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ABSTRACT

Uncertainties are the major concerns in supply chain because existence of
uncertainties degrades the performance of supply chain. Hence, business executives
need to seriously focus towards controlling the effect of uncertainty on supply chain
performance. In this study, a four echelon serial supply chain employed with reorder-
point order-up-to level inventory replenishment (s, S) policy is modeled using system
dynamics approach. Manufacturing systems adopting make-to-stock (MTS) and
assemble-to-stock (ATS) manufacturing policy and operating under uncertain
environment are modelled through system dynamics approach. A serial two-stage MTS
manufacturing system is modelled through system dynamics approach and the
behaviour is studied under the influence of uncertainty in demand, lead time, supplier’s
acquisition rate, processing time and delay due to machine failure. Two different
improved demand forecasting models are proposed to enhance the forecasting accuracy
and reduce the bullwhip effect (BWE) and net-stock amplification (NSAmp). The first
proposed model is the integrated approach of autoregressive integrated moving average
(ARIMA) and generalized autoregressive conditional heteroskedasticity (GARCH) model
denoted as ARIMA-GARCH to overcome the problem related to heteroskedastic nature
of demand series. Second proposed model is the integrated approach of discrete
wavelet transformation (DWT) and intelligence technique such as artificial neural network
(ANN), adaptive neuro-fuzzy inference system (ANFIS), least square support vector
machine (LSSVM) and multi-gene genetic programming (MGGP) to deal with non-linear,
non-stationary demand series.

Simulation study of multi-echelon supply chain indicates that target inventory
significantly influence the BWE and it can be reduced through keeping target inventory at
low level when there is low uncertainty in demand and lead time. From the analysis of
manufacturing supply chain, it is observed that backlog at manufacturer's end is
significantly influenced by uncertainty in processing time and delay due to machine
failure. The backup strategy adopted in manufacturing supply chain reveals that
performance of manufacturing system is highly affected when uncertainty in supplier’s
acquisition rate increases. The study proves that maintaining high service level at the
bottom echelon is required to achieve high service level at the upper echelon of a supply
chain. From the forecasting study, it is found that performance of the ARIMA-GARCH

model outperforms the ARIMA model. Further, it is proved through case-study examples
iii



that intelligent models outperform the ARIMA-GARCH and ARIMA model. Further, the
robustness of the intelligence models is tested for evaluating their performance for
different varieties of (R, S) policies.

The proposed system dynamic model helps to analyse the impact of uncertainties in
multi-echelon serial supply chain in an efficient manner and generate various scenarios
to enable the managers to take appropriate decisions. Backup supply strategy is quite
efficient in reducing stock-out situation at manufacturer’'s end. With the help of ARIMA-
GARCH model, an organisation can easily predict the change in demand and properly
estimate the safety-stock level and order quantity. Similarly, raw material/product
demand can be accurately estimated through adoption of proposed hybrid forecasting
techniques to reduce BWE and NSAmp. However, the proposed models consider a
single retailer, distributor, wholesaler and manufacturer confined to a single product only.
The proposed model can be further improved with multiple retailers, distributors,
wholesalers and manufacturers dealing with multiple products. Although proposed
forecasting models effectively reduce BWE and NSAmp but tested with (R, S) inventory
control policy only.

Keywords: Make-to-stock; Assemble-to-stock; Back-up supply strategy; Bullwhip effect
(BWE); Discrete wavelet transformation; Net-stock amplification; System
dynamics.
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CHAPTER 1

RESEARCH BACKGROUND



1.1 Introduction

International Center for Competitive Excellence in 1994 defines supply chain
management as integration of business processes from end user through original
suppliers providing products, services and information in order to add value for customer
(Cooper et al., 1997). According to Monczka et al. (2011), the supply chain integrates all
the activities related with the flows and transformation of goods from raw materials stage
to end user needs. Integration of activities such as systems management, transportation,
warehousing, operations and assembly, purchasing, production scheduling, order
processing, inventory management and customer service is emphasized because they
are closely linked each other and action on any activity influences the profitability of the
supply chain (Silver et al., 1998). The fundamental issue involved is to reduce the overall
supply chain cost and satisfactorily meet the demand from the customer so that
generated revenue can be increased.

The supply chain cost includes (i) raw material and other acquisition costs (ii) inbound
transportation costs (iii) facility investment costs (iv) direct and indirect manufacturing
costs (v) direct and indirect distribution costs (vi) inventory-holding costs (vii) outbound
transportation costs (Shapiro, 2007). Different approaches have been applied in
managing integration and coordination of supply, demand and their relationship in order
to satisfy customer requirements in an effective and profitable manner (Wong et al.,
2005). In order to improve the performance of supply chain, supply chain management
practices emphasize on (i) reducing inventory holding costs (ii) providing better medium
for information sharing between partners (iii) improving customer satisfaction (iv)
maintaining better trust between partners (v) providing efficient manufacturing strategies
(vi) improving process integration (vii) increasing cash flow (viii) improving quality and
profit margin (Monczka et al.,, 2011). The key issues that can possibly improve the
performance of the supply chain are product differentiation (Beamon, 1999; Li and
O’Brien, 2001), lead time management (Christopher, 2004), inventory and cost
management (Ketzenberg et al., 2000), bullwhip effect (Lee et al., 1997a), information
sharing and coordination (Lee et al., 1997b), distribution and logistics (Karkkainen et al.,
2003). Li et al. (2006) have suggested that few dimensions of supply chain such as
strategic supplier partnership, customer relationship, level of information sharing, and
quality of information sharing can substantially improve the performance of supply chain
analysing data from one hundred ninety six organizations using structural equation

modelling. The performance of supply chain and typical issues to be addressed in



various industrial sectors are reported in (i) automobile (Sanchez and Pérez, 2005) (ii)
pharmaceutical (Pedroso and Nakano, 2009). (iii) apparel (Palpacuer et al, 2005) (iv)
electronics industry (Berry et al., 1994) (v) agriculture/food processing industries
(Cunningham, 2001, Fritz and Schiefer, 2008) (vi) toy (Wong et al., 2005) and (vii)
aerospace industry (Sinha et al, 2004). Different industries and retail shops in India
successfully implemented supply chain are Tata Motors, Procter and Gamble, Big
Bazar, Amazon and Flipkart. To cite an example, different supply chain management
practices adopted by Flipkart are (i) well distribution network (ii) customer service
management (iii) inventory management (iv) fast delivery (v) information system
(http://opepiimraipur.blogspot.inf2011/12/best-practices-at-flipkart.html).

In real practice, supply chain is associated with different uncertainties along the
supply network. Many times uncertainties affect adversely on the supply chain activities
leading to unable to meet the business goals. Three major sources of uncertainty such
as supplier (late in delivery, insufficient quantity); manufacturing process (machine
breakdown, transportation reliability) and customer demand (volume and mix) severely
affect managing the supply chain (Petrovic et al., 1998, 1999; Petrovic, 2001; Hwarng
and Xie, 2008). Therefore, it is vital that each of these uncertainties must be measured
and addressed to identify their impact on customer service and improve the supply chain
performance (Davis, 1993; Petrovic et al.,, 1998, 1999). For the smooth operation of
manufacturing process, it is essential that right quantity and quality of raw material must
be available at right time at manufacturer end. Uncertainties at supplier end may occur in
terms of variation in supply quantity or delivery time. Delay in delivery or insufficient
supply quantity causes stock-out situation of finished goods inventory at manufacturer
end resulting in deterioration of service level. Different uncertainties associated with the
manufacturer may be listed as occurrence of machine failure, uncertain time to repair the
machine and variation in time to process raw materials. These uncertainties affect the
desired production rate leading to stock-out of finished goods. Stock-out situation causes
increase in backlog which ultimately increases shortage cost and decreases service
level. Similarly, uncertainty in customer demand leads to stock-out situation at the
supplier/manufacturer’s end causing increase in backlog. Therefore, the performance of
the supply chain should be analysed through the service levelffill rate. The service level
is defined as the probability that customer orders in a given time interval will be

completely delivered from on-hand stock (Equation 1.1) (Silver et al., 1998).
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Expected number of units out of stock annually ) (1.1)

Servicelevel =1-
Total annual demand

One of the adverse effects of uncertainty is bullwhip effect (BWE). This is the
phenomenon of amplification of order in upward direction of supply chain with respect to
variation in demand (Forrester, 1961). This can be estimated using Equation 1.2. It leads
to increase in various cost components such as manufacturing cost/purchasing cost,
inventory holding cost, transportation cost, shipping and receiving cost etc. Thus, it
causes increase in total cost, replenishment lead time, decrease in fill rate and
profitability (Chopra et al., 2006).

variance of order

BWE = _ (1.2)
variance of demand

According to Bout and Lambrecht (2009), moderating BWE does not necessarily
reflect the inventory fluctuations which influence associated inventory costs. Under the
fluctuations in inventory, an organisation needs to maintain high safety stock to achieve
desired service level. This incurs high holding cost. Hence, variation in net stock with
respect to demand known as net-stock amplification (NSAmp) is treated as another

major supply chain performance measures. This can be estimated using Equation (1.3).

NSAmp = variance of net - stock (1.3)
variance of demand '

According to Beamon (1999), total cost is treated as one of the important performance
measure in supply chain modelling because total cost can address both customer
demand and service level. Generally, the total cost incurred in an organisation can be
estimated using Equation (1.4) (Silver et al., 1998).

TC =C,+C, +C, +C, +C, (1.4)
where,

C,, = Holding cost; C, =Purchaisng cost; C, =Backlorder cost C, = Transportaion

cost and C, = ordering cost

The performance of a supply chain under uncertain environment can be analysed
through estimating backlog, service level, bullwhip effect, net-stock amplification and
total cost.
1.2 Need of research

From the above discussions, it can be concluded that existence of uncertainties is the

major issues in supply chain because it affects the planning and decision activities in the



supply chain. Existence of uncertainty influences the performance of both supplier and
manufacturer to meet the customer demand. In this direction, a large number of models
have been proposed in the literature to study and analyse the effect of uncertainty
(Petrovic et al., 1998; Petrovic et al., 1999; Petrovic, 2001; Xie et al., 2006; Hwarng and
Xie, 2008; Mahnam et al., 2009) considering fill rate and total cost as supply chain
performance measures. The impact of bullwhip effect and net-stock amplification on
supply chain have been analysed by many researcher to suggest guidelines for the
practitioner (Hong and Ping, 2007; Geary et al., 2006; Chen et al., 2000a; Fransoo and
Wouters, 2000; Disney et al., 2003a, 2003b; Lee et al., 1997a, Mason-Jones et al., 2000;
Dejonckheere et al., 2003; Kim et al., 2006; Croson and Donohue, 2005; Chatfield et al.,
2004; Bout and Lambrecht, 2009). Therefore, it is essential to study and analyse the
influence of uncertainties on the supply chain performance to make a supply chain more
effective and efficient. Few research questions, which are not dealt in the literature so
far, have been identified and needs to be addressed.
1. How can the influence of uncertainty on supply chain be studied in an efficient and
effective manner?
2. How does the manufacturing system, an important subsystem of a supply chain,
behave under the uncertain environment?
3. What type of strategy and policy should be adopted to mitigate the effect of
uncertainty?
4. How can the adverse effect of uncertainty (bullwhip effect and net-stock amplification)
be reduced to improve the performance of a supply chain?

To address the above research questions, simulation, statistical and artificial
intelligence approaches have been used as major modelling tools in this research work
to achieve the following objectives of the study.

1.3 Research objectives

The important theme of this research is to propose efficient modelling tools based on
simulation, statistical and artificial intelligence approaches to analyse the effect of
uncertainty on supply chain performance. Based on the above research questions, four
basic objectives of the study are explored from the literature gap found through
exhaustive literature review (Chapter 2).

1. To study and analyse the performance of multi-echelon serial supply chain under

uncertain environment using system dynamics approach.



2. To study and analyse the performance of manufacturing supply chain under the
influence of uncertainty.

3. To propose a back-up supply strategy to reduce the adverse effect of supply
uncertainty in make-to-stock manufacturing supply chain.

4. To reduce the BWE and NSAmp amplification through improved forecasting
approaches.

Each research objective is a step towards addressing a research question (Section
1.2). The mapping between research objective, research question and the sources of
literature is shown in Appendix 1.

1.4 Organisation of thesis

To meet the above objectives, the thesis is organized into seven chapters including

this chapter. A brief outline of each chapter is given as follows:

— Chapter 2: Literature review

The purpose of this chapter is to review related literature so as to provide

background information on the issues to be considered in the thesis and emphasize
the relevance of the present study. Literature review provides a summary of the base
knowledge already available in supply chain management. An exploratory approach is
adopted for identifying and examining a diverse range of issues in supply chain
management practices. This chapter highlights the different practices in supply chain
management such as risk management, supplier management, inventory
management, managing uncertainty and managing bullwhip effect. Finally, the
chapter is concluded by summarizing the supply chain management practices,
implication in industries and possible literature gap so that relevance of the present
study can be emphasized.

— Chapter 3: Performance analysis of multi-echelon serial supply chain under
uncertainty

This chapter analyses the performance of four echelon serial supply chain

employed with reorder-point order-up-to level replenishment policy ((s, S) policy). The
considered supply chain is modelled through system dynamics approach and the
performance is analysed through BWE and total cost considering uncertainty in
demand, lead time and the inventory decision parameter the target inventory. The
effect of uncertainty and the target inventory is systematically analysed through the
design of experiments (DOE) approach. The optimal parameter settings to reduce the

bullwhip effect and total cost are determined. Further, optimal parameter settings are
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obtained to simultaneously reduce the bullwhip and total cost through grey relational
analysis.
Chapter 4: Performance analysis of manufacturing system under uncertainty

The supply chain with make-to-stock (MTS) and assemble-to-stock (ATS)
manufacturing system is considered in this chapter to analyse the performance of
manufacturing supply chain under uncertain environment. A single machine, single
product MTS manufacturing system is modelled through the system dynamics
approach. Six different scenarios are generated based on the uncertainties in raw
material supply lead time, processing time and machine availability to simulate the
MTS system and performance is analysed through estimating the backlog. A DOE
approach is applied to analyse the influence of considered uncertainties on the
performance of MTS manufacturing system in a systematic manner.

Similarly, an ATS manufacturing system with three machines confined to
assembling a single product is modelled through the system dynamics approach.
There are fifteen experimental scenarios are generated using the response surface
methodology (RSM) considering uncertainty in lead time, assembly time and delay
due to machine failure. The model is simulated for 365days based on the generated
scenarios and performance are measured in termed of backlog and work-in-progress
(WIP) inventory. The influence of uncertainties on the backlog and WIP is analysed.
Further, empirical relationship is developed between the uncertainties and
performance parameters through regression analysis. To obtain optimal parameter
settings both in MTS and ATS systems, a newly proposed meta-heuristic known as
cuckoo search is applied.

Chapter 5: Managing supply uncertainty in a make-to-stock manufacturing
system

This chapter considers a MTS manufacturing system consisting of two machines
confined to a single product. The system is modelled and simulated through the
system dynamics approach to analyse the effect of increasing uncertainty in raw
material supply, lead time, supplier acquisition rate, production rate and machine
availability. The behaviour is studied through measuring the impact of uncertainty on
backlog at manufacturer's end, raw material shortage, WIP level and backlog at
supplier's end. Further, a backup supply strategy is proposed to manage the supply
uncertainty. Through a comparative study, the superiority of adopting a backup supply

strategy is discussed. It is observed that it is desirable to maintain high service level at



the upper stream (raw material supplier) to maintain high service level at bottom
echelon (manufacturer end).
Chapter 6: Improved forecasting methods to deal with bullwhip effect and net-
stock amplification

This chapter proposes two improved models to enhance the forecasting accuracy
to reduce the BWE and NSAmp when (R, S) policy is adopted for inventory
replenishment. The first model is an integrated approach of autoregressive integrated
moving average (ARIMA) and (generalized autoregressive conditional
heteroskedasticity (GARCH) process denoted as ARIMA-GARCH to deals with
heteroskedastic demand series. The second model proposed is the integrated
approach of the discrete wavelet transformation (DWT) and artificial intelligence (Al)
models such as artificial neural network (ANN), adaptive neuro-fuzzy inference
system (ANFIS), least square support vector machine (LSSVM) and multi-gene
genetic programming (MGGP). Four different intelligence models are denoted as
DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP. These models are validated
through an example data taken from the open literature. The performance of the
proposed models such as ARIMA-GARCH, DWT-ANN, DWT-ANFIS, DWT-LSSVM
and DWT-MGGP are tested with data from three case-study examples. The
performance is analysed through estimating order using the predicted demand from
the proposed model applying base-stock policy. The BWE and NSAmp are estimated.
From the analysis, it is found that BWE and NSAmp estimated using ARIMA-GARCH
model is comparatively less to the ARIMA model. Further analysis reveals that the
intelligence models outperform both the ARIMA and ARIMA-GARCH models. Further,
the performance of the intelligent models is analysed in different (R, S) policies.
Chapter 7: Executive summary and conclusions

This chapter presents the summary of the results, recommendations and scope for
future work in the direction of studies on effect of uncertainty on supply chain
performance. It also discusses the specific contributions made in this research work
and the limitations there in. This chapter concludes the work covered in the thesis with

implications of the findings and general discussions on the area of research.



