitrary sojourn time is equal in distribution to the
number of jobs in the system at an arbitrary point in time. If arrivals follow a
Poisson process, the PGF of the arbitrary time number of jobs in the system
G is related to the LST of the time spent in the system S* as follows:

0 ooe—kt k
Gi(z) = sz/ #dﬂ”{5<t}
k=0 =0 :

t=

= S’Tk (A1 =2))
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Hence, the LST of the time spent in the system becomes:

§*(s) = Gd%) (13)

In a similar way, we can find the sojourn time in the admission queue using
G- The PGE’s G and Gy, are derived in Appendix Appendix C.

As we study the trade-off between a workload constraint and lead time reli-
ability in this paper, we are particularly interested in the time that a job spends
in the facility. The PASTA property does not hold for the arrivals into the fa-
cility so it is not possible to follow the approach described above here. Instead,
we condition the sojourn time in the facility on the number of jobs residing in
the facility just before a new admission, and the size of the batch in which a job
enters. Here we must take into account the inspection paradox: an arbitrary
job is more likely to be part of a large admission batch. We use the following
lemma for the calculation of the sojourn time of an arbitrary job:

Lemma 1. Let (Y, Q) be the number of jobs in the manufacturing system just
before a release epoch and the number of jobs subsequently admitted. Let (17, Q)
be the number of jobs prior to a release and the number of jobs admitted as seen
by an arbitrary job. Then the joint probability distributions of these random
variables are related in the following way:
g 5 P{Y =y,Q=4q}

P {Y Yy, Q q} EQ] (14)
PROOF. Take a large number of release epochs M and mark each job that enters
by with the size ¢ of the batch in which it enters. The fraction of batches of size ¢
is P{Q = ¢|@ > 0}, and the expected number of batches is M P{Q = ¢|Q > 0}.
We put all jobs together in a bin. By the law of large numbers, for large enough
M, the number of jobs marked ¢ in the bin is ¢P{Q = ¢|Q > 0} M and the
total number of jobs in the bin is 25:1 gMP{Q = q|Q > 0}. Letting M go to
infinity and randomly picking one job from the bin, the probability of having
picked a job marked q is:

~ 1
P = = lim

{Q q} Moo ( SN uP{Q=4qlQ >0} M >

1

o 1P{Q=q}/P{Q>0} M
M=o 320 ulP{Q = g} /P{Q > 0} M
P{Q=q}

E(Q]

Finally, we condition the number of jobs in the manufacturing system before
admission on the admission batch size to get

_qP{Q=qg}
E[Q]

<qP{Q—QIQ>0}M)

qP{Y =y,Q = q}
E[Q]

P{V=y0=0q} P{Y =ylQ =g} =

10
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Proposition 2. Consider the workload constrained manufacturing system con-
sisting of a single server with emponentwl service rate p to which orders arrive
with a rate A. Let Gy (z) := Zu o P{Y =y} 2¥ and Gx(2) := Em oP{X =2a} 2
be the PGF’s of respectively the number of jobs in the manufacturing system just
before and just after the release epoch. Then the LST of the sojourn time in the
manufacturing system for an arbitrary job has a distribution with LST T*:

) I

The CDF of the sojourn time is Fp(t):

Fr(t) = %KP{Y — 0} —P{X = O})t
il k
+ 30 (P{Y = B} = P{X = &} ) (Thu(t) - ;rkﬂ,u(t))}, (16)
k=1
where Ty, ,(t) is the CDF of the Gamma distribution with mean k p=' and vari-

ance k2.