CHAPTER 2

LITERATURE REVIEW



2.1 Introduction

The current chapter highlights various issues involved in managing supply chain
and improving its performance. Although the concept of supply chain appeared in the
literature in the mid-1980s, review of literature begins with research articles published
after 1985 with maximum attention paid to last twenty years. Table 2.1 provides the
source and number of citations from each source. The majority of the citations are
found in peer reviewed journals (95%), two journals namely “European Journal of
Operational Research” and “International Journal of Production Economics” together

accounts for 34.6% of the total citations.

Table 2.1 Summary of publications referred
Source Citation
Applied Mathematical Modelling 3
Applied Mathematics and Computation
Benchmarking: An International Journal
Computers and Industrial Engineering
Computers and Operations Research
Computers in Industry
Engineering Costs and Production Economics
European Journal of Operational Research
Expert Systems with Applications
Fuzzy Sets and Systems
IIE Transactions,
Informs Transaction on Education
Integrated Manufacturing Systems
Integrated manufacturing systems
International Journal of Advanced Manufacturing Technology
International Journal of Business Insights and Transformation
International Journal of Logistics: Research and Applications

International Journal of Operations and Production Management,
International Journal of Physical Distribution and Logistics
Management

International Journal of Production Economics

International Journal of Production Research

International Journal of Services and Operations Management
International Transactions in Operational Research

Journal of Food Engineering

Journal of Modelling in Management

Journal of Operations Management
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Journal of Productivity Analysis

Journal of Supply Chain Management

Journal of the Franklin Institute

Journal of the Operational Research Society
Logistics Information Management

Management Science

Naval Research Logistics

Omega

Operations Research

Production and Inventory Management Journal
Simulation Modelling Practice and Theory

Sloan Management Review

Supply Chain Management: An International Journal
System Engineering-Theory and Practice

Books

Conference

Total 110
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The literature is classified into an assortment of sections dealing with specific issues
associated with supply chain management as illustrated in Figure 2.1. Next sections
provide brief discussion on these issues. Finally, the chapter is concluded by
summarizing the advancement taken place in supply chain and possible literature gap so

that relevance of the present study can be emphasized.

Figure 2.1 Percentage of paper surveyed

2.2 Supply chain risk management
Supply chain risk management (SCRM) deals with management of supply chain risks
through coordination or collaboration among the supply chain partners so as to ensure

profitability and continuity (Brindley, 2004). The risk in supply chain originates from two
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sources - supply and demand. Other risk such as environment, political, process and
security are also equally important. However, supply chain risk can be mitigated through,
demand management, product management and information management (Blos et al.,
2009; Tang, 2006a). Issues of supply chain risk management can be addressed in two
dimensions such as supply chain risk which includes operational risks or disruption risks
and the mitigation approach. Operational risks are referred as the inheritance of
uncertainties such as uncertainty in customer demand, supply and cost whereas
disruption risks are the major distractions caused by natural and man-made disasters
such as earthquakes, floods, hurricanes, terrorist’s attacks or economics crises such as
currency evaluation or strikes. In the past, many researchers have highlighted the
importance of risk management in supply chain and proposed models and methods for
assessment and mitigation. Blos et al. (2009) have suggested three important practices
in supply chain risk management implementation such as (i) better supply chain
communication (ii) supply chain risk management and business continuity management
training program and (iii) creation of chief risk officer to reduce disruption of supply chain
risk. Giunipero and Eltantawy (2004) have discussed the four situational factors such as
purchasers’ perceived experience, degree of product technology, security needs and
relative importance of supplier for determining the level of risk management in supply
chain. Wu et al., (2006) have proposed an inbound risk analysis methodology to classify,
manage and assess the risk. They classified the risk factors based on the supplier
oriented risk factors and applied analytical hierarchy process (AHP) to determine the
weight for risk factor. A purchasing organisation can be able to focus on the supplier
quality issues, make improvement in supplier performance and prevent the supply
disruption through adopting a proactive approach for risk assessment (Zsidisin et al.,
2004). Supply risk can be identified through analysing the effect of purchased item and
services on profitability, market factors, and supplier characteristics. The risk can be
managed through understanding the characteristics of supply risk and implementing
different strategies (Zsidisin, 2003). Uncertainties and supply risk in a supply chain can
be reduced through different approaches such as risk assessment, contingency plans,
risk management process improvement and buffer strategies (Zsidisin et al., 2000).
Zsidisin and Ellram (2003) have proposed agency theory to manage supplier behaviours
in order to reduce supply risk and the impact of unfavourable events. Tuncel and Alpan
(2010) have applied failure mode, effects and criticality analysis (FMECA) technique to

examine the disruption factors in supply chain network. They determined the different
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uncertainties and risk mitigation action through integrating risk management procedures
into design, planning, and performance evaluation process using Petrinet simulation
approach. Lockamy and McCormack (2010) have suggested that suppliers associated
with high probability of risk have significant impact on the organisation’s revenue. Hence,
it is essential to analyse the risk associated with supplier of outsourced material. Wu and
Olson (2008) have proposed three different models such as chance constrained
programming, data envelopment analysis and multi-objective programming to evaluate
supply chain risk and different approaches to trade-off among expected costs, quality
acceptance levels and on-time delivery distributions. Further, it is suggested that these
tools can be alternatively used to evaluate and improve supplier selection decisions in an
uncertain environment. Neiger et al. (2009) have proposed value-focused process
engineering methodology for process-based supply chain risk identification in order to
increase value to supply chain members and supply chain as a whole. Ellis et al. (2010)
have examined the importance of buyers’ perceptions on supply disruption risk and
found out that product and market situational factors impact on the perceptions of risk.
Goh et al. (2007) have proposed a stochastic model to mitigate the risk in supply,
demand, exchange and disruption to solve the multi-stage global supply chain network
problem. Tang (2006b) has proposed two different strategies to mitigate supply chain
disruption such as supply alliance network, lead time reduction and recovery planning
systems.
2.3 Supplier Management

Supplier management is one of the important activities in supply chain management.
As good supplier management system helps in achieving competitive advantage,
organisations are paying increasing attention towards it. Supplier selection is the process
of finding the right suppliers those are able to provide right quality products/services at
the right price at right time and in right quantities to the buyer. Different criteria such as
supplier, product performance, service performance and cost are considered to evaluate
suppliers of a firm (Burton, 1988; Cebi and Bayraktar, 2003). Supplier selection is one of
the critical activities for establishing an effective supply chain. It is a hard problem since it
involves a multi-criteria decision making problem with several conflicting criteria (Boran
et al., 2009).

Many authors have highlighted the importance of supplier assessment and proposed
different techniques for assessment. Ghodsypour and O’Brien (2001) have proposed a

decision support system based on integrated approach of analytical hierarchy process
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(AHP) and linear programming to handle both tangible and intangible factors for selecting
best suppliers to place optimum order quantities among them such that the total value of
purchasing can be maximized. Cebi and Bayraktar (2003) have suggested an integrated
approach of lexicographic goal programming and AHP model for supplier selection for a
food industry in Turkey considering quality, delivery, cost and utility as the conflicting
objectives. A combined approach of scoring method and fuzzy expert systems is
proposed for supplier assessment considering different criteria such as product quality,
product construction, product safety, quality system, engineering, production and
planning control (PPC) and research and development by Kwong et al. (2002). Chan
and Kumar (2007) have proposed a fuzzy extended analytic hierarchy process (FEAHP)
to tackle different decision criteria like cost, quality, service performance and supplier's
profile including the risk factors involved in the selection of global supplier. Samantra et
al. (2012) have suggested supplier evaluation model through coupling grey relational
concept with rough set theory for appropriate supplier selection from among a group of
feasible suppliers when the decision making criteria are uncertain, imprecise and vague
in nature. Mahapatra (2011) have proposed a fuzzy approach for supplier evaluation to
deal with impreciseness, uncertainty and vagueness in decision criteria, Mishra et al.
(2012) have proposed a technique based on fuzzy set theory and VlseKriterijumska
Optimizacija | Kompromisno Resenje (VIKOR) method. Demirtas and Ustiin (2008) have
proposed an integrated approach of analytic network process (ANP) and multi-objective
mixed integer linear programming (MOMILP) for supplier evaluation in order to maximize
the total value of purchasing and minimize the budget and defect rate considering both
tangible and intangible supplier selection criteria. Razmi et al. (2009) have proposed a
hybrid approach of fuzzy analytic network process model to evaluate the potential
suppliers and select the suitable one with respect to the vendor related factors. An
integrated approach of multi-attribute utility theory and linear programming is proposed
for rating and choosing the best suppliers and defining the optimum order quantities
among selected ones in order to maximize total additive utility (Sanayei et al., 2008).
Weber et al. (1998) have applied combined approach of multi-objective programming
and data envelop analysis for vendor selection and negotiation with the vendors who do
not get selected. Bayazit, (2006) has applied ANP model to measure the supplier
performance. Petroni and Braglia (2000) have proposed supplier evaluation model based
on principal component analysis and validated though considering real-world data set of

suppliers of a medium-sized firm operating in the bottling machinery industry. A multi-
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objective mixed integer programming approach is proposed to simultaneously determine
the number of vendors to allocate order quantities in a multiple-product, multiple-supplier
competitive sourcing environment (Dahel, 2003). Soner (2011) has developed an
integrated methodology using two-stage stochastic programming model and fuzzy
technique for order preference similar to ideal solution (TOPSIS) method to solve the
supplier selection problem in case of multi-product, multi-period and multi-sourcing
environment where the demand is uncertain in nature.

2.4 Inventory management

According to Davis (1993), inventory acts as a safeguard against the different
uncertainties existing in the supply chain. Properly controlled inventory helps the
executives to efficiently meet the customers’ demands to smooth the production plans
and reduce the operational costs such as purchase cost, order/setup cost, holding cost
and stock-out cost (Tersine, 1994). Four commonly used inventory control system are (a)
order-point, order-quantity (s, Q) system, (b) order-point, order-up-to-level (s, S) system,
(c) periodic-review, order-up-to-level (R, S) system and (d) (R, s, S) system falling under
two categories of periodic and continuous review inventory control system (Silver et al.,
1998). The fundamental trade-off that managers come across during inventory decision
activity is between responsiveness and efficiency. The supply chain responsiveness
towards the customer can be improved through gradually increasing the inventory
leading to increase in inventory holding cost (Chopra et al., 2006). A large body of
literature exist in supply chain highlighting different issues involved in managing
inventory and suggested models and methods to overcome these issues.

Aardal et al. (1989) have studied the relationship between shortage cost and service
level in a continuous review inventory system where order point and lot sizes are
computed simultaneously. De Bodt and Graves (1985) have analysed the continuous
review inventory control policy to minimize expected average cost for multi-stage
inventory system where demand of the end item assumed as stochastic in nature. Lee
(2011) has analysed service level under multi-period inventory control dealing a single
product with multiple (two) prices. Lee et al. (2006) have studied a periodic review
inventory model considering a retailer replenishing inventory from a supplier to satisfy
stochastic demands from customers. Capkun et al. (2009) have analysed the relationship
between the inventory performance and financial performance of a manufacturing
company. It is proved that raw material inventory is highly correlated with financial

performance whereas work-in-process inventory and finished product inventory are
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highly correlated to gross profit and operating profit respectively. loannidis (2011) has
examined a Markovian single-stage system producing a single item to satisfy demand of
two different customer classes. The study proposes simple threshold type heuristic policy
for coordinating production and order admission decisions in the system for joint control
of inventories and backorders. Cachon and Fisher (2000) have analysed the effect of
information sharing system considering a supply chain with of n number of identical
retailer that face stationary stochastic consumer demand with a known distribution. Tiacci
and Saetta (2009) have applied a design of experiments (DOE) approach to evaluate
impact of interaction of demand forecasting and stock control policies considering
multiple suppliers, multiple warehouses, multiple items and time-varying demands with
seasonality. Zeng and Hayya (1999) have assessed the probability of no stock-out
situation during lead time and the fill rate in the context of continuous inventory systems.
Zhang and Bell (2007) have addressed the simultaneous determination of price and
inventory replenishment in a newsvendor setting when the firm faces demand from two
or more market segments. Gel et al. (2010) have analysed the impact of inventory
execution error considering reorder-point order quantity ((Q, r) policy) inventory control
policy on inventory related cost and risk. Axsater and Juntti (1996) have evaluated the
impact of lead time on different inventory policies in multi-echelon inventory system.
Axsater (1997) has proposed a method to compute shortage cost for a two-level
inventory system (one warehouse and N retailers) employed with continuous review
echelon stock (R, Q) policy.
2.5 Managing uncertainty in supply chain

Three different sources of uncertainty such as supplier (late in delivery, insufficient
guantity), manufacturing process (machine breakdown, transportation reliability) and
customer (volume and mix) exist supply chain. It is essential that impact of each of these
on supply chain performance should be assessed (Davis, 1993). In the past, various
researchers have attempted to study the behaviour of supply chain under uncertain
environment. Petrovic et al. (1998) have applied fuzzy concept to represent the
uncertainty in customer demand and supply reliability. In order to analyse the
performance of a serial supply chain under uncertain environment, they have developed
a simulation model for a serial supply chain consisting of multiple facilities. Each facility
includes a raw material inventory, production unit, in-process inventory and adopted
periodic review, order-up-to policy for inventory replenishment. They have determined

the optimum order-up-to level through simulation to minimise the total cost and increase
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the fill rate. It is proved that negative impact of unreliable suppliers can be compensated
by increasing stock level in the supply chain. Further, the proposed model is improved by
incorporating uncertainty in supply deliveries along the supply chain with two control
strategies - decentralised control of each inventory and partially coordination in the
inventories (Petrovic et al., 1999). It is concluded that application of partial coordination
leads to greater holding costs and smaller shortage cost for the end-product. Further, the
same model is tested and analysed under the influence of uncertainty in customer
demand. From the analysis, it is observed that increase in uncertainty increases the
variation in stock level and orders quantity placed by the entity (Petrovic, 2001). Xie et al.
(2006) have determined the optimal review period and order-up-to level value to
minimize the total cost and maximize the fill rate under stochastic demand. Xu and Zhai
(2010) have considered single period, two stage supply chain consisting of a
manufacturer and retailer to analyse the benefits of coordination among them when
uncertainty exist in demand. Through the fuzzy modelling approach, it has been proved
that supply chain profit can be maximized when there is coordination between the retailer
and manufacturer. Wang and Shu (2005) have considered uncertainty in demand,
processing time and supply delivery using fuzzy logic approach. A genetic algorithm
approach based on fuzzy supply chain model is proposed to determine the order-up-to
levels at all stock-keeping units to minimize the supply chain inventory investment and
fulfil the targeted fill rate of the finished product. Weng et al. (2003) have evaluated effect
of supplier-buyer coordination on supply chain performance when uncertainty exists both
in demand and delivery time. The importance of coordination of various entities of supply
chain has been highlighted by Dolgui et al. (2002) and Xiao et al. (2008). A dual sourcing
technique i.e. splitting the order to sources of supply is proposed by Ramasesh (1991) to
reduce the holding cost.

Simulation modelling approaches have been found to be convenient tool for analysing
the behaviour of supply chain under uncertain environment. It has been extensively used
to focus on inventory decisions, policy formulation, demand amplification and supply
chain design. De Souza et al. (2000) have examined the supply chain dynamics under
different causes such as shortage, capacity constraint, information delay, coordination,
supply delay, demand signalling and order batching by modifying the classical beer
distribution game. Hwarng and Xie (2008) have studied the influence of dynamic factors
such as demand pattern, ordering policy, lead time and information sharing on the

behaviour of a supply chain considering classical beer distribution game model by
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estimating the system chaos using Lyapunov exponent at all level. Ge et al. (2004) have
analysed the influence of factors like information delay, demand forecasting and
information sharing on multi-echelon system using system dynamics and modelling,
through a case study of supermarket supply chain in UK. Shukla et al. (2009) have
investigated the impact of capacity constraint on a four stage supply chain using beer
distribution game. Georgiadis et al. (2005) have proposed a system dynamics approach
for analysing a multi-echelon food chain. Kumar and Nigmatullin, (2011) have modelled a
food supply chain for a non-perishable product adopting system dynamics approach to
study the behaviour under demand and lead time variability.

Williams (1984) has adopted queuing theory approach to analyse one stage
production system under uncertain environment (stochastic nature of demand and
manufacturing time). The paper also outlines the quantity of production and capacity
allocation under manufacturing to stock (MTS) and manufacturing to order (MTO)
policies. Bera and Sharma (1999) have proposed an analytical model for measuring
production uncertainty under the different stochastic distributions. Soman et al. (2004)
have addressed the scheduling and sequencing in a hybrid MTO-MTS food processing
environment under the influence of stochastic demand. Accurate forecasting of demand
and achieving high service level are important under MTS situation whereas order
execution time is important in MTO situation (Soman et al., 2006). Helo (2000) has
modelled a two echelon supply chain with multiple product manufacturing system using
MTO production policy based on system dynamics approach to study the relationship
between capacity utilization with production costs, lead time and the capability to
respond to changes. Ozbayrak et al. (2007) have modelled the MTO manufacturing
supply chain system through the system dynamics to measure the performance in terms
of backlog using eight different scenarios. Chakraborty et al. (2008) have proposed
guidelines on lot sizing decisions considering the effect of process deterioration, machine
breakdown and repairs (corrective and preventive). Groenevelt et al. (1992a) have
analysed the effect of exponentially distributed machine failure time on lot sizing decision
for classical EMQ (economic manufacturing quantity) model. In another study, lot sizing
decisions under constant machine failure rate and randomly distributed repair time are
proposed to avoid lost sales (Groenevelt et al. 1992b). Campuzano et al. (2010) have
used the system dynamics modelling approach for a two stage supply chain with single
item, multi-period supply representing demand and order by fuzzy membership functions

for production planning decision purpose.
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2.6 Managing bullwhip effect

One of the adverse effects of uncertainties is bullwhip effect (BWE). The concept of
amplification of order in upward direction of supply chain is termed as BWE and it is one
of the major issues in the supply chain as first identified by Forrester (1961). Further, this
phenomenon is analysed by Sterman (1989) through beer distribution game at
Massachusetts Institute of Technology. BWE leads to increase in total cost of supply
chain and decrease fill rate and profitability (Chopra et al., 2006). Hence, it is one of the
major parameter to analyse the performance of a supply chain. According to Lee et al.
(1997a), there are five major causes of BWE within the supply chain. These are listed as
(i) demand forecasting, (ii) order batching, (iii) price fluctuations, (iv) supply shortages
and (v) non-zero lead-time. BWE can be reduced through moderating these causes.

Dobos (2011) has analysed the behaviour of BWE in a two stages centralized and
decentralized supply chain considering a quadratic cost function. Sodhi et al. (2011)
have analysed effect of operational deviations like misplaced orders, batching and lag in
sharing demand forecast due to BWE considering auto-correlated demand. Li and Liu
(2013) have addressed the BWE control problem in respect to different supply chain
system uncertainties such as demand, production process, supply chain structure,
inventory policy implementation and vendor order placement lead time and proposed
inventory control policy for suppression of BWE to improve supply chain stability.
Fransoo and Wouters (2000) have estimated the BWE in a food supply chain under
different situations like individual product for specific sales, aggregated products for
individual sales and aggregated products for aggregated sales. Agrawal et al. (2009)
have analysed the impact of information sharing and lead time on BWE and on-hand
inventory considering a two echelon serial supply chain consisting of warehouse and
retailer employed with adaptive base-stock inventory policy. The retailer predicts demand
through autoregressive (AR (1)) process. From the study, it has been proved that lead
time reduction is more beneficial in comparison to sharing of information to reduce the
bullwhip effect. Makui and Madadi (2007) have estimated BWE for two cases of supply
chain (centralised and decentralised case) using Lyapunov exponent. Lee et al. (1997a;
1997b) have applied statistical approach to quantify the BWE. Disney and Towil (2003b)
have quantified the BWE using discrete control theory for Deziel and Eilon - Automatic
Pipeline Inventory and Order Based Production Control System (DE-APIOPBCS) model.
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Dejonckheere et al. (2003) quantify the BWE employing order-up-to policy from a control
engineering perspective using z-transforms and proved that order-up-to level policy is
always associated with BWE whatever forecasting techniques are adopted. Kim et al.
(2006) have extended the work of Dejonckheere et al. (2003) and Chen et al. (2000a)
incorporating stochastic lead and information sharing to quantify bullwhip effect.

Geary et al. (2003) have proposed different approaches to measure the BWE using
mathematical and simulation approaches. Kelepouris et al. (2008) have used simulation
approach to examine the impact of replenishment parameters and information sharing on
the BWE. Wangphanich et al. (2010) have proposed simulation approach based on
system dynamics modelling and an adaptive network-based fuzzy inference system for
guantifying and reducing BWE in a multi-product, multi-stage supply chain. Using system
dynamic approach, Hussain and Drake (2011) have analysed the effect of order batching
on BWE for a multi-echelon supply chain with information sharing and analysed the
relationship between order batching and demand amplification. Sterman (2000) first
proposed system dynamics and modelling (SDM) approach to develop a model for four
level supply chains popularly known beer distribution game model to analyse the BWE.
O’donnell et al. (2006) have used beer distribution model and computational intelligent
technique to obtain the optimal ordering policy for supply chain members to reduce the
BWE and cost in a supply chain. Fan et al. (2010) have used SDM approach to study the
causes for BWE in military weapons maintenance supply system.

Improper forecasting is one of the reasons for BWE. Therefore, various time series
models have been proposed to reduce the BWE through controlling the different supply
chain parameters. Luong (2007) has examined the effect of autoregressive coefficient
and lead time on BWE for a two stage supply chain (one supplier and one retailer) where
retailer employs base-stock policy for inventory management using first order
autoregressive model AR(1). Further, the model is modified for the higher order
autoregressive model AR (p) (Luong and Phien, 2007). Chen et al. (2000a) have
analysed BWE for a simple two stage supply chain based on lead time and information
sharing considering single retailer and a manufacturer where retailer demand is
predicted through moving average (MA) time series model. It is found that BWE
increases with increasing in lead time at lower level of information sharing. Further, Chen
et al. (2000b) have analysed the same model and obtained similar results employing
exponential smoothing forecasting technique for retailer's demand forecasting. Duc et al.

(2008a) have considered two stage supply chain (one supplier and a retailer). The
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retailer employs base-stock policy and demand is predicted through ARMA (1, 1)
demand process. Under this model setting, they have analysed the BWE considering
the autoregressive coefficient and the moving average parameter. From analysis, it has
been found that BWE does not exist always within the supply chain. It occurs only when
the autoregressive coefficient is higher than the moving average coefficient. It is not
always true that BWE increases with increase in lead time. Further, the same model is
considered to analyse the effect of lead time on BWE considering two case - forecasting
retailer's demand using AR (1) and ARMA (1, 1) forecasting model (Duc et al., 2008b). It
is proved that BWE increases either increase in mean demand or standard deviation of
lead time occurs. Duc et al. (2010) have examined the effect of existence of a third-party
warehouse on the BWE in a supply chain assuming retailers use the demand process
AR (1) model and downstream member(s) implement the base stock policy for
replenishment. From the analysis, it is found that third-party warehouse has no effect on
BWE. Hong and Ping (2007) have studied the influence of different forecasting
techniques MA, exponential weighted moving average (EWMA) and mean square error-
optimal (MSE-optimal) for two stage supply chain employed with order-up-to policy on
BWE. It is proved that MA model performs better than MSE-optimal model when lead

time is short. Jak8i¢ and Rusjan, (2008) have analysed the effect of different

replenishment policies ((R,D), (R,y0), (R, S), (R,BIP) and (R, yO,BIP)) on the bullwhip

effect assuming the retailer demand is forecasted through simple exponential smoothing.

Bandyopadhyay and Bhattacharya (2013) have derived generalized expression to

quantify BWE for five different replenishment policies like, (R,D), (R,yO), (R, S), (R,
BIP) and (R,yO,BIP) using ARMA (p, d) considering fixed lead time. They have also

studied the BWE under the influence of changing demand process parameters. Gilbert
(2005) has proposed generalized expression for quantifying the BWE representing the
demand with ARIMA time series process for a multistage supply chain. It is proved that
BWE is high when the lead time is long and demand is auto-correlated. It has also been
reported that BWE depends only on the total of lead times; not on number of stages in a
multistage supply chains. Further, the model is extended by Gilbert (2006). Bout and
Lambrecht (2009) have tested the different demand forecasting methods like MA,
exponential smoothing (ES) and minimum mean square error (MMSE) for order-up-to

policy in a two stage supply chain to quantify BWE and NSAmp value.
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2.7 Summary

This chapter highlights different issues involved in supply chain management and
approaches to manage these issues. For the sake of simplicity, the surveyed literature is
classified into five main areas. In section 2.2, the importance of risk management in
supply chain is dealt. Section 2.3 describes existing methods for supplier assessment.
Section 2.4 discusses the different issues involved in managing inventory. It emphasizes
on various approaches to improve the responsiveness of the supply chain and reduce
different inventory related costs. Section 2.5 deals with studies on behaviour of supply
chain under the influence of various uncertainties. It also discusses various ways and
methods to analyse the supply chain uncertainty in order to improve its performance.
One of the adverse effects of uncertainty is bullwhip effect which is major area of
research in supply chain management. It accounts for 31% of the literature studied in this
thesis. Section 2.6 deals with various methods to manage the bullwhip effect. Critical
review of literature suggests that existence of uncertainty is one of the major concerns
for managing supply chain in an efficient manner. Therefore, avenue exists for research
to study the effect of uncertainty on the performance of a multi-echelon supply chain
operating with various inventory replenishment policies. The influence of uncertainty
must also be evaluated in various manufacturing policies. Plenty of scope exists for
research to develop forecasting techniques that can address bullwhip effect in an
effective manner. In this direction, the present work explains the effect of uncertainties on
supply chain performance and different approaches to manage the uncertainty. In the
next section (Chapter 3), the performance of multi-echelon serial supply chain under

uncertainty in lead time and demand is presented.
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CHAPTER 3

PERFORMANCE ANALYSIS OF
MULTI-ECHELON SERIAL SUPPLY
CHAIN UNDER UNCERTAIN
ENVIRONMENT



3.1 Introduction

Although there are contrasting views on definition of supply chain management, many
researchers agree to view supply chain management as various managerial activities to
manage supply chain so as to produce and distribute right quantities of products/goods
to the right location and at right time in order to minimize system-wide cost and satisfy
service level requirement (Cooper and Ellram, 1993; La and Masters, 1994; Lambert et
al., 1998; Monczka et al., 2011; Christopher, 1992). However, many a time, it becomes
difficult to manage supply chain as there are various uncertainties inherent in it (Simchi-
Levi et al., 2003). In the past, numerous researchers have proposed integrated approach
of fuzzy logic and simulation modelling to analyse the impact of uncertainty on the
performance of supply chain considering multiple echelon with periodic-review, order-up-
to level replenishment policy. The performance of supply chain under the influence of
uncertainty in demand, supplier reliability and supply deliveries is analysed and
determined the optimum order-up-to level i.e. the target inventory level to reduce the total
cost and increase the fill rate (Petrovic et al, 1998; 1999; Petrovic, 2001; Xie et al.,
2006).

One of the adverse effects of uncertainty is bullwhip effect (BWE). In section 2.6 (in
Chapter 2) the concept and its adverse effect has been discussed. BWE is one of the
major issues in supply chain management as it adversely affects the supply chain
performance through increasing various costs and decreasing service level. According to
Bout and Lambrecht (2009), reduction of BWE not necessarily reduces the inventory
holding cost because reduction of BWE smoothen the order resulting in reduction of
ordering cost/switching cost. Fluctuation of inventory can be managed with increasing
safety stock resulting in increase of holding cost. Therefore, both BWE and total cost are
two important measures to analyse the performance of supply chain under uncertain
environment. In reorder point order-up-to level ((s, S) policy) inventory replenishment
policy, target inventory plays an important role in order quantity decision. Therefore,
impact of target inventory along with uncertainties in demand and lead time on BWE and
total cost need to be analysed. Many approaches have been proposed by different
authors to analyse and reduce the BWE. Lee et al. (1997a), Lee et al. (1997b) and Chen
et al., (2000a) have adopted statistical approach to quantify the BWE. Disney and Towil
(2003) and Dejonckheere et al. (2003) have applied control theory approach to quantify
BWE. Kim et al. (2006) have analysed the effect of variation in lead time and demand on

BWE for four level serial supply chains. The complexity of study of a system through
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mathematical modelling can be reduced through simulation modelling approach. To
study and analyse the BWE in a realistic manner, many researchers have proposed
simulation modelling approaches. System dynamics and modelling (SDM) is one of the
powerful computer-aided approaches that facilitate a set of conceptual tools to
understand the structure and dynamics of a complex system. Earlier, many authors have
applied SDM approach for modelling and simulation of supply chain to study and analyse
the behaviour (Hwarng and Xie, 2008; Ozbayrak et al., 2007; Minegishi and Thiel, 2000;
Kumar and Nigmatullin, 2011; Georgiadis, 2005; Ge et al., 2004; Helo, 2000; Owens et
al., 2002; Vlachos et al., 2007; Lee and Chung, 2012). Sterman (2000) has proposed
classical beer distribution game model to analyse the BWE considering order decision
based on anchoring and adjustment algorithm. Further, the classical beer distribution
game model is adopted by many others to analyse the behaviour of supply chain under
the influence of dynamic factors (Hwarng and Xie, 2008; O’donnell et al., 2006; Coppini
et al., 2010).

This chapter studies the behaviour of a multi-echelon serial supply chain consisting of
a retailer, distributor, wholesaler and factory employed with (s, S) inventory
replenishment policy operating under uncertain environment. The system dynamics
approach has been adopted to model the system. Each echelon of the supply chain is
associated with order processing and receiving delay called lead time that varies with
normally distributed pattern. Although SDM approach enables to study the behaviour of a
supply chain in a realistic manner under the influence of different uncertainties, it is
difficult to determine the impact of factors in more systematic fashion. The design of
experiments (DOE) is used to efficiently obtain relevant information with less number of
experimental runs. The well-known full factorial design is one of the DOE tool used in
different area of research to design experimental runs to analyse the influence of factors
on the system response (Bingol et al., 2010; Seki et al., 2006; Velickovi¢ et al., 2013). In
this study, a full factorial experimental design is used to generate different simulation
scenario considering uncertainty in demand and lead time and the inventory decision
parameter i.e. the target inventory. Although DOE is one of the most widely used
statistical tool, its use is limited to optimize a single performance measure (response).
When multiple responses are desired to be simultaneously optimized in a DOE
paradigm, the multiple responses are converted into an equivalent single response using
multi-attribute decision making approaches such as analytical hierarchy process (AHP)
(Ghodsypour and O’Brien, 1998), desirability function approach (DFA) (Datta et al.,
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2006), utility theory (Walia et al., 2006) and grey relational analysis (Ranganathan and
Senthilvelan, 2011; Caydas and Hascalik, 2008; Kuo et al. 2008; 2011). Therefore, the
multi-response optimization technique such as grey relational analysis is combined with
DOE approach to analyse the effect of uncertainties on combined objective of total cost
and BWE.

3.2 Methodology

From the above section, it is found that system dynamics is one of the useful
simulation modelling approaches through which a complex system can be studied in a
realistic manner. To study the behavior of a multi-echelon serial supply chain under the
influence of uncertainty, system dynamics approach has been adopted in the present
study. A brief introduction of system dynamics is given in Section 3.2.1. The performance
characteristics of a multi-echelon serial supply chain can be measures by BWE and total
cost. In order to analyses both the characteristics of the supply chain, grey-relational
analysis is adopted to convert multiple performance characteristics into an equivalent
characteristic. Grey-relational approach is presented in Section 3.2.2.

3.2.1 The system dynamics approach

System dynamics, initially termed as Industrial Dynamics, is a computer-aided
approach for analyzing and solving complex problem with a focus on policy analysis and
design (Forrester, 1961). The system dynamics is a method which involves the study
how a system can defend against or make benefit from the shocks which fall upon it.
System dynamics is a part of system theory and an approach to understand the structure
and dynamic behavior of the complex system influenced by different parameters over
time (Coyle, 1977). It is a rigorous modelling method that facilitates to build formal
computer simulations of complex systems and use them to design more effective
policies. It is a perspective and set of conceptual tools that enable us to understand the
structure and dynamics of a complex system (Sterman, 2000).

The system dynamics extensively use elements such as feedback loops, stocks and
flows to study the behavior of complex system. There are two types of flows: physical
flows and information flows. Physical flow is conserved flow as it reduces or increases
the value of the level variable whereas information flows are not conserved flow. One
rate variable is subdivided into various auxiliary variables. Stocks and levels are used
interchangeably used in system dynamics; similarly as flows and rates. The level/stock
variable represents the accumulations and it holds the current state of the system. Levels

do not change instantaneously; it changes gradually over a period of time. Flow/rate
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represents the instantaneous flow rates and it causes to increase or decrease the stock
in every unit of time (Mohapatra et al., 1994). The different elements used in system
dynamics are shown in Figure 3.1. In order to combine the multiple performance

measures into single equivalent parameter grey relational analysis can be used.