PROOF. Let B denote a service time with E [B] = y~! and denote the PGF

s
s+

B*(s) :=

For a job entering in the j'" position of a batch into a system with y
customers already present, the sojourn time T is the (y + j)-fold convolu-
tion of B. Let x = {(y,q) € N> : y > 0,¢ > 0,y + ¢ < N} and denote
pyq = P{Y =9,Q = q}. Noting that the probability that a job is in the j*®
place of a batch of size ¢ is % and using Lemma 1 the LST of T' can be written
as

T*(S) = E eisT = P % — 2 EE _sBW+d)
[ } (y;)ex { } ; q [ }
= 4 DPyq - 1 * y+j
R (y%:exE[Q]jz—;q(B ( ))
_ (B+)" 1 - (B(5)"
: <Z>p EQI  1-5(s
B*( N_1N— N—1N-—y N
- E[Q] ( L,z;) qzl pyq )) - yg() qgl pyq(B (5)) ‘|

We are free to extend the summation ranges in the term between square
brackets to include ¢ = 0 and y = N since these terms cancel out. Since

11
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X(t) =Y (t) + Q(t) we have

T*(s) = 1%51% {Z;V:o Z(];V;oy Pyq (B*(S))y - Z;],V:o ZéV:?Jy Pyq (B*(S))yﬂ}
= Salos) OB ) - Ox (B ()]
= &lev() - ox ()]

where in the last step, we used that E [Q] = A.
Equation (15) can be written as

* H > 17 p o \Fk
T (s):sz_o(]P’{Y:k}—]P{X:k})g(S_i_u)

It can easily be verified that the Laplace transform in ¢ of the function I'y ,(t)

1S
.

Applying this to T* gives the PDF of T

N

fr(t) = S[PLY = 0}=P{X = 0}+ 3" (B{Y = k}—P{X = k})Lu,(8)] (17)
k=1

Finally, using that

t
k
/ Fk_#(s)ds = tF;W(t) — ;FkJrl”u
s=0

yields the CDF of T.

Using its LST, we can easily calculate the moments of 7. The first two mo-
ments are given in Appendix Appendix B. The CDF of T can be obtained by
numerically inverting the LST.

5. Numerical examples

In this section we present some numerical results for the performance of
the workload constrained manufacturing system. First we compare the queue-
lengths for various settings of the workload constraint. Next, we show the
relation between the workload constraint and the lead-time reliability. For our
numerical examples, we consider three cases corresponding to a system with a
production rate of 4 = 20, u = 10, and p = 5 (increasing coefficient of variation).

Table 1 shows the expectation and variance of the number of jobs in the
manufacturing system after a release epoch. The data is vertically organized
according to the workload constraint expressed as a multiple of x such that the
figures may be easily compared. The data is horizontally organized according

12
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to the utilization level p. Table 2 shows information about the corresponding
sojourn times 7. Besides the mean an variance, also the probability that the
sojourn time is less than a planned lead time of 1, 2, and 3 periods respectively