Level variable

S > @ Rate variable

O Auxiliary variable

— Physical flow
_—_— Information flow
—— Constants

Figure 3.1. Different elements of system dynamics

3.2.2 Grey relational analysis

Multi-attribute decision making (MADM) or multi-criteria decision analysis (MCDA) is
one of the sub-discipline of operations research which helps decision maker for solving
decision and planning problem involving with multiple criterion. MADM helps the decision
maker to select the best from the existing alternatives or options considering multiple
attribute, goals or criteria, which are frequently in conflict with each other. It is a difficult
problem to make trade-off between these conflicting attributes and make decision.
Through the following paragraph, the MADM method - grey relational analysis (GRA) is
briefly introduced. It has been successfully applied in solving a variety of MADM
problems. GRA is based on the grey system theory. According to concept grey system
theory, the situation with no information is defined as black and those with perfect
information as white. However, neither of the idealized situations occurs in real world
problem. In fact, the situations between these extremes can be defined as grey, hazy or
fuzzy. Hence, a grey system means a system in which part of information is known and
part of information in unknown. GRA reduce the original MADM problem into a single
attribute decision making problem through combining the entire range of performance
attribute considered for every alternative. Hence, the alternatives with multiple attributes

can be easily compared after the GRA process.
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The method consists of four steps such as (1) grey relational generating (2) reference
sequence definition (3) grey relational coefficient calculation (4) grey relational grade
calculation as discussed below.

a. Grey relational generating

When the measurement unit are different for different responses, it is necessary to
convert all responses into same scale through the process of normalization (Huang and
Liao, 2003). If there are m experimental scenarios and n responses, the i"" scenario can

be expressed as Y, = (y”,yiz...yij yin) where y;is the performance value of response

j at scenario i. The termY,can be translated into the comparability sequence

Xi=(xi1,xi2...xij,...,xin) using of one of Equation 3.1-Equation 3.3 where

Y :Max{yij,izl,Z,...,m} andY; :Min{yij,|:1,2,...,m}. Equation 3.1 and Equation 3.2 are
used for larger-the-better and smaller-the-better type of response respectively. Equation

*
3.3 is used for nominal-the-better i.e. closer-to-the-desired-value, yj . Through the grey

relational generating procedure, the values of the responses will be scaled into [0, 1].

yij _ﬁ

yj _ﬁ
x, =38 (3.2)

yj_L

] Yy — Y,
Xij = 1= f « . 1

Max{;TJ.—yj,yj _h} 3.3)

where, i=1,2,3,..., m; j=1,23,...,n

b. Reference sequence definition

After the grey relational generating procedure, the response values are scaled into [0,
1]. If the grey relational generating value xij(jth response value of i™ experimental
scenario) is equal to 1 or nearer to 1 then the performance of the i™scenario is best
among the response j. If all the values are closest to or equal to 1 then the scenarios are

considered as best choice. The aim is to find the experimental scenario whose

comparability sequence is the closest to reference sequence X, as

(XOI,xoz,...,xoj,...,xOn): (L1,...,1,...,1).
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c. Grey relational coefficient calculation

The grey relational coefficient is used to define the closeness between x;and x;i.e.
how much x;is closer to 1. The grey relational coefficient can be calculated by using the

Equation 3.4 where y(xoj,xij)is the grey relational coefficient between x,; and x;;.

(Amin + a Amax )
(A, +84 )

where§ is known as distinguishing coefficient lies in between 0 to 1.

y(xoj,xij): i=12,..m j=12,..,n (3.4)

Ay = ‘XOJ — X

Amin =Min{A,i=12,...,mj=12,...,n}

Apax =Maxip i=12,...,mj=12,...,n;
d. Grey relational grade calculation

Grey relational grade characterizes the degree of correlation between reference
sequence x,;and x;.lt can be calculated using Equation 3.5 where F(Xoj,Xij) is the
grey relational grade between X andX;, and wis the weight of response j which

depends on the judgement of the decision makers.
F(XO’XI)ZiWJ’Y(XOJ’XIj); i=1,2,...,m j:1,2,...n (3.5)
j=1
where,
n
> w; =1
i=1

Now, grey relational grade value can be treated as an equivalent response for multiple
responses and possible best solutions can be obtained using DOE approach.

3.3 A model of multi-echelon serial supply chain

In a multi-echelon serial supply chain, the distinct entities/facilities (e.g. retailer,
distributor, wholesaler and manufacturer) are linked to each other in a serial fashion to
satisfy the demand from end customer. To study the performance of a serial supply chain
under the influence of uncertain environment, demand data for an automotive component
(gaskets for a two-wheeler) is collected from a retail shop located at the Eastern part of
India from the year 2009-2011. The mean demand observed by the retail shop is 20 units

per a day. To satisfy its demand, it depends on a local distributor and similarly, the
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distributor depends on the wholesaler in another city and wholesaler to a manufacturer
located in another state. Delay is associated between the two adjacent entities and it is
sum of the time taken to process the order and receive the order. A single period delay is
involved between retailer and distributor. Similarly, two time period delay between
distributor and wholesalers and three time period delay between wholesaler and factory.
The raw material is supplied by external supplier to the factory for the production
requirement. The manufacturer produces it at a constant rate of 25 units per period. The
general structure for the considered supply chain is shown in Figure 3.2. The purchasing
cost of the component for the wholesaler is Rs10 whereas it is Rsl5 and Rs20
respectively for the distributor and retailer. Transportation charge is 15% of the value of
the items purchased. The ordering cost is Rs. 100 and independent of ordering quantity.

Raw material
order
F--» EEE 4 == ey oo
S w
o RETAILER DISTRIBUTOR WHOLESALER FACTORY E
4 o)
S+ < < «— 7
Raw material
Order placed for product/Raw material € ---- Order received *—— orde_r .
receive

Figure 3.2 Block diagram of multi-echelon serial supply chain model

Inventory carrying cost is 13% of the value of items held by inventory for a period. The
calculation for transportation cost, ordering cost, inventory holding cost and backorder
cost is similar to all levels. The sales rate or the dispatch quantity from one echelon to

other depends on the availability of stock and quantity of order placed i.e. Min(Q,,INV,)
where Q,denotes the amount of order placed by i" echelon to (i+1)" echelon and INV,

represent available stock at echelon (i+1)" in period t. The continuous review policy is
implemented by each stage for the replenishment of inventory. According this policy,
when inventory position IP; (Equation 3.6) become less than or equal to the reorder point
(ROP) then an order quantity Q,is placed by the echelon. The replenishment quantity
Q,is estimated through the Equation 3.7 where S represents the target inventory level
and s is the ROP (Silver et al., 1998; Dejonckheere et al., 2003; Campuzano et al.,
2010).
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IP, = on hand stock +order in transit — backorder (3.6)

S-IP,IfIP, <s
t= (3.7)

0,if IP, >s
There are different amount of safety stock is maintained at each stage. The value of
safety stock and reorder point (ROP) s is calculated using Equation 3.8 and Equation 3.9
respectively (Silver et al., 1998). The unfilled quantity is considered as backorder and it
incurs penalty to the echelon which is 25% of the value of the products backordered per

period.
Safety Stock(SS) =zx \/[HLT x cé + pé x GET) (3.8)
S$=SS+ .1 XUy (3.9)

where, z represents service level, u.is the mean value of lead time,p,is the mean

demand,c;is the standard deviation of lead time and o,represents the standard

deviation of demand.

The performance of a supply chain can be measured through the two parameters-
BWE and total cost throughout the supply chain. The amplification of orders with respect
to the demand is known as BWE. It can be calculated using Equation 1.2 (in Chapter 1).
Total cost includes all the expenses to bring a product from the supplier end to buyer
end. It includes purchasing cost, ordering cost, inventory holding cost, backorder cost
and transportation cost. Purchasing cost is the amount paid to supplier for purchasing.
Ordering cost includes all the expenses to place an order. Transportation cost is the
shipping charge to bring the product/material from the one echelon to other. Inventory
holding cost includes all the expenses to hold a unit of product for a period. Backorder is
the extra penalty to be borne by the echelon if there is some unfilled demand/order. Total

cost (TC;) can be calculated from Equation 3.10 and Equation 3.11.

TC, =C,+C,+C, +C +C, (3.10)
TC_ SC=3TC, (3.11)
where,

C, = 0.13xAverage _ inventory xunit price of product
C, = unit price of product x Q,

C, =0.25xback order quantity
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C, =0.15xQ, xunit price of product
C, =Rs.100/order

where C, denotes the holding cost, similarly C,: purchase cost, C,: backorder cost, C,:

transportation cost, C,: ordering cost, TC,: total cost of echelon i (i=1, 2, and 3),

TC_SC: total cost of supply chain.

To study and analyse the behavior of above described multi-echelon serial supply
chain model in realistic and systematic manner under the influence of uncertainty
environment, the model is modelled through system dynamics approach and behavior is
studied using DOE approach.

3.4 The simulation procedure

The system dynamics approach is one of the useful approach for simulation modelling
as discussed in section 3.2.1. Hence, the four echelon serial supply chain model as
shown in Figure 3.2 is modelled through system dynamics approach using the software
STELLA 0.5 as shown in Figure 3.3. Various notations used in system dynamics model
are given as follows:

Notations:
i. R — Retailer
ii. D — Distributor
iii. W —Wholesaler
iv. F — Factory/Manufacturer
v. INV — Inventory
vi. R INV — Amount of inventory available at Retailer at a particular period.
vii. demand — demand generated from the customer
viii. R ROP — retailer's Reorder Point
ix. R target INV — Retailers Target Inventory similarly
X. Order placed by R — amount of order placed by Retailer
xi. R projected on hand INV — Retailer’s projected on — hand inventory.
xii. Customer demand — demand from the customer.
xiii. Sales rate — amount product sales to the customer.
xiv. Total demand at R — sum of customer demand and backlog quantity at retailer end.
xv. Dispatch to R — quantity dispatch from the distributor to retailer against the order
placed.

xvi. R order received — Retailer’s order received.
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xvii. R backorder per period — unsatisfied demand to the lower level at period t.
xviii. R backorder acquisition — accumulation of backorder
xix. Total backorder — total backorder at period t to satisfied.
All these notations are similar in case of distributor (D), wholesaler (W) and factory (F).

RINV R order in transit —
@ DINV D order in transit WINV W order in transit FINV production delay
= = 3 = = U
=l T A = | =
: 7 \ O
sales 1 Roreceived | b _ _ _
@ ISP D order redsiyed dispatch W order réveved dispatch g W production seypletion rate production rate
W projected onhand LA
I nhan
oustomerdemand  \ £ 1 R it onhand NV D prjected oNoend NV Yot Nembed W oy
total defnaqd at D @ F backordedaquisition
R backordgf aqusition @ )
D fackordeNgauisiton W bacheyger aquisition @
@ @ placed by W
o order pla byR@ order Naed by D
a total backorder F backorder per period
R total backorder R backorder per period Dtotalback order b packorger per period W ofalback order v packorder per period
R target INV

ROP
Witarget INV
Darget INVD ROP

Figure 3.3 The system dynamics model for multi-echelon serial supply chain

There are certain assumptions are made for the modelling and simulation purpose of
the considered a multi-echelon serial supply chain, these are as follows:
Assumptions:
1. Once order placed, it cannot be cancelled and received shipment cannot be returned.
2. Once order placed by lower echelon, it cannot be discarded by upper echelon.
3. The unit variable cost of the product does not depend on the replenishment quantity
i.e. there is no discount in either the unit purchase cost or transportation cost.
Cost factors do not change with time.
5. At time period t, the backorder from t-1 period is given higher priority than the
demand at t.
6. Each echelon has to maintain 99% service level.
Initial condition for the model:
For the simulation purpose following are the initial conditions taken for the planned

model.
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Inventory position at each echelon is equal i.e. 100 units.
Initially there is no backlog.
Initially there is no outstanding order from the lower echelon.

> w N PR

There is no order in transit.

The equation for stock-flow diagram (Figure 3.3) is shown in Appendix 2. There are
various sources of uncertainties which adversely influence on the performance of supply
chain. Among them, uncertainty in demand and supply lead time is two major parameters
having impact of the performance of a supply chain. The target inventory plays major role
in ordering decision activity in (s, S) inventory replenishment policy. Hence, in this study,
in addition to uncertainty in demand and lead time, the modelling parameter - target
inventory is taken as one of the important parameter to examine the behaviour of
considered multi-echelon serial supply chain employed with (s, S) policy. DOE approach
is one of the best approaches to determine the experimental setup to carry out the
experiment or to simulate the models. It also helps in determining the behaviour of
different influencing factor of the system (Montogomory, 2001). Therefore, to examine
the influence of uncertainty in demand, lead time and target inventory on supply chain
performance, different simulation setup are designed to simulate the system dynamics
model (Figure 3.3) based on full factorial design. Increase in rate of uncertainty for the
considered parameter is presented through increasing the standard deviation of the
parameter. In the experimental settings to generate simulation scenarios, each
parameter is considered in three levels - low (L), medium (M) and high (H). Levels values
are based on the variation in parameters. For representing the increasing uncertainty in
lead time between retailer and distributor, the standard deviation of 0.1, 0.2 and 0.3 is
taken representing low, medium and high level of variation respectively as summarized
in Table 3.1. This is same for distributor, wholesaler and manufacturer case.

Table 3.1 Parameters and their levels

LEVELS
Factors Echelons Low (L) Medium (M) High (H)
(Parameters) Standard Standard Standard
mean L mean e Mean e
Deviation deviation Deviation
Retailer 1 0.1 1 0.2 1 0.3
Lead Time Distributor 2 0.2 2 0.4 2 0.6
(in days) Wholesaler 3 0.3 3 0.6 3 0.9
Factory 4 0.4 4 0.8 4 1.2
Demand 20 2 20 4 20 6
(in units)
Target
Inventory ROP+1x demand ROP+2xDemand ROP+3xDemand
(in units)
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Similarly, the parameter - target inventory at low level is sum of ROP and single
period demand and medium and high level is set as summarized in Table 3.1. Mean
demand is 20units and low, medium and high level of uncertainty is represented as
standard deviation of 2, 4, and 6 respectively. There are three parameters - each at three

levels. Hence, twenty seven numbers (33 =27 3Ievelsand3factors) of experimental

scenarios are generated based on full factorial design using software Minitabl16. This is
summarized in Table 3.2. Each row of this column represents the experimental scenario.
Different model parameters are set according to these experimental scenarios and the
model Figure 3.3 is simulated for 104 weeks (2-year) time period. At the end of each run,
different parameters are estimated to study the behaviour of the considered supply
chain. To analyse the warm-up period, the time series plot is plotted for the retailer's
inventory as shown in Figure 3.4. From the figure, it can be observed that first 14-weeks
are under transient phase. Hence, these periods are considered as warm-up period and
discarded from the total simulation runs. The rest periods are considered as steady state
period to estimate different parameters.

J— SRR
1
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Figure 3.4 Time series plot for retailer inventory level

3.5 Results and discussions

The system dynamics model shown in Figure 3.3 is simulated for two-year time
period. Based on the simulation scenarios, the mean and standard deviation of the order
guantity placed by each echelon is estimated at the end of each simulation run
considering steady period as summarized in Table 3.2. The variance of order quantity at
each stage is estimated from each experimental run is plotted to visualize the
amplification of order from one stage to others in Figure 3.5. From the Figure 3.5, it can

be observed that variation in order increases from retailer to wholesaler end for the all
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experimental scenarios. This signifies the existence of BWE within supply chain
whatever may be the scenario.

Table 3.2 Summary of estimated order quantity at different echelon

Experiment _ _ _ Orders Values For Different Echelon

scenario Smulation scenario Retailer Distributor Wholesaler
number

Tme | Demand | o ottry | Mean | ovaton | M | deviaton | M6 | devaon

1 L L L 19.75 14.70 19.62 14.89 19.73 15.07
2 L L M 19.72 25.08 19.96 25.46 20.51 25.66
3 L L H 19.71 31.38 20.25 32.65 21.15 41.88
4 L M L 20.06 15.12 19.94 15.47 20.08 15.55
5 L M M 20.01 25.31 20.26 25.77 20.83 27.22
6 L M H 19.99 31.71 20.55 33.15 21.48 44.86
7 L H L 20.41 15.96 20.33 18.56 20.59 18.46
8 L H M 20.34 25.75 20.61 26.13 21.20 29.53
9 L H H 20.53 31.91 20.53 39.72 21.13 40.14
10 M L L 19.77 14.61 19.65 15.07 19.80 15.33
11 M L M 19.74 25.10 19.99 25.52 20.56 26.51
12 M L H 19.73 31.41 20.27 34.05 21.22 44.55
13 M M L 20.07 15.09 19.97 17.69 20.17 17.58
14 M M M 20.02 25.32 20.30 26.66 20.91 27.39
15 M M H 20.00 31.73 20.56 34.36 21.53 45.53
16 M H L 20.52 31.89 20.71 31.52 21.24 31.56
17 M H M 20.35 25.76 20.63 26.17 21.23 28.09
18 M H H 20.54 31.92 21.13 37.50 33.84 66.43
19 H L L 19.79 14.27 19.69 14.20 19.87 14.33
20 H L M 19.76 25.07 19.66 24.97 20.21 25.16
21 H L H 19.75 31.44 20.31 34.00 20.86 36.35
22 H M L 20.09 15.57 20.01 16.29 20.22 16.17
23 H M M 20.04 25.37 20.34 26.63 20.95 28.35
24 H M H 20.02 31.75 20.60 32.01 26.57 56.25
25 H H L 20.44 16.36 20.38 18.61 20.63 18.51
26 H H M 20.37 25.78 20.68 27.98 21.37 31.36
27 H H H 20.56 31.95 20.58 38.82 33.78 65.83

Similarly, the mean and standard deviation of the inventory level at each echelon is
estimated to present the inventory status as summarised in Table 3.3. The estimated
mean inventory quantity is pictorially shown in Figure 3.6. It can be observed that
inventory quantity held by each stage increases in upward direction as a result of
variation in order. Similarly, from Figure 3.7 it can be observed that variation in inventory

guantity increases in upward direction of the supply chain for all scenarios. In fact, Figure
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3.6 and Figure 3.7 describe the fluctuation in inventory level due to variation in demand,
lead time and change in target inventory quantity.
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Figure 3.5 Order quantity variations at different echelon
Table 3.3 Summary of estimated inventory quantity
. Inventory level at each echelon
Experiment
scenario Retailer Distributor Wholesaler
number N Standard Standard Standard
ean - Mean - Mean L
deviation deviation deviation
1 24.71 15.83 47.83 16.25 52.74 16.97
2 32.60 19.78 84.69 21.20 94.69 21.81
3 42.18 23.04 112.64 34.75 180.90 92.91
4 26.45 15.47 49.46 17.25 54.58 19.41
5 34.29 19.20 85.06 21.35 93.99 23.98
6 43.38 22.77 113.63 35.19 190.58 98.22
7 28.58 16.06 51.58 19.90 67.61 23.46
8 36.19 19.43 86.57 21.83 100.18 36.81
9 45.88 22.65 103.12 40.84 146.13 87.54
10 26.10 15.60 48.96 18.15 57.18 21.19
11 34.06 19.15 85.55 24.24 97.75 27.79
12 43.76 22.54 111.15 36.67 172.56 90.35
13 27.35 16.32 50.33 20.37 63.00 23.36
14 34.97 18.88 86.71 24.83 105.54 33.02
15 44.13 22.51 112.15 36.89 185.00 93.64
16 45.13 22.87 78.03 34.59 99.58 42.31
17 36.92 19.17 88.43 23.15 108.17 42.23
18 46.73 22.48 110.71 39.51 213.83 118.70
19 26.74 15.38 52.04 20.52 58.11 21.60
20 33.90 18.31 53.23 25.55 96.59 29.18
21 44.94 22.53 112.67 38.05 127.85 68.49
22 27.28 16.51 52.44 21.90 62.25 25.25
23 35.88 18.73 89.24 25.38 103.65 37.52
24 45.52 22.48 116.89 34.05 215.56 124.04
25 29.42 16.12 54.86 24.31 67.83 27.09
26 37.99 19.19 89.63 29.24 113.76 44.92
27 47.80 22.63 110.61 42.52 211.95 116.59
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Figure 3.6 Estimated mean inventory level at different echelon
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Figure 3.7 Variance of inventory level at different echelon

The supply chain performance measures such as BWE and total cost are estimated
from each simulation run by applying the Equation 1.1 (in Chapter 1) and Equation 3.10-
Equation 3.11 respectively as summarized in Table 3.4. Unlike, variation in order and
inventory quantity, the total cost incurred at each stage increases in reverse direction i.e.
from wholesaler to the retailer as observed Figure 3.8. This is due to the fact that retailer
is subjected to high backorder quantities, high unit price, and frequency of placing
orders. Figure 3.9 depicts backorder per period for each echelon. Comparatively,

backorder quantity is more in case of retailer than rest of other echelons.
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Table 3.4 Estimated total cost and bullwhip effect at each simulation run

Experiment Target Total cost | Total Total cost Total cost .
Lead . of Bullwhip
number time demand | inventory | of . cpst.of of supply effect
retailer distributor | wholesaler .
chain

1 L L L 58347.50 44814.83 | 32580.63 135742.95 | 1.02
2 L L M 54946.50 | 44204.90 | 31930.10 | 131081.50 | 0.99
3 L L H 53911.55 | 45039.56 | 33897.05 | 132848.16 | 1.58
4 L M L 58996.15 | 45385.45 | 33044.20 | 137425.80 | 1.00
5 L M M 55600.90 | 44758.18 | 32085.88 | 132444.95 | 1.09
6 L M H 54659.15 45624.04 | 34505.00 134788.19 | 1.75
7 L H L 59860.80 | 45801.45 | 33766.58 | 139428.83 | 0.98
8 L H M 56336.60 | 45455.71 | 32543.68 | 134335.99 | 1.24
9 L H H 55841.15 | 44561.70 | 33192.03 | 133594.88 | 0.99
10 M L L 58182.10 | 44980.10 | 32793.78 | 135955.98 | 1.03
11 M L M 54851.30 44300.04 | 31990.95 131142.29 | 1.05
12 M L H 53894.15 | 44898.50 | 33560.45 | 132353.10 | 1.63
13 M M L 59034.60 | 45076.08 | 32783.90 | 136894.58 | 0.98
14 M M M 55525.05 44811.03 | 32579.70 132915.78 | 1.02
15 M M H 54633.50 | 45466.70 | 34549.00 | 134649.20 | 1.68
16 M H L 55838.10 | 44480.06 | 42528.80 | 142846.96 | 0.98
17 M H M 56284.00 45584.79 | 33078.25 134947.04 | 1.12
18 M H H 55862.00 | 46316.33 | 51810.85 | 153989.18 | 1.96
19 H L L 58491.65 | 45523.85 | 33190.48 | 137205.98 | 1.01
20 H L M 54831.90 | 43012.55 | 31665.13 | 129509.58 | 0.99
21 H L H 54040.10 | 45044.53 | 32747.20 | 131831.83 | 1.11
22 H M L 58986.05 | 45506.08 | 33391.05 | 137883.18 | 0.98
23 H M M 55487.80 | 45008.24 | 32492.00 | 132988.04 | 1.10
24 H M H 54663.10 | 45976.04 | 42260.35 | 142899.49 | 2.39
25 H H L 59557.00 | 46281.19 | 33966.55 | 139804.74 | 0.98
26 H H M 56332.15 | 45639.23 | 33043.08 | 135014.45 | 1.22
27 H H H 55995.15 | 45217.71 | 51428.48 | 152641.34 | 1.75
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Figure 3.8 Estimated total cost at different echelon
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Figure 3.9 Estimated backlog at each echelon from the simulation runs

To measure the impact of increasing uncertainty in lead time and demand, and
changes in target inventory level on total cost, analysis of variance (ANOVA) is
performed for the estimated total cost at 5% significance level and the summary is
described in Table 3.5. From this table, it can be observed that the p-Value for demand
and target inventory is less than 0.05. This signifies that uncertainty in these two
parameters (factors) significantly influence on total cost. Although no significant
interaction effect is observed, influence of interaction effect of the factors such as
demand and target inventory may impact moderately on total cost. The main and
interaction plots are shown in Figure 3.10 and Figure 3.11 respectively. From the main
effect plot (Figure 3.10), it can be concluded that total cost can be minimised through
keeping medium target inventory level i.e. (ROP + two period demands) while there is

low variation in demand and lead time.

Table 3.5 Summary of ANOVA for total cost

Source DF Seq SS Adj SS Adj MS F P
Lead time 2 | 51174814 | 51174814 | 25587407 | 1.88 | 0.215
Demand 2 | 270314682 | 270314682 | 135157341 | 9.91 | 0.007
Target inventory 2 | 202673177 | 202673177 | 101336588 | 7.43 | 0.015
Lead time * Demand 4 | 81172908 | 81172908 | 20293227 | 1.49 | 0.293
Lead time * Target inventory | 4 | 74797081 | 74797081 | 18699270 | 1.37 | 0.325
Demand * Target inventory 4 | 107084236 | 107084236 | 26771059 | 1.96 | 0.193
Error 8 | 109101531 | 109101531 | 13637691
Total 26 | 896318429

S =3692.92 R-Sq=87.83%
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Main Effects Plot (data means) for TOTAL SUPPLY CHAIN COST
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Figure 3.10 Individual effect of demand, lead time and target inventory on total cost

Interaction Plot (data means) for Total Supply Chain Cost
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Figure 3.11 Effect of interaction of lead time, demand and target inventory on total cost

Similarly, ANOVA for the response parameter BWE has been performed at 5%
significance level. The resulting ANOVA table is shown in Table 3.6. From the table, the
estimated p-Value for target inventory is less than 0.05 which indicates that it has
significant effect on BWE. No interaction has strong effect on BWE. The main effect and
interaction effect of uncertainty in demand, lead time and the target inventory on BWE
can be pictorially observed from the Figure 3.12 and Figure 3.13 respectively. From the
ANOVA table and interaction plot, it can be observed that interaction of demand and
target inventory has mild influence on BWE. From the main effect plot (Figure 3.12), it
can be observed that BWE can be reduced when the lead time and demand vary with

low value and target inventory is kept at low level i.e. ROP + single period demand.
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Table 3.6. Summary of ANOVA for bullwhip effect

Source DF | SeqSS |AdjSS |AdjMS |F P
Lead time 2 0.05413 | 0.05413 | 0.02707 | 0.40 | 0.680
Demand 2 0.13941 | 0.13941 | 0.06971 | 1.04 | 0.396
Target inventory 2 2.25955 | 2.25955 | 1.12977 | 16.94 | 0.001
Lead time * Demand 4 0.26981 | 0.26981 | 0.06745 | 1.01 | 0.457
Lead time *Target inventory | 4 0.14761 | 0.14761 | 0.03690 | 0.55 | 0.704
Demand *Target inventory 4 10.32050 | 0.32050 | 0.08013 | 1.20 | 0.382
Error 8 0.53478 | 0.53478 | 0.06685

Total 26 | 3.72580

S =0.258549 R-Sq = 85.65%
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Figure 3.12 Individual effect of lead time, demand and target inventory on BWE
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Figure 3.13 Interaction effect of lead time, demand and target inventory on BWE
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From the above analysis, it is observed that uncertainty in demand and inventory
decision parameter target inventory has significant effect on the total cost while the factor
target inventory significantly influence to supress BWE. However, optimum settings for
both the performance measures happen to be different. If it is desired to minimize both
the performance measures simultaneously, then it is required to convert both the
responses into an equivalent single response. To determine the optimal parameter
settings to simultaneously reduce the BWE and total cost, grey relational analysis has
been used in this study. The different steps for grey relational grade outlined in section
3.2.2 are followed to convert the BWE and total cost into an equivalent single response
considering distinguishing coefficient as 0.5 and weighting both the responses equally.
The summary of the grey relational grades analysis is described in Table 3.7.

Table 3.7 Summary of grey relational analysis

Experiment Grey relat.ional Grey rglqtional Grey relational
number generation coefficient grade
Total Cost BWE Total Cost BWE
1 0.745368 0.970077 | 0.662571 | 0.943533 0.803052
2 0.935787 0.99019 0.886189 | 0.980757 0.933473
3 0.863619 0.577081 | 0.785691 | 0.541759 0.663725
4 0.676624 0.979968 | 0.607253 0.96148 0.784366
5 0.880091 0.922408 | 0.806567 | 0.865663 0.836115
6 0.78437 0.452426 | 0.698682 | 0.477293 0.587988
7 0.594801 0.998653 | 0.552361 | 0.997314 0.774838
8 0.802842 0.812308 | 0.717195 0.72707 0.722132
9 0.833116 0.987668 | 0.749753 0.97593 0.862842
10 0.736666 0.962594 | 0.655018 | 0.930396 0.792707
11 0.933304 0.947698 | 0.882306 | 0.905303 0.893804
12 0.883843 0.534912 | 0.811479 | 0.518088 0.664783
13 0.698324 0.998151 0.62369 0.996316 0.810003
14 0.860857 0.965359 | 0.782296 | 0.935206 0.858751
15 0.790047 0.505763 | 0.704269 | 0.502898 0.603584
16 0.455171 0.998118 | 0.478544 | 0.996251 0.737397
17 0.777881 0.897985 | 0.692404 | 0.830545 0.761474
18 1.37E-05 0.306388 | 0.333333 | 0.418897 0.376115
19 0.685604 0.976159 | 0.613948 | 0.954488 0.784218
20 1 0.991082 1 0.982477 0.991238
21 0.905137 0.90255 0.840527 | 0.836891 0.838709
22 0.65794 1 0.593779 1 0.796889
23 0.857906 0.911815 | 0.778699 | 0.850073 0.814386
24 0.453025 0 0.477563 | 0.333333 0.405448
25 0.579445 0.998557 | 0.543147 | 0.997122 0.770135
26 0.775127 0.830443 | 0.689773 | 0.746762 0.718268
27 0.055073 0.45255 0.346035 0.47735 0.411692

To identify the optimal parameter settings that minimises both total cost and BWE,
ANOVA is performed at 5% significance level for the obtained grey relational grade
(Table 3.8). The resultant ANOVA table is described in Table 3.8.
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Table 3.8 Analysis of variance for grey relational grade

Source DF Seq SS | Adj SS AdjMS | F P
Lead time 0.01531 | 0.01531 0.00765 | 0.66 | 0.543
Demand 0.08889 | 0.08889 0.04445 | 3.84 | 0.068
Target inventory 0.27349 | 0.27349 0.13674 | 11.80 | 0.004
Lead time*demand 0.05919 | 0.05919 0.01480 | 1.28 | 0.355
Lead time*target inventory 0.03290 | 0.03290 0.00823 | 0.71 | 0.607
Demand* target inventory 0.04296 | 0.04296 0.01074 | 0.93 | 0.494
Error 0.09267 | 0.09267 0.01158
Total 26 0.60541

S =0.107627 R-Sq = 84.69%

| INNIN

From the table, p-Value of target inventory is found to be less than 0.05. Hence, it is
the most significant parameter for controlling both total cost and BWE. Next, significant
influencing parameter on grey relational grade is uncertainty in demand. From the main
effect plot shown Figure 3.14, it can be observed that best setting for reducing BWE and
total cost is low variation in lead time and demand and medium level of target inventory.
From the analysis, it can be concluded that the BWE and total cost can be
simultaneously reduced when there is low variation in demand and lead time and target
inventory level is kept at medium level (i.e. ROP + two periods demand from immediate
lower echelon). From Table 3.8 and interaction plot (Figure 3.14), it can be observed that
no strong interaction effect exists. But the interaction of lead time and demand has minor

effect on simultaneous minimization of both the responses.
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Figure 3.14 Individual effect of lead time, demand and target inventory on grey relational
grade
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Interaction Plot (data means) for OPTIMIZED RESPONSE

L M H
: : ! ; . L 1.00
LEAD
TIME
o ——1L
LEAD TIME \{’ \ L075 | —m— M
~ \ H
F 250
CUSTOMER
DEMAND
- ——L
CUSTOMER DEMAND \ L075 | —m— M
\ H
\
- loso

TARGET INVENTORY

Figure 3.15 Interaction effect of factor lead time, demand and target inventory on grey
relational grade

3.6 Summary

In this work, a four echelon serial supply chain employed with (s, S) policy is modelled
through the system dynamics approach. Using full factorial design, different scenarios
are generated and the model is simulated to estimate the impact of uncertainty in
demand, lead time and the target inventory on BWE and total cost. Further, from the
statistical analysis, it has been determined that target inventory level has significant
effect on the BWE whereas total cost is affected due to increase in uncertainty in
demand and increase in target inventory level along the supply chain. BWE can be
minimised when there is low variation in demand and lead time and target inventory level
is kept at low level (i.e. ROP + single period demand). Similarly, the total cost can be
minimised while there is low variation in demand and lead time and target inventory kept
at medium level (ROP + two periods demand). An integrated approach of DOE and grey
relational analysis is adopted to minimise the BWE and total cost simultaneously. Both
the performance parameters can be minimised if low variation in demand and lead time
is encountered while target inventory is kept at medium level (i.e. ROP + two periods of
demand). From the study, it can be concluded that target inventory decision is one of the
most important parameter. Hence, proper decision for target inventory along the supply
chain can help in moderating the BWE and total cost under uncertain environment.
However, the methodology is quite generic and simulation of the supply chain in this

work relates to the case study example. The managers can gain insight into real
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applications using the proposed methodology. In future, the study can be extended to
include supply chain network with multiple suppliers and multiple products. The next
chapter analyses the performance of manufacturing supply chain under uncertain

environment.
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CHAPTER 4

PERFORMANCE ANALYSIS OF
MANUFACTURING SUPPLY CHAIN
UNDER UNCERTAINTY



4.1 Introduction

In Chapter 3, performance of the multi-echelon serial supply chain employed with
reorder-point order-up-to-level inventory policy is studied under the influence of
uncertainty in demand and lead time and target inventory, an inventory decision
parameter. Manufacturing system is one of the sub-systems of a supply chain in which
different manufacturing policies such as (i) make-to-stock (MTS), (ii) make-to-order
(MTO), (iii) assemble-to-stock (ATS) and (iv) assemble-to-order (ATO) are adopted to
manufacture a product depending on its type. The classic structure of a manufacturing
system encompasses raw material supplier(s), raw material stock(s), raw material
processing unit(s) and finished goods inventory. In MTO or ATO manufacturing system,
items are manufactured or assembled based on customer demand. In a MTS production
system, a finished goods inventory is maintained to fulfil the market demand based on
forecasted data or production capacity. Similarly, an ATS manufacturing system
combines multiple components into a single product which is stocked in an inventory to
satisfy the customer demand. Therefore, accurate demand forecasting in both MTS and
ATS manufacturing policy is important to achieve high service level whereas order
execution time is important in MTO situation (Silver et al., 1998). Existence of uncertainty
in demand, supply of raw material, production process and machine repair time due to
random occurrence of failure severely affect the finished goods stock and hence, service
level gets affected. Previously, researchers highlight the effect of uncertainty on the
manufacturing/production process (Bera and Sharma, 1999; Williams, 1984). However,
behaviour of supply chain under the influence of various uncertainties has not been
addressed adequately when MTS and ATS manufacturing system is adopted. Hence, in
this chapter, an attempt has been made to analyse the behaviour of MTS and ATS
manufacturing supply chain operating under the stochastic environment using system
dynamics approach.