is given.
Table 1: Effect of the Workload Constraint on Queue Lengths
0.78 0.2 0.86
P N | pma [ EW] [ varw) [ Epxp [ varxy | Ew) [ varwi [ Epxp [ varpy | Ew) [ varwi [ Epg [ varix)
T ]0911| 137  11.06 | 1645 1188 | 289 3150 | 1749 984 | 7.75  126.18 | 1857 653
12 |0976| 038 293 | 1680 1866 | 085 814 | 1803 1904 | 196 2383 | 1938 1817
14 |0996| 013 106 | 1699 2257 | 036 350 | 1839 2553 | 095 1179 | 2001  27.91
20 | 16 [0999| 005 039 | 1707 2466 | 016 160 | 1857 2088 | 051 654 | 2041  36.00
18 [1.000] 002 015 | 1710 2568 | 007 073 | 1866 3254 | 028 363 | 2064 4214
2 |1000[ 001 005 | 1711 2645 | 003 033 | 1870 3405 | 015 201 | 2076  46.47
3 |1.000] 000 000 | 1742 2651 | 000 001 | 1873 3572 | 001 010 | 2091 5368
T [0875| 332 2981 | 867 382 | 757 10419 | 922 251 | 3606 154496 979 077
12 |0947| 121 914 | 901 754 | 227 2128 | 967 682 | 460 57.70 | 1037 551
14 |0981| 064 482 | 930 1066 | 124 1138 | 1008 1068 | 249 2878 | 1093  10.02
10 | 1.6 |0995| 037 288 | 950 1327 | 079 739 | 1040 1427 | 169 1983 | 1142 1458
18 [0999| 022 177 | 964 1538 | 052 501 | 1064 1752 | 122 1476 | 1183  19.15
2 |1000| 014 108 | 973 1700 | 035 342 | 1081 2032 | 080 1113 | 1214 2356
3 1000 001 009 | 985 2034 | 005 048 | 1111 27.86 | 020 260 | 12.83 3938
1 ]0825] 1006 14732 | 468 075 | 11999 1498554] 497 008 = - a a
12 [0901| 293 2355 | 494 232 | 550 6066 | 528 175 o o nia na
14 |0949| 168 1226 | 519 380 | 289 2607 | 559 335 | 539 6528 | 601 266
5 | 16 [0976| 116 836 | 542 525 | 199 1738 | 588 497 | 360 3981 | 638 437
18 |0989| 086 628 | 562 668 | 152 1338 | 615 664 | 279 3063 | 674 621
2 |0996| 065 489 | 578 807 | 121 1086 | 639 835 | 230 2566 | 707 817
3 1000 019 148 | 624 1350 | 044 427 | 743 1637 | 106 1291 | 824  19.02
Table 2: Effect of the Workload Constraint on Sojourn Times
0.78 0.2 0.86
1 | N | pmax | EM [Varm[pir<ty[Pqr<2}[P(r<3)| Erm [variti [Pir<ty]Pir<2)[P(T<3}| EmM [varmm[PiT<1)[p(T<2}|P{T<3}
T |0911] 047 009 | 095 100 100 | 050 010 | 093 100 100 | 053 010 | 082 100 1.00
1.2 [0976| 050 010 | 092 100 1.00 | 053 011 | 090 100 100 | 058 012 | 0.87 100 1.00
1.4 (0996 051 011 | 091 100 100 | 0.56 013 | 0.88 100 100 [ 061 014 | 0.84 100 1.00
20 | 1.6 [0.999| 051 012 | 091 100 100 | 0.57 014 | 087 100 100 | 064 016 | 0.82 100 1.00
1.8 [1.000( 051 012 | 090 100 100 | 057 014 | 0.86 100 100 [ 065 018 | 080 1.00 1.00
2 [1000| 052 012 | 090 100 100 | 057 015 | 086 100 100 | 0.66 019 | 0.80 099 1.00
3 |1.000| 052 012 | 090 1.00 100 | 058 015 | 086 100 1.00 | 067 021 | 0.80 099 1.00
T |0875] 054 0.13 | 089 100 100 | 056 013 | 088 100 100 | 059 0.13 | 086 1.00 1.00
1.2 [0947| 059 015 | 085 100 100 | 062 016 | 0.82 100 100 [ 066 0.7 | 0.80 100 1.00
14 [0981| 062 018 | 081 100 100 | 067 019 | 0.78 099 100 | 073 021 | 074 099 1.00
10 | 1.6 |0.995| 065 021 | 079 099 100 | 0.71 023 | 074 099 100 | 079 025 | 069 098 1.00
1.8 [0999| 067 023 | 078 099 100 | 074 026 | 072 098 100 | 083 029 | 065 097 1.00
2 [1.000| 068 025 | 077 098 100 | 076 029 | 071 097 100 | 0.87 033 | 063 096 1.00
3 |1.000] 069 028 | 077 097 100 | 080 037 | 070 095 099 | 095 050 | 061 091 099
1 ]0.825] 063 020 | 081 099 100 | 065 020 | 080 089 100 | na na | na ra  ra
12 [0901| 071 025 | 075 098 100 | 074 025 | 073 098 100 | ma na | na na na
1.4 [0949] 078 030 | 070 097 100 | 0.82 031 | 0.67 097 100 [ 086 031 | 064 096 1.00
5 | 16 0976| 084 035 | 066 096 100 | 089 036 | 062 095 100 | 0.95 037 | 058 094 100
1.8 (0989 089 041 | 063 094 100 | 096 043 | 058 093 099 | 103 044 | 053 091 099
2 [0996| 093 046 | 060 092 099 | 102 049 | 055 090 099 | 111 052 | 049 088 099
3 |1.000] 105 070 | 057 086 097 | 120 083 | 050 081 095 | 138 096 | 042 074 093