For this purpose, six different scenarios are generated considering uncertainties in
raw material supply lead time, processing time, machine availability, market demand and
raw material acquisition from the supplier. Based on these generated scenarios, the
stochastic behaviour of the manufacturing supply chain is studied in terms of unfilled
demand (total backlog). The impact of dynamic factors on system behaviour is studied
using design of experiment (DOE) approach. Further, relationship between the backlog

and uncertainty factors is determined for obtaining optimal setting for the system.
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To study the behaviour of ATS manufacturing system under uncertain environment, a
serial ATS system is modelled through the system dynamics approach. Different
simulation scenarios are generated using response surface methodology (RSM)
considering uncertainty in lead time for supply of components, assembly time and repair
time due to occurrence of machine failure. The performance of the simulated model is
measured in terms of backlog and work-in-progress inventory. Further, relationship
between theses response parameters and uncertainty factors are determined to optimise
the system.

4.2 Model description

In MTS and ATS manufacturing system, the demand is fulfiled from the finished
goods inventory. Hence, maintaining high service level (or minimizing backlog situation)
is one of the important parameter. The following paragraph describes the model for MTS
and ATS manufacturing system to analyse the effect of uncertainty in manufacturing
supply chain.

4.2.1 Model description for make-to-stock manufacturing system

A production system based on the make-to-stock (MTS) production policy considered
here is confined to a single product. The basic structure of the production system is
shown in Figure 4.1. The production system is a continuous production system having
three-shift (8x3) working hours. Single raw material is required for its production
operation supplied by a sole supplier. The supplier has limited capacity which is normally
distributed with ~N (20, 1) units. Delay is allied between manufacturer and its raw
material supplier. The delay includes order processing and material shipment delay i.e.
raw material supply lead time is normally distributed ~N (4,1) days. The external
customer demand is probabilistic in nature and it is normally distributed ~N (19, 1) units.
The raw material inventory at manufacturer end is replenished through reorder point
order-up-to level ((s, S) policy) inventory control policy where s is the reorder point (ROP)
and S denotes the target inventory level. The safety stock quantity is estimated through
Equation (3.8) (section 3.3, in Chapter 3) and based on this value, the ROP is estimated
using Equation (3.9) (section 3.3, in Chapter 3). Generally, the target inventory level is a
fixed quantity which is set by the executives of the firm and it can be estimated using

Equation (4.1). The raw material order quantity (Q,) placed by the manufacturer to the

supplier is decided based on the Equation (3.7) (section 3.3, in Chapter 3).
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Figure 4.1. Block diagram of make-to-stock manufacturing system

1: Supplier's raw material inventory 2: Manufacturer's raw material inventory 3: Raw
material processing unit 4: Finished goods inventory RM: Raw material.

Targetinventory( S)=ROP + single period demand (4.2)

To convert raw material into finished product, time taken by the machine is normally
distributed with ~N (32, 4) hrs. The machine has limited capacity is 50 units/day.
However, production runs at normal production rate is 40units/day and the rate may vary
depending on backlog quantity. The desired production rate in a period depends on the
backlog quantity generated from previous period given by Equation (4.2). Raw material
input decision depends on the desired production rate and availability of raw material in
the inventory as given by Equation (4.3). The external market demand for the product is
fulfilled from the finished product inventory. The sales rate depends on the available
finished goods stock and the current demand as described in Equation (4.4). While
machine failure occurs, the raw material remaining at the processing unit is removed
from the machine and taken as input. Time to machine failure and time to repair the
machine follow exponential distribution. While machine failure occurs, the production
delay is the sum of the delay to repair machine time and production delay.

Desired Production Rate = IF (Backlog < 3)THEN(Normal production rate) ELSE
{(IF(Backlog > 3 AND Backlog < 10) THEN (Normal production rate +15% x

4.2)
Normal production rate) ELSE (Normal production rate + 25% x
Normal production rate))}
RM_Input  for Production = Min(Desired Production Rate, RM_INV ) 4.3)
Sales Rate = Min (Finished_| NV, Demand ) (4.4)

4.2.2 Model description for assemble-to-stock manufacturing system

The model considered here is confined to single product, multiple shops and a
continuous production system. The production system is a continuous production system
having three-shift (24x7) working hours. The production process goes through a three

assembly processes in a serial manner where each next process depends on the
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completion of previous process. Each assembling process starts with semi-finished
product from previous stage and a new assembly component. Three different assembly
components/raw materials are used to assemble the product. All three machines have
equal in capacity and limited in nature. The maximum capacity of each machine is 200
lots whereas normal production rate is 150 lots. It is assumed that a lot contains 25 units.
The time taken by each machine to assemble a lot is normally distributed with ~N (5,
0.167) days. Machine failure occurs exponentially with a failure rate of 0.0001. Three raw
materials are supplied from three different external suppliers and each supplier has
limited capacity which varies randomly. A random supply delay is associated between
manufacturing unit and individual raw material supply unit. The lead time between
manufacturer and suppliers to supply assembly components is normally distributed with
~N (5, 0.5) days. Customer demand is normally distributed with ~N (25, 0.5) lots per day
and satisfied from the finished product inventory. Three raw material/assembly
component inventories are maintained. Each raw material inventory is controlled through

(s,S) inventory control policy i.e. reorder-point order-up-to level. The order quantity Q, for

each assembly component is decided using the Equation (3.7) (section 3.3, in Chapter
3). The occurrence of machine failure follows an exponential distribution and it takes
random amount of time to repair the machine. The desired production rate depends on
the product backlog quantity and the normal production rate that can be decided through
Equation (4.5). Similarly, raw material/assembly component input decision depends on
desired production rate and availability of assembly component in stock and decided
through Equation (4.3). Similarly, the sales rate is decided through availability of product
in finished good inventory and the external demand from the customer (Equation (4.4)).
The schematic block diagram of the ATS manufacturing system is shown in Figure 4.2.

Desired Production Rate = IF (Backlog <= 3)THEN (Normal production rate) ELSE
{(IF(Backlog > 3 AND Backlog <= 10) THEN (Normal production rate + 20% x

Normal production rate) ELSE (IF(Backlog > 10 AND backlog <= 20) THEN (4.5)
(Normal production rate + 25% x Normal production rate) ELSE

(Normal production rate + 30% x Normal production rate))}
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4.3 Cuckoo search algorithm

Nature inspired optimization techniques are being adopted these days for solving hard
and complex optimization problems (Rajendran and Ziegler, 2004; Tasgetiren et al.,
2007; Tasgetiren et al., 2011). Recently, a nature inspired algorithm based on the brood
parasitism of cuckoo species is developed known cuckoo search algorithm is one of the
efficient optimization techniques. Cuckoos are charming birds - not only because of the
beautiful sounds they can make but also because of their aggressive reproduction
strategy. The cuckoo species select recently spawned nests of other host bird (mostly
other species) to lay their eggs and remove the existing eggs for increasing the hatching
probability of their eggs. Alternatively, some of the birds fight for this parasitic behavior
of cuckoos and discard the discovered stranger eggs or build their new nest in new
locations. Based on this distinct life style and aggressive reproduction strategy of cuckoo
species, a meta-heuristic algorithm has been developed by Yang (2011). This algorithm
contains a population of nests or eggs. Different steps in cuckoo search are as follows:

Initialize the Cuckoo search algorithm parameters: The different parameters are number
of nests (n), step size parameter(oc), discovering probability (pa) and maximum number

of analysis as stopping criteria.
1. Generate initial nest or eggs of host bird: Initial locations of the nests are determined

by the set of values assigned to each decision variable randomly as:
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0)

nesf.. =X. . +rand(x
l] J,min

jmax %, min ) (4.8)

where, neSfij)) determine the initial value of the j" variable for the i nest, Xj min

and XJ- max &re the minimum and maximum allowable values for the j" variable,

rand is the random number in the interval [0,1].
Generate new cuckoo by Lévy flights: In this step, all the nests except for the best
one so far are replaced by new cuckoo eggs produced with levy fights from their

position as:

nesti(t +1) _ nesti(t) +axSx [nesti(t) - nestg)est] xr (4.9)

where, nestitis the i nest current position, % is the step size parameter which is
considered to be 0.1, S is the Lévy flight vector as in Mantegna’s algorithm, r is a

random number from a standard normal distribution and nest;ges

tis the position of
the best nest so far.

Alien eggs discovery: The alien eggs discovery is performed for all of the eggs using
the probability matrix for each component of each solution. Existing eggs are
replaced considering quality by newly generated ones from their current position by

random walks with step size such as:

S = rand(nests[permute 1[i][j]] - nests[permute 2]i][j]]) (4.10)

nest(t +1)_ nest(t) +step_sizexP (4.11)
B 1 if rand < pa

Pi =10 if rand > pa 4.12)

where permute 1 and permute 2 are different rows permutation function applied to
the nests matrix and P is the probability, pa in the range of [0,1].

Termination Criterion: The generation of new cuckoos and the discovery of the alien
eggs steps are performed alternately until a termination criterion satisfied.

The cuckoo search is one of the popular meta-heuristic optimization technique used in

different field of research for optimization the system parameters (Moravej and Akhlaghi,
2013; Yang and Deb, 2010; 2013; Chandrasekaran and Simon, 2012; Yildiz, 2013;
Burnwal and Deb, 2013). The above described steps are coded using software MATLAB

2013 version.
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4.4 Simulation procedure

To analyse the performance of MTS and ATS manufacturing systems, modelling
based on system dynamics approach has been adopted. The system dynamics is one of
the useful computer aided approaches helps in developing model and studying the
behaviour of a system under the influence of various internal and external factor in a
realistic manner (section 3.2.1, in chapter 3).
4.4.1 Simulation procedure for make-to-stock manufacturing system model

The model as described in Figure 4.1 is modelled through the system dynamics
approach using the software STELLA 0.5 as shown in Figure 4.3. The figure describes
the MTS production system without machine failure. The various symbols and notations
used in the system dynamic models are defined in Table 4.1. Followings are the certain
assumption made to model and simulate the considered MTS manufacturing system
(Figure 4.3).

Target INV opP

€3 3

RM ordef Qty M projected on'hand stock
S RM INV RM supply lepl time MR INV production delay F NV

O LJ UL

agusition rate RM gisgatch rate raw material received

@

total RM dgmand at 5
RM ofder backlog accumulation E\g

€3

Q desired pfoducijon rate

R order backlog per period RM order backlog Qty to satisfied

prod backlog per period prod backlog to satisfied

normal production rate
Figure 4.3 Make-to-stock manufacturing system without machine failure
Assumptions
1. Once the order for raw material is placed by the production unit, it cannot be

discarded by the supplier and it cannot cancelled by the production unit.

2. Once order received at production end, it cannot be returned back.
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The unmet demand is counted as backorder and immediately fulfilled when sufficient
stock is available.

Backorders during previous periods are given higher priority than the current
demand.

Machine setup time is not considered.

Production time is independent of raw material input for production.

During the occurrence of machine failure, the in-process material is removed from
machine and later it is taken as fresh raw material to continue the production
process.

No cost components are considered here.

The raw materials and finished goods are not perishable.

Table 4.1 Notations used in system dynamics model for MTS manufacturing system

1. MRM INV — Manufacturer’'s raw material inventory

2. M project on hand stock — Estimated projected on hand stock for raw material
at manufacturer end

3. ROP - Reorder point for raw material inventory of manufacturer

4. Target INV — Raw material target inventory at manufacturer

5. RM order Qty —Quantity of raw material order by manufacturer

6. S RMINV — Supplier's raw material inventory

7. Acquisition rate — raw material acquisition rate for supplier

8. RM order backlog Qty to satisfied — Total backlog for raw material order that is
to be satisfied by supplier

9. RM backlog accumulation — Accumulation for backlogged raw material

10. RM backlog per period — Amount of raw material backlog in current period

11. RM dispatch rate — Quantity of raw material dispatch from supplier to
manufacturer

12. Raw material received — Raw material received at manufacturer end

13. RM supply lead time — Lead time between raw material supplier and
manufacturer

14. Total RM demand at S — Total raw material demand at supplier end

15. Normal production rate — Normal production rate of manufacturing unit

16. Desired production rate — Total amount of product need to produce

17. Production input — Raw material input for production

18. Occurrence of failure — Occurrence of machine failure

19. Production delay — Time taken by machine to convert raw material into finished
product

20. Production completion rate — Finished product produced per period

21. Delay due to machine failure —Delay in production completion due to machine
failure

22. Leakage — Raw material remove from machine while machine get shut down

23. F INV = inventory for finished product

24. Sales rate — Amount of product sale in a period

25. Total demand of product — Total demand for product

26. Prod backlog per period — Unmet product demand quantity in current period
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27. Prod backlog acquisition — Accumulation product backlog quantity
28. Prod backlog to satisfied — Amount of backlog product to be satisfied
29. Market demand — external market demand

Different scenarios are considered to analyse the sustainability and behaviour of

production system under the different dynamic factors. Six different scenarios have been

generated for comparative study as described below:

Vi.

Scenario 1: Base model
The production system without machine failure is simulated so that performance of
the production system can be compared with the rest of the scenarios. Scenario 1 has

been taken as the base model to compare the rest of the scenarios.

. Scenario 2: Variation in lead time

The time taken by supplier to deliver an order may vary from order to order. The
variation in raw material supply lead time affects the raw material stock level at
manufacturer's end and impacts on production process leading to influence on
finished goods inventory. Scenario 2 describes the effect of increase in variation of
raw material supply lead time on the manufacturer's performance.

Scenario 3: Variation in production delay

The time taken to process a unit of raw material and converting it into finished
product take some amount of time called production delay (processing time). The
variation in processing time affects the finished goods inventory. In this scenario, the
dynamic behaviour of the manufacturing unit is studied under the effect of increasing
variation in production delay.

Scenario 4: Delay due to machine failure

The occurrence of machine failure causes interruption in production process. It
takes a random time to repair the machine and hence, random delay to restart the
production process. Random delay in production operation affects the production rate
and impacts on service level. Here, the performance of production system is studied
under varying the delay due to machine failure.

Scenario 5: Variation in lead time and processing delay

Under this scenario, the performance of the manufacturer is studied under
simultaneously increasing in the variation of both raw material supply lead time and
processing delay.

Scenario 6: Variation in lead time, processing delay and delay due to machine failure
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This scenario describes the behaviour of the production system under the
simultaneous increase in variation of all the three uncertainty factors - raw material
supply lead time, processing delay and delay due to machine failure.

Initial conditions

1. There is no outstanding order for raw material.

There is no raw material in transit.

There is no raw material in processing.

There is no backlog for raw material and product.

S _RM_INV = 200 units, M_RM_INV = 100 units and F INV = 100 units. (S, M, F, RM

o bk 0D

and INV represent supplier, manufacturer, finished product, raw material and finished
goods inventory respectively). The ROP value taken here is 135 units and target
inventory level is set at 154 units.

The equations for the stock-flow diagram (Figure 4.3) are shown in Appendix 3. The
initial condition for supplier’s raw material inventory, manufacturer raw material inventory
and finished goods inventory remains same for all scenarios. The other parameters of
the model like ROP, target inventory, demand and acquisition rate also remain same for
all scenario. The models are simulated for 365 days (lyear) time period. The total
unfilled demand (backlog) quantity is taken as the performance measure and estimated
at the end of each simulation run.

4.4.2 Simulation procedure for assemble-to-stock manufacturing system model

In order to simulate the purposed ATS manufacturing system (Figure 4.2), it is
modelled through system dynamics approach as shown in Figure 4.4. The different
notations for the system dynamics model are described in Table 4.2. In order to simulate
the model (Figure 4.4), certain assumptions and initial conditions are considered as
described in the followings.

Assumptions

i. Once the order placed by manufacturing system, it cannot be discarded by the
supplier nor gets it cancelled.

ii. Once the order for assembly components is received, it cannot be discarded.

iii. Each assembly component is essential to the production process.

iv. Backorders are allowed and is given higher priority than the current demand.

v. Product defects or assembly component defects has not been considered.

vi. No setup time is considered.

vii. No cost components are taken care of.
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Figure 4.4 System dynamics model for assemble-to-stock manufacturing system

Table 4.2 Notations used in system dynamics model for ATS manufacturing system

RML1: raw materiall

RM1 BKLG ACC at S1: Raw materiall backlog accumulations occur at supplierl.
RM1 to satisfy: raw materiall needed to be satisfied in next period.