As was expected, the admission queue-length increases with both the uti-
lization and the reciprocal of the workload limit. We can see that even for a
moderately variable Var [Vi.], E [W] grows rapidly as N is reduced to u. The
effect of the workload constraint on E [X] is relatively small but Var [X] is re-
duced substantially with a more restrictive workload constraint. The squared
coefficient of variation (SCV) of V,, appears to be an important factor for the
sensitivity of the sojourn times. For u = 20 (SCV = 0.05) the effect of the
workload constraint on the sojourn time is relatively small. On the other hand,
for p =5 (SCV = 0.2) reliable production is hardly possible unless a planned

lead time of more than one period is selected.

We now turn to the trade-off between the efficiency of the resource utilization

13
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{u=5PT<7}=09} {p=5P(T<71}=098}
max p max p

4 6 N

{u=10;P{T =7} =0.9}

max p

5 10 15 20 25 30

{u=20;P{T=7}=09} {u=20; P(T = 7} =0.98}

20 30

—_— =11

Figure 3: Maximum Utilization
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and the reliability of the planned lead time. Figure 3 shows the maximum
utilization rate of the manufacturing system for a given lead time reliability a €
{0.9,0.98} and planned lead time 7 € {1,2,3}. Lead time reliability is defined
as P{T < 7} > a. The workload constraint N is set out on the horizontal axis.
The maximum utilization under which the system is stable and the planned lead
time is reliable is set out on the vertical axis.

Figure 3 gives two important insights. Firstly, we observe that the utilization
of the manufacturing system is highly restricted if 7 = 1. Secondly, for 7 >
1, we see that the best choice for the workload constraint is not trivial. In
fact, particularly for smaller 7 the curve is rather sharp near the maximum.
Furthermore, the seemingly obvious choice of setting N = 7 pu is clearly not
the best in most cases. If the setting N = 7 is desirable (e.g. because it
corresponds more closely to the available capacity over the planning horizon),
Figure 3 can be used to find which settings of 7 are feasible under the reliability
constraint . For example, a system with g = 10 that is running at p = 0.8
must have 7 > 2 for « = 0.9.

6. Conclusions

Mathematical programming (MP) models for production planning found in
today’s Advanced Planning Systems typically treat production capacity as a
simple deterministic upper bound on the period throughput. Following the
principles of rolling schedule planning, the amount of work that is released to
the facility is limited by the choice of the capacity parameter. The obvious
choice of the capacity parameter seems to be the average production rate. In
this paper we show that this approach may substantially reduce the efficiency
of the manufacturing system if the throughput is subject to uncertainty. We
show that there is a simple relation between the maximum utilization rate of a
manufacturing system, and the variability of the output. For the special case
where the workload is restricted to the production rate, we see that the MAD
measure of variation naturally arises in this relation.

We also present expressions for the stationary queue-length and sojourn
time distributions of the manufacturing system. In order to evaluate these
expressions, we require the first IV probability masses of the stationary queue-
length distribution of the total number of jobs L in the manufacturing system.
We propose numerical procedures to obtain these probabilities.

We use the results to study the trade-off between the efficiency of resource
utilization and the reliability of the planned lead time. The special case where
lead times are not explicitly modeled is equivalent to setting 7 = 1. The effi-
ciency is given by the maximum utilization rate of the system, and the extend
of the load smoothing effect that is the result of the workload constraint. The
load smoothing effect is the average number of items in backlog or produced
in advance of the requirement due to the workload constraint. This effect is
reflected in the number of jobs waiting to be admitted to the manufacturing
system.