RM1 BKLG PER PERIOD: raw materiall backlog occurs at each period
TOTAL RM1 Demand at S1: total raw materiall demand at supplierl

S1: target inventory for raw materiall

ROP1.: reorder-point for raw materiall

ORD RML1: order quantity for raw material componentl

PRJ OH STK RML1: projected on-hand stock for raw materiall

10. DSPR1:desired production decision input for machinel

11. NPR1: normal production rate for machinel

12. ASQR1:acquisition rate for machinel

13. S1 INV: supplierl raw material component inventory

14. Dispatchl: raw materiall dispatch from supplierl

15. LT1: raw material supply lead time between supplierl and manufacturing unit
16. RM1 received: raw materiall received at manufacturer inventory

17. RM1 INP: raw material input to machinel

©CoNoO~wNE
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18. PRD delayl: assembly time taken by machinel

19. Lekagel: raw material remove after machine fails

20. Delay due failurel: delay due to the failure of machinel

21. PR1: normal production completion rate

22. PR11: production completion rate after machine failure of machinel
23. WIP1: work-in-process inventoryl

Initial conditions

i. No raw material component in transit.

ii. No product backlog.
iii. No raw material component under process.
iv. No raw material component in WIP inventory.

v. No raw material backlog.
vi. S1_INV = 800 lots, S2_INV = 800 lots, S3_INV = 800 lots, RM1_INV = 800 lots,

RM2_INV = 800 lots, RM3_INV =800 lots, F_INV = 800 lots.

The equations for stock-flow diagram (Figure 4.3) are shown in Appendix 4. To
analyse the performance of the ATS manufacturing system, three different uncertainties
such as lead time, assembly time and delay due to repairing the machine when break
down occurs are considered. To measure the influence of the uncertainty, the standard
deviation of the uncertainties is varied. The uncertainty factors are considered with three
levels (low, medium and high) as described in Table 4.3. A response surface
methodology (RSM) approach is adopted to generate experimental scenarios and
examine the relationship between performance measures and uncertainty factors (Zabeti
et al., 2009; Kansal et al., 2005). Using the Box-Behnken design of RSM, different
experimental scenarios are generated and the model is simulated for 364 days.

Table 4.3 Experimental setting for identified factors level

Factors Level (in days)
Low (L) Medium (M) | High (H)
Lead time (A) 0.5 (-1) 1(0) 1.5(Q)
Assembly delay (B) 0.333 (-1) 0.667 (0) 1(1)
Delay due to machine failure (C) | 0.333 (-1) 0.667 (0) 1(2)

The figures in the bracket indicate coded level for the factor
4.5 Performance analysis of manufacturing system
Following paragraphs contain the performance analysis for MTS and ATS

manufacturing system under uncertain environment.
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4.5.1 Performance analysis of make-to-stock system under uncertain environment
a. Scenario 1: Base model

This scenario has been considered as the benchmark to compare rest of the
scenarios. Under this scenario, production system without machine failure (Figure 4.3) is
simulated for 365 days when lead time is considered as ~N(4,1) days and the processing
time as ~N(32,4) hrs. i.e. ~N (1.33, 0.167) days as described in Table 4.4. Backlog is
estimated at the end of each simulation run. To identify the warm-up period, the finished
goods inventory level is estimated and the time series plot is shown in Figure 4.5. From
the figure, it can be observed that initial 80-periods are under transient phase. Hence,
these periods are removed from the simulation runs considering as warm-up period and
rest of the periods are considered as steady state. The estimated backlog is 379units
considering only the steady state period (from Table 4.4).

&9 1: F INV
1: 200.00
1: 100.00F7 I
R | I N NSNS FOUOURUUUNPHUNRUNS NN SO |
R I AR
: 1 74 146 219 201 364
Page 1 Days
?
Figure 4.5 Time series plot for the finished goods inventory for MTS manufacturing
system
Table 4.4 Estimated values for scenario 1
- Factors . Total Total
Lead time Processing
. o backlog demand
(in days) (time in hours) (in units) (in units)
(mean, std. dev.) (mean, std. dev.)
(4, 1) (32, 4) 379 5377

b. Scenario 2
The backlog quantities are estimated by simulating the base model through
gradually increasing the standard deviation of raw material supply lead time at 10%
from the base model keeping all other parameters constant. The results are

summarized in the Table 4.5. From the table, it can be observed that backlog
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guantity increases as standard deviation (uncertainty) of supply lead time increases
from the base value.
Table 4.5 Estimated backlog from scenario 1 and scenario 2

. Standard deV|at_|on Total backlog Total demand
scenario of supply lead Time (in units) (in units)
(in days)
Scenario 1 1 379
1.1 391
Scenario 2 1.2 485 5377
1.3 510

c. Scenario 3

Under this scenario, the backlog quantities are estimated by simulating the base
model by increasing the standard deviation of processing time at 10% keeping all other
parameters to base model case and the results are summarized in Table 4.6. From the
table, it can be observed that backlog increases with increase in uncertainty in
processing time.

Table 4.6 Estimated values from scenario 1 and scenario 3

Standard deviation Total Total
Scenario of processing time backlog demand
(in days) (in units) (in units)
Scenario 1 0.167 379
0.183 656
Scenario 2 0.200 661 5377
0.217 685

d. Scenario 4

Under this scenario, uncertainty in repair time of machine if a machine fails is
introduced in the base model (Figure 4.3) as shown in Figure 4.6. Equations for the
stock-flow diagram are shown in Appendix 5. The mean failure rate of the machine is
considered as 0.0001. Initially, mean repair time for machine is taken as 8 hours and
then it is increased by 33% (4 hrs.) keeping all other parameters at the base model case.
The estimated backlog quantities from the simulation runs are summarized in Table 4.7.
From the table, it can be observed that the backlog quantity increases with increase in

time taken to repair the machine.
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Figure 4.6 MTS manufacturing system with machine failure

Table 4.7 Estimated values for scenario 4

. Total Total
Mean repair time backlog demand
(in days) (in units) (in units)
0.333 (8hrs) 1605 5377
0.5 (12hrs) 1851 5377
0.667 (16hrs) 2018 5377
0.833 (20hrs) 2307 5377

e. Scenario5

Under this scenario, effect of uncertainties in raw material supply lead time and

processing time on backlog is analysed. For this purpose, standard deviation in lead time

and processing time is varied as shown in Table 4.8. The model shown in Figure 4.3 is

simulated. From the table, it can be observed that backlog increases with increase in

uncertainty in lead time and processing time.

58



Table 4.8 Estimated values from scenario 5

Standard Standard deviation Total Total
Scenario deviation of lead of processing backlog demand
time (in days) time (in days) (in units) (in units)
Scenario 1 1 0.167 379
_ 1.1 0.183 677 5377
Scenario 2 1.2 0.2 709
1.3 0.217 733

f.  Scenario 6
In this scenario, simultaneous effect of uncertainty in lead time, processing time and
repair time on backlog is analysed. For this purpose, the two levels of uncertainty are
considered as shown Table 4.9.
Table 4.9 Levels of factors

Levels
(standard deviation

Factors .
values in days)
Low High
Lead time (LT) 1.1 1.3
Processing time (PT) 0.183 0.217
Repair time (delay due to machine failure) (DMF) 0.5 0.833

Using the factors and their levels, eight different experimental scenarios are
generated through full factorial design as shown in Table 4.10. Parameters are set based
on these scenarios and the system dynamics model (Figure 4.6) is simulated keeping
rest of the parameter at their base level case. The estimated backlog from simulation
runs is summarised in Table 4.10. From table, it can be observed that the backlog
guantity estimated in experiment number 4 and 8 is much higher than other experimental
runs. It signifies that high uncertainty in processing time and delay due to machine failure
cause frequent stock-out situation at finished goods inventory leading to increase in
backlog.

Table 4.10 Estimated values for different experimental scenarios for scenario 6

Lead

Total

Exp. Time Proc_essing time Repair time backlog
No. (in days) (in days) (in days) (in units)
1 1.1 0.183 0.500 2087
2 1.1 0.183 0.833 2174
3 1.1 0.217 0.500 2193
4 1.1 0.217 0.833 2563
5 1.3 0.183 0.500 2171
6 1.3 0.183 0.833 2258
7 1.3 0.217 0.500 2271
8 1.3 0.217 0.833 2642
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To identify the influencing factor on backlog, an analysis of variance (ANOVA) is
conducted (Table 4.11). From the table, it can be observed that uncertainty in lead time,
processing time and delay due to machine failure have significant effect on backlog at
significance level of 0.05. From the main effect plot shown Figure 4.7, it can be identified
that backlog can be reduced when variation in lead time, processing time and machine
repair time is minimized. Similarly, from Table 4.11, it can be observed that interactions
of processing time and delay due to machine failure have strong effect on the backlog at
significance level of 0.05. This can be observed from the interaction plot shown in Figure
4.8.

Table 4.11 Summary of analysis of variance for backlog
Source DF | SeqSS | AdjSS | AdjMS | F P
Lead time 1 13203 13203 | 13203 | 105625 | 0.002
Processing time 1 119805 | 119805 | 119805 | 958441 | 0.001
Delay due to machine failure 1 104653 | 104653 | 104653 | 837225 | 0.001
Lead timex Processing time 1 15 15 15 121 0.058
Lead timex Delay due to machine
failure 1 0 0 0 1 0.5
Processing time xDelay due to
machine failure 1 40186 40186 | 40186 | 321489 | 0.001
Error 1 0 0 0
Total 7 277863

S =0.353553 R-Sg=100.00% R-Sq(adj) = 100.00%

Main Effects Plot (data means) for total backlog

lead time production delay
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Figure 4.7 Main effect plot for backlog estimated from scenario 6
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Interaction Plot (data means) for total backlog

,_
~
=

Lo

- 2600 lead

time
L ] L} +
7 7 L 2400 !

o 7 7 —
lead time vz P { o 2

- 2200

[ 2600 production

delay
—— 1
—n— 2

I 2400
production delay

e

I's
L ]
/
/
/
/

/
v
/’ F 2200

delay due machine failure

Figure 4.8 Interaction effect for estimated backlog from scenario 6
A generalized regression equation is developed to relate input factors with backlog
are shown in Equation (4.13).

Backlog =3059.51+563.011xLT —8519.87xPT —4330.02x DMF — (4.13)
808.824x LT xPT +7.50751xLT xDMF + 250397 x PT x DMF

To obtain the best minimum value for the backlog, the above derived equation is
optimized through the cuckoo search algorithm. Based on the steps described in section
4.3, the parameter settings for optimization are number of nests, n=30, maximum
iteration=1500, pa=0.89 and tolerance value=2087units (minimum backlog value shown
in Table 4.10). Under these parameter settings, the optimal backlog obtained is 1968
units with optimal factorial values of LT=1.1, PT=0.183 and DMF=0.5957. The obtained
optimal backlog (1968 units) is less than minimum value estimated from experimental
scenarios (Table 4.10). The convergence curve for optimizing backlog through cuckoo
search is shown in Figure 4.9. From the figure, it can be observed that optimal minimum

value for backlog is obtained after 600 iterations.
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Figure 4.9 Convergence plot for optimized backlog for MTS manufacturing system

4.5.2 Performance analysis of assemble-to-stock manufacturing system under
uncertain environment

To analyse the performance of ATS manufacturing system under the influence of
uncertainty in lead time, assembly time and repair time, fifteen different experimental
scenarios are generated using experimental setting shown in Table 4.3. The complete
experimental runs are shown in Table 4.12. Figure 4.4 is simulated for 1-year (364days)
time period. To analyse the warm-up period, the finished goods inventory is estimated
and time series plot is shown in Figure 4.10. From the figure, it is identified that initial 90-
periods are under transient phase. Hence, these periods are considered as warm-up
period and eliminated from the total simulation time period. From the simulation runs, the

estimated backlog and WIP values considering the steady state period are summarised

in Table 4.12.
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Table 4.12 Summary of the experimental scenarios generated for Box-Behnken design
and estimated parameters

Design Assembly | Delay due to Product | WIP1 WIP2
points | Lead time (A) | Time (B) | machine failure (C) | Backlog | (in lots) | (In lots)
Coded in depended variable levels (in lots)

1 -1 -1 0 4491 447.369 | 184.404
2 1 -1 0 4691 | 458.369 | 223.404
3 -1 1 0 4857 |481.895 | 313.549
4 1 1 0 4897 | 492.895 | 343.549
5 -1 0 -1 4706 | 432.193 | 216.288
6 1 0 -1 4816 | 452.193 | 206.288
7 -1 0 1 5047 |539.087 | 196.736
8 1 0 1 5447 |589.087 | 206.736
9 0 -1 -1 2711 | 278.004 | 179.468
10 0 1 -1 4681 | 493.433 | 364.672
11 0 -1 1 4564 | 509.933 | 181.319
12 0 1 1 4857 | 504.793 | 341.798
13 0 0 0 5047 |524.227 | 208.172
14 0 0 0 5049 | 642.494 | 211.284
15 0 0 0 5016 | 472.866 | 310.878

The mathematical model obtained from the regression analysis for backlog is

expressed in Equation (4.14). The coefficient of determination (R?) obtained is 90.1%

signifying best fitting of the model.

From the ANOVA, it is found that uncertainty in

assembly time (B), delay due to machine (C) and interaction of these two factors have

significant effect on backlog. Figure 4.11 describe simultaneous effect of assembly time

(B) and delay due to machine (C) on backlog.

Backlog = —574.055-1864.07x A +105329 x B + 6684.53x C + 960.833x A’

—5039.83xB? —261226xC* —239.88x A xB + 434.783x A x C — 3769.48 xBx C
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Figure 4.11 Surface plot of backlog vs. delay due machine failure and assembly time
Similarly, the estimated regression model for WIP1 is shown in Equation (4.15). The

R’value obtained is 80.1% signifying good fitting of the model. From the ANOVA, it is
found that factor C has significant effect on the WIP1 inventory at significance level of
0.05. Interactions do not have strong effect on the WIP1. Figure 4.12 indicates that WIP1
increases rapidly with increase in assembly time. However, it increases slowly with

increase in delay due to machine failure.

WIPI = 546.529+11.500x A + 34.918xB + 60.885x C —9.899x A2 — 66.498x B

(4.15)
—33.490xC? +7.5x AxC —55.142xBx C
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1
300 4

0
1 delay due m/c failure

0 o
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Figure 4.12 Surface plot of WIP1 vs. assembly time and delay due to machine failure

Similarly, the estimated regression model or WIP2 is shown in Equation (4.18) and

estimated R?value is 86.5%. From ANOVA, it is found that factor B has significant effect
on the WIP2 whereas no interaction has strong effect on WIP2. Increase in uncertainty in

assembly time (B) leads to increase in WIP2 level as shown in surface plot Figure 4.13.
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WIP2 = 243.445+8.625x A + 74.372xB = 5.016xC —18.760x A? + 41.542x B?

(4.16)
—18.173xC? =2.250x AxB+5.0xAxC—-6.181xBxC
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Figure 4.13 Surface plot of WIP2 vs. lead time and assembly time
4.6 Summary

The performance of MTS and ATS manufacturing system is analysed under the
influence of uncertainty in lead time, processing time/assembly time and repair time. For
this purpose, the MTS production system employed with (s, S) is modelled through
system dynamics approach. The performance of the system is analysed in terms of
backlog under the influence of considered uncertainties and found that increase in
uncertainty in lead time, processing time and delay due to the machine failure have
significant effect on backlog. However, simultaneous increase in production delay and
delay due to machine failure exhibits higher influence on backlog. Further, the cuckoo
search optimization technique is applied to determine the optimal parameter settings to
reduce the backlog.

Similarly, an ATS manufacturing is modelled through system dynamics approach.
Different scenarios are generated using RSM methodology considering uncertainty in
lead time, assembly time and delay due to machine failure. The impact of uncertainties
on backlog and WIP is investigated through RSM analysis. From the analysis, it is
observed that assembly time and delay due to machine failure has significant effect on
backlog whereas assembly time has significant effect on the WIP2 and delay due to
machine failure has significant effect on the WIP1. Further, relationship between
uncertainty and performance measures is derived and represented through empirical
equation. These equations may help the practitioners in predicting performance
measures when uncertainty in various model variables is known. The next chapter deals

with study on managing uncertainties through adopting strategic plan.
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CHAPTER 5

MANAGING SUPPLY UNCERTAINTY
IN MANUFACTURING
SUPPLY CHAIN



5.1 Introduction

Previously, many researchers have identified the significance of analysing the
uncertainties in the context of supply chain management using various modelling
approaches (Petrovic et al., 1998; 1999; Petrovic, 2001; Mahnam et al., 2009; Wang and
Shu, 2005; Xie et al., 2006; Vorst and Beulens, 2002; Prater, 2005; Koh and Tan, 2005).
The manufacturing unit is one of the important subsystems of a supply chain getting
severely affected due to uncertainties associated along the supply chain typically when it
operates on a MTS policy (Bera and Sharma, 1999; Williams, 1984; Silver et al., 1998).
Studies have been carried out to propose mathematical models for economic
manufacturing quantity (EMQ) considering random machine failure (Groenevelt et al.,
1992a; Groenevelt et al.,, 1992b; Chakraborty et al., 2008). However, it is difficult to
analyse mathematically even a simple two stage supply chain when many kinds of
uncertainties act upon a system. Therefore, simulation approaches like system dynamics
modelling is a viable method for analysing complex systems. Recently, researchers have
applied this approach to analyse the behaviour of complex supply chains (Vlachos et al.,
2007; de Souza et al., 2000; Ge et al., 2004; Owens et al., 2002; Hwarng and Xie , 2008;
Campuzano et al., 2010; Hussain and Drake, 2011; Helo, 2010).