15
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The numerical study shows that the common practice of setting the ca-

pacity parameter in MP models for production planning equal to the average
production rate (N = pu) leads both to poor reliability and a poor efficiency.
Whereas relaxing the workload constraint leads to deterioration of the reliabil-
ity, restricting it further leads to a increase of the smoothing effect. A better
trade-off between reliability and efficiency is obtained for higher values of the
planned lead time parameter.
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Appendix A. An Embedded Markov Chain Approach for Obtaining
the Unknowns of G,

The transition matrix for the DTMC of L may be reduced to a finite Markov
chain by embedding on the states 0,..., N—1. That is, the Markov Chain is only
observed at the times n where L,, < N. There are two types of transitions in the
embedded Markov Chain. Firstly, there are the direct transitions between states
0,...,N — 1. Secondly, there are the indirect transitions via states outside the
embedded Markov chain. For these indirect transitions, we require the return
probabilities that are determined as follows.

Suppose the DTMC is in state n 4+ m, where n > N, m > 0. We define the
return probability bgf?i,i > 0,k > 0 to be the probability that the first transition
to a state 5 < n will be to the state n — 4 and will take at most k jumps. These
probabilities can be calculated recursively:

b = 0
b;’i))l = QN—(m+i) T ZQN+(j_m) b;i-_l), k>0

J=0

Note that a jump to the right in %k steps is of maximum size N such that we
can restrict the above summation and obtain:

(k—1)N—i
b = an_ iy + > ani(om B k>0 (A.1)
7=0

This sequence is increasing and bounded so the limit exists. We now define the
Markov Chain embedded on {0,1,..., N — 1} with transition matrix @ = (gi;),

Gij = Bij + Y Bintmbmn—is ,0<ij<N (A.2)

m=0
Let p be the solution of the embedded Markov Chain (i.e. p@Q = p). Then we

use (11) for normalization to find the original probabilities p;,i =0,..., N — 1:

1
i:_N’ia A.
pi= P (A.3)

where
S (VA ~EM])
E[VN] - E[4]

CcC =

Remark 2. To obtain the numerical results presented in this paper, we use
the following stopping criterion for the iteration in A.2. For a given i, let

B = max{j : B, ; > €}, where € is small. Stop whenever mameBi_N{bl(-ﬁzl —

b(k_l)} <e.

s

18



O©CO~NOOOTA~AWNPE

Appendix B. More Details of the Stationary Probability Distribu-
tions

Appendiz B.1. The probability masses for states i > N
The probability masses of the stationary distribution of L for the states
1 > N can be found through the following balance equation for state i:

i1 N—1
1
Di = a_o(pi—N - E Qi pj — E Bj,i—ij)a 0<n<N, (B.1)
j=N =0

The balance equation in (B.1) involves subtractions which may lead to nu-
merical instabilities (i.e. with negative probabilities). Alternatively we may
obtain the probabilities by extending the embedded Markov Chain to include
higher states. Given the return probabilities b,, 1 we can calculate the stationary
probability p; for ¢ = N, N 4+ 1,... by considering the Markov Chain embedded

on states {0,1,...,4},4 > N. The balance equation for state ¢ becomes:
! X
pi =
(1 —an — Y g ON4kt1 bk 1)
N—-1 0o
{ Z Pj (ﬁn + Z Bjitk+1 bk,l)
j=0 k=0
i—1 0o
+ Z Pj (aNJr(ifj) + Z QAN (i—j)+ht1 bk,l)} (B.2)
j=N k=0
Note that this balance equation needs no further normalization since pg, p1, - .., PN—1

are already properly normalized.

Appendiz B.2. Moments of the distribution of the number of jobs

The moments of the distribution of the number of jobs in the system can
be found by standard differentiation of the PGF in (10) and taking the limit
z — 1. Applying 'Hopital’s rule, the first two moments become:

A1 (@2 - 61) - 61 (AQ - Al)

E[L] = oA (B.3)
B [17] = s [3(20 — A1) (01 (A2 — A1) — &) (6, - 01))
+2A1 (A1 (O3 — 305 — 301) — O (As — 3A, + 3A1))] (B.4)
where
Ay = NF-E[Jy]
N-1
O = Y E[(N+J)]—E[(i+Jn)"]
=0
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Although these equations look somewhat ugly, they are straightforward to
calculate once the probabilities pg,...,pn—_1 are known. The moments of the
distribution of the number of jobs waiting to be admitted (W) and the number
of jobs in the production unit (X) are directly found through their relation to
the total number of jobs:

E[X] = Y pi+N1-)Y pi) (B.5)
<N <N
E[X?] = > pi®+N(1-) pi) (B.6)
<N <N
EW] = Y (i—N)pi=E[L]-E[X] (B.7)
i>N
E[W?] = > (i-N)’p;=E[L?]| -E[X?] - 2N(E[L] - E[X]) (B.8)
i>N

Appendiz B.3. Moments of the Sojourn Time in the Facility

The first two moments of the sojourn time are found by taking the deriva-
tive of the Laplace-Stieltjes transform T*(s) and letting s — 0. The first two
moments are:

E[B](E[X]+E[X?] -E[Y]-E[Y?])

E[T] = 2(E[X]-E[Y]) B9
, 3E [B2] (E[X]+E[X?] —E[Y] - E[v?])
E [17] 6 (E[X]—E[Y]) (10
28 (B (£1X] - [x7] - B[] +E[v7]
6(E[X]-E[Y])

where

E [Yk] _ Aifpﬂi |:(Z_‘/z)k:| + (1 —A_]lez) E {(N—VN)k}

Appendix C. Distribution of the Stationary Queue Lengths at Ar-
bitrary Time

In order to obtain the time that a job spends in the admission queue and in
the whole manufacturing system, we require the stationary distributions of the
admission queue length and the total number of jobs in the system at arbitrary
time. Without loss of generality we assume that the length of a period is one.
Let A, (t) and V; ,(¢) be the number of arrivals and jobs processed in the in-
terval [rp, 7, +1], 0<t <1, where, r, is the time of the n'" release epoch.
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Furthermore, let L, (t) be the number of jobs at time 7, + ¢t. The queue-length
processes at arbitrary times are given by:

L,(t) =L, + A,(t) — Vx,, n(t) (C.1)
The stationary distribution of L, (t) is denoted by L(t). We define the PGF’s
GA(Zv t)a GVz (Za t)v GL(Za t)v where
Gr(z.t):=Y FP{L(t) =k}
k=0

and the others are defined similarly.
From (C.1) we obtain expressions for the PGF defined above:

N-1
GL(th) = szZlGA(th) le (Zilat)
1=0
N—-1
+1-3 pi)zNGA(z,t)GVN (=1 0) (C.2)
1=0

‘We use the notation L to denote the arbitrary-time variant of L. The PGF
of L is
1—
Gi(z) = Gpr(z,t)dr (C.3)
0
(C4)

For a compound Poisson arrival process and a Poisson departure process we
have:

GA(Z, t) — e*t)x(l*GD(Z))7
Gy, (z,t) = e~ t1=2)/n fi#(z t) + 2t T (1),

where Gp(z) is the PGF of the size of individual arrivals, I'; ,, is the CDF of
a Erlang/Gamma random variable with mean i u~! and variance i u=2 whose
complement is denoted by f‘mr

For notational convenience we introduce G 7. (z) = fol_ 2Ga(z,t)Gy, (271, t)dt.
Furthermore, let 7 := A(1 — Gp(2)), s := u(1 —2z71), and v := p/(r + p). With
some algebra we obtain

i

() = /O”GA@,vaiw,t)

= ! [zl(l —Ga(2)Gy,(z7") + ;’Ui (1-—e "Gy, (Uﬁl))}C.5)

r+s
so that
N-—-1 N-1
Gr(2) = Y piGs () + (1= Y pi)G, () (C.6)
i=0 =0
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