Helo (2010) has modelled a two level supply chain capable of manufacturing multiple
products operating under make-to-order (MTO) policy using system dynamics approach
to study the relationship between capacity utilization with lead time and demand
variation. Ozbayrak et al. (2007) have adopted system dynamics approach to analyse
the behaviour of four level supply chains operating with MTO policy through different
scenarios considering uncertainties in demand, production time, manufacturing reliability,
supplier reliability and information sharing. Different strategic plans are considered to
tackle different issues in supply chain. Huang et al. (2012) have studied the impact of
backup strategy on supply disruption for a supply chain with one retailer and two
independent suppliers (major and backup supplier) through the SDM approach.
Georgiadis et al. (2005) have adopted system dynamics tool for proposing a framework
to tackle the strategic issues in food supply chain. Ramasesh (1991) has proposed dual
sourcing strategy to minimize the inventory holding cost under uncertain lead time.

However, limited number of studies focus on analysing the performance of two stage
supply chain operating with MTS policy under the influence of various uncertainties in
demand, raw material supply quantity, lead time, random occurrence of machine failure,

processing time and repair time. Therefore, a simulation modelling framework is
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proposed in this chapter to analyse the performance measures of the MTS
manufacturing system expressed in terms of system outputs such as work-in-progress
(WIP) inventory, backlog and raw material shortage under the influence of various
uncertainties like demand, lead time, processing time, delay due to machine failure,
acquisition rate of the supplier and random occurrence of machine failure. The model is
confined to a single product processed through two machines and raw materials supplied
from an external suppliers. Further, a backup supply strategy is suggested to improve the
service level at manufacturer end by enhancing the service level at the raw material
supplier end under the uncertain environment.
5.2 Model description

In MTS manufacturing system, a finished goods stock is maintained in anticipation to
meet the fluctuations in customer requirements. The schematic block diagram of a serial
manufacturing supply chain confined to a single product is depicted in Figure 5.1. For the
analysis purpose, a gear manufacturing process has been considered in this study.
Gears are manufactured through hobbing process. The production system consists of
two processes - hobbing and finishing. Two machines are involved in production process
having equal and limited capacity. The production system is a continuous process
(24x7hrs). Three types of inventories such as raw material (blanks), work-in-progress
(WIP) and finished goods inventory are maintained in the production process. The
demand for gears is probabilistic in nature and satisfied from finished goods inventory.
The raw material (RM) is supplied from a single external supplier. The raw material
inventory is replenished through reorder-point, order-up-to-level inventory control policy

i.e. (s, S) inventory control policy. The replenishment quantity Q,is decided based on the

Equation 3.6 and Equation 3.7 (section 3.3, in Chapter 3).

RM acquisition RM mpu.t Semi- RM mpqt
to Machine 1 . to Machine 2
rate finished
RM order p
___________ product
VA =57\ 5 > .
RM 2
Finished
Goods
Order
Market >
<
Demand Supply

Figure 5.1 Serial manufacturing supply chain
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1: Supplier's raw material inventory

2: Manufacturer’s raw material inventory
3: Machine 1

4: WIP inventory

5: Machine 2

6: Finished goods inventory

RM: Raw material

The dotted lines represent flow of information for order and solid line represents the
flow of raw material/goods.

Data related to demand, supply lead time, machine break down and repair time are
collected from the past records of the manufacturer. Statistical analysis of data leads to
(i) demand is normally distributed with ~N (27, 1) in lots per day (ii) supplier's lead time is
normally distributed with ~N(5,1) in days (iii) processing time in both the machines is
equal and normally distributed with ~N (5,1) in days (iv) raw material acquisition rate of
the supplier is normally distributed with ~N(26,1) lots per day (v) failure of machine
occurs exponentially with a rate of 0.0001 failures per day (vi) repair time for each
machine is exponentially distributed with ~Exp(20hrs).

The demand for gears is normally distributed with ~N (27, 1) lots per day is satisfied
from the finished goods stock. Any unfilled demand is considered as backlog and fulfilled
when sufficient stock becomes available. The total demand at time period t is sum of
current demand and backlog from previous period (t-1). The sales rate at time period t
depends on finished goods stock and total demand as described in Equation (5.1).

Sales rate =Min (Finished_| NV, Total demand ) (5.1)

The finished goods stock level depends on the production rate. There are two
machines involved in the production process. Both the machines have equal processing
time and normally distributed with ~N (5, 1) in days. The normal production rate of the
machines is 150 lots and the maximum production rate is 200 lots. The production
decision depends on backlog generated from previous periods. Hence, production rate
get fluctuated between normal production rate and maximum production rate. If backlog
from t-1 period is less than or equal to 5 lots then the production is run with normal
production rate. While backlog is more than 5 lots and less than 10 lots, the production
rate increases with 10%. Similarly, the production rate is increased by 20% or 30%
based on the generated backlog from previous period as descried in Equation (5.2). The
production process may get interrupted due to occurrence of failure. The machine failure
occurs exponentially with a rate of 0.0001 failures per day. The repair time for each

machine is exponentially distributed with ~Exp (20 hrs). The raw material input for
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production is decided based on the availability of raw material quantity and the desired
production rate estimated through the Equation (5.3). The raw material inventory at the
manufacturer end is replenished through reorder-point order-up-to level i.e. (s, S) policy.
While the raw material inventory position falls below the re-order point (s) i.e. 200 lots, an
order of Q, is placed to the external supplier. The supplier has limited capacity and its

acquisition rate is normally distributed with ~N (26, 1) lots per day.

Desired production rate = IF (Backlog <= 5)THEN (Normal production rate)

ELSE {(IF(Backlog >5 AND Backlog < 10)THEN (Normal production rate +10% x
Normal production rate) ELSE (IF (Backlog >= 10 AND Backlog <= 25) THEN (5.2)
(Normal production rate + 20% x Normal production rate) ELSE

(Normal production rate + 30% x Normal ptoduction rate )))}

RMinput for production = Min (Desired production rate, RM_INV ) (5.3)
5.3 The simulation procedure
The system shown in Figure 5.1 is modelled through system dynamics approach
using the software STELLA 5.0 as shown in Figure 5.2. This figure describes the two
stage MTS manufacturing supply chain without backup supply. Different notations for the
system dynamics model are defined in Table 5.1. For modelling and simulation purpose,
certain assumptions and initial conditions are considered as described below.
Assumptions:
1) Backorders are allowed. Backorder keeps higher priority than the current demand.
2) Occurrence of failure is not consecutive for same machine.
3) Both machines do not fail simultaneously.
4) Machine setup time is not considered.
Initial conditions:
1) No raw material under processing in machine 1 and machine 2.
2) No raw material order in transit.
3) No material in work-in-progress inventory.
4) No backlog at manufacturer’s end.
5) No backlog at supplier’s end.
6) No shortage of raw material at the manufacturing unit.
7) S INV =600 lots, M RM INV = 600 lots, F INV = 700 lots, ROP = 200 lots, M RM
TINV = 350 lots (S INV: supplier inventory, M RM INV: manufacturer raw material
inventory; F INV: finished goods inventory; ROP: reorder-point, M RM: manufacturer

raw material inventory and TINV: target inventory).
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Figure 5.2 System dynamics model for serial manufacturing supply chain without backup

supplier

Table 5.1 Notations

CoNo~wNE

16.

17.
18.

SAR: Supplier's acquisition rate

S INV: Supplier's raw material inventory

RM dispatch rate: Raw material dispatch rate of supplier

RM order BAKLG: Raw material order backlog at supplier end

M RM order: Manufacturer raw material order quantity

M RM Target INV: Target inventory of manufacturer

M RM ROPI : Reorder-point of manufacturer’'s raw material inventory
RM shortage: Raw material shortage at manufacturer’s end

M POHS: Manufacturer’s on-hand stock

. RM in transit : Raw material in transit

. RM received : Raw material received at manufacturer’s end

. M RM INV: Raw material inventory level of manufacturer

. RMinput 1: Raw material input to machine 1

. PD 1 and PD 2: Raw material processing delay at machine 1 and machine 2

. Leakage land leakage 2: Raw material removal rate from machinel and machine 2

respectively when the machine fails

Delay DMF 1 and delay DMF 1: Delay due to failure at machinel and machine2
respectively.

CR 1 and CR 2: Production completion rate of machine 1and machine 2 respectively
CR 11 and CR 22: Production completion rate after the occurrence of failure at
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machine 1 and machine 2 respectively

19. NPR l1and NPR 2: Normal production rate of machine 1 and machine2

20. WIP: Work-in-progress inventory

21. MDPR 1 and MDPR 2: Desired production volume for machine 1 and machine 2

22. RM input 2: Material input from WIP to machine 2

23. Occurrence of failure 1 and failure 2: Time of failure for machine 1 and machine 2

24. F INV: Finished product inventory

25. M SR: Sales rate

26. PRD: Demand

27. T PRD: Total demand

28. PRD BPR: Backlog per period

29. PRD BPA: Backlog accumulated per period

30. PRD BTS: Amount of backlog to satisfy

31. M RM order to S: Order placed by manufacturer to major supplier

32. M RM required : Total raw material requirement at manufacturer’s end

33. RMin transit 1and RM in transit 2 : Raw order in transit while supplied by major
supplier and backup supplier respectively

34. BS INV: Inventory at backup supplier

35. BS AR: Backup supplier’s acquisition rate.

36. BS dispatch: Dispatch rate of backup supplier

37. RMR FRM BS : Raw material received from backup supplier

Equations for the system dynamics model shown in Figure 5.2 are presented in
Appendix 6. To analyse the behaviour of MTS manufacturing system under uncertainty,
uncertainty in demand, raw material supply lead time, supplier's acquisition rate,
processing time, occurrence of machine failure and time taken to repair the machine are
considered. To analyse the effect of above described uncertainties on the performance
of MTS manufacturing supply chain, the system dynamics model (Figure 5.2) is
simulated for one year (364 days) time period. To determine the warm-up period, the
time series plot for finished goods inventory is analysed (Figure 5.3). From the figure, it
can be observed that initial 119-periods can be considered as warm-up period.
Therefore, data from simulation is collected under steady state condition. In order to
examine the effect of uncertainty on manufacturing supply chain, performance
parameters such as backlog, raw material shortage at manufacturer's end and supplier’s
end, and work-in-progress (WIP) are estimated at the end of each simulation run during

steady state period.
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Figure 5.3 Time series plot for finished goods inventory

5.4 Results and discussions

To analyse the performance of MTS manufacturing system under the influence of
uncertainty, different cases are considered here.
1. Base case

In order to set a benchmark for making comparative study, the system dynamics
model (Figure 5.2) is simulated considering the demand ~N (27, 1), supplier’s lead time
~N (5, 1), processing time for both machines ~ N (5, 1) and supplier's acquisition rate ~N
(26, 1) with initial parameter settings as described in section 5.3. The different output
parameters are estimated from the simulation runs during steady state period is
described in Table 5.2. The service level at the manufacturing end is estimated using
Equation (1.1) (in Chapter 1).

Table 5.2 Estimated performance measures for base case

Demand Backlog Average | Raw material Raw material Service
(in lots) (in lots) WIP backlog at shortage at level
inventory | supplier's end manufacturer’s (%)
(in lots) (in lots) end
(in lots)
6639 3605 97.629 0 185 46

2. Uncertainty in demand

To analyse the effect of uncertainty in demand on the performance of considered
system, the system dynamics model shown in Figure 5.2 is simulated by gradually
increasing the standard deviation of demand with 4, 5 and 6 lots per day keeping rest of
the parameters at base case level. The estimated values of parameters from the

simulation runs are described in the Table 5.3.
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Table 5.3 Summary of the estimated values by increasing standard deviation of demand

Standard Backlog .
- Average Raw material .
deviation Demand Backlog at’ WIP at_ , shortage at Service
of . manufacturer's | . supplier’s , level
(in lots) : inventory manufacturer’s
demand end (in lots) (i lots) end end (in lots) (%)
(in lots) (in lots)
4 6699 3931 94.873 0 185 41
5 6727 4266 152.155 0 195 37
6 6751 4493 152.094 0 200 33

From Table 5.3, it can be observed that increase in uncertainty in demand leads to
increase in backlog at manufacturer's end. In fact, increase in demand uncertainty
affects the finished goods inventory leading to stock-out situation. As a result, backlog
gets increased causing decrease in service level. At base case, the service level is 46%
whereas service level is gradually decreased to 41%, 37% and 33% as standard
deviation of demand increases to 4, 5, 6 respectively (from Table 5.3). Equation (5.2) is
used to find out production quantity needed as a function of backlog. As backlog
increases, production quantity increases leading to increase of average WIP at shop
floor. Demand variation also leads to increase in raw material shortage at manufacturer’'s
end.

3. Uncertainty in supply lead time

To analyse the effect of uncertainty in raw material supply lead time, the model shown
in Figure 5.2 is simulated by gradually increasing the standard deviation of supply lead
time (supplier unreliability) at 10%, 50% and 60% (i.e. 1.1, 1.5, 1.6 in days) from the
original standard deviation value as described in base case keeping all other parameters
at their base case level. From the simulation runs, different performance measures are
estimated as presented in Table 5.4. It can be observed that the service level gradually
falls (38%, 35% and 34%) due to gradually increasing uncertainty in lead time.

Table 5.4 Summary of the estimated values by increasing standard deviation of lead time

Standard | Demand Backlog at Average | Backlog Raw material | Service

deviation (inlots) | manufacturer's WIP at shortage at level
of end (in lots) inventory | supplier's | manufacturer's (%)

supplier’s (in lots) end end (in lots)

lead time (in lots)

(in days)
1.1 6639 4083 122.359 0 170 38
15 6639 4306 124.310 0 195 35
1.6 6639 4353 121.747 0 240 34

4. Uncertainty in supplier’s acquisition rate
To analyse the effect of uncertainty in supplier’'s acquisition rate on the performance

of manufacturing supply chain, the mean value of supplier’s acquisition rate is decreased
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by 4% (i.e. 24, 23, 22 and 21days) from its base value in a sequential manner and the
model shown in Figure 5.2 is simulated keeping other parameters at base case level.
The different parameters are estimated from the simulation runs are presented in Table
5.5. Decrease in mean acquisition rate leads to increase in raw material shortage at the
supplier's end and insufficient quantity of raw material is supplied to manufacturer.
Therefore, the raw material orders get backlogged at supplier’s end. This leads to
increase in raw material shortage at the manufacturer’s end. Hence, there is decrease in
WIP as shown in Table 5.5. As the production rate is adversely affected, there is
increase in backlog at manufacture’s end. Hence, service level is adversely affected as
evident from Table 5.5.
Table 5.5 Summary of the estimated values by decreasing supplier's acquisition rate

Mean value | Demand Backlog at Average | Backlog Raw material | Service
for supplier's | (inlots) | manufacturers |  WIP at shortage at level
acquisition end inventory | supplier's | manufacturers | (in %)
(in Icr)?:/a day) (in lots) (in lots) . end end (in lots)
(in lots)
24 6639 3717 95.073 0 200 44
23 6639 4252 92.367 5471 388 36
22 6639 5072 90.376 11093 1192 24
21 6639 5755 84.698 22975 1604 13

5. Processing time variation of machine 1 and machine 2

To study the effect of increase in production uncertainty due to machine (machine 1
and machine 2), the standard deviation of material processing time is gradually
increased with 10%, 50% and 60% from the base case value and the model in Figure 5.2
is simulated keeping other parameters at base case level. The estimated performance
measures from the simulation runs are described in the Tables 5.6 and Table 5.7.

Table 5.6 Summary of the estimated values by varying processing time of machine 1

Standard
deviation of Backlog Backlog at | Raw material .
. Average e Service
processing Demand at WIP Supplier’s shortage at level
time (in lots) manufacturer’s (in lots) end manufacturer (in %)
of machine 1 end (in lots) (in lots) end (in lots)
(in days)
1.1 6639 3845 99.416 0 160 42
1.5 6639 4385 144.988 0 280 34
1.6 6639 4776 149.800 0 460 28

Increase in uncertainty in processing time affects the production rate leading to
stock-out at finished goods inventory and hence, backlog increases at the manufacturer’s
end. Therefore, service level is decreased as shown in Table 5.6. From the Table 5.6, it

can be observed that increase in backlog causes increase in total demand and this
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ultimately increases the raw material input as evident from Equation (5.2) and Equation

(5.3). Increase in raw material input causes increase in raw material shortage at the

manufacturer's end. The WIP inventory level is severely affected by processing time of

machine 2 due to blocking effect. Due to increase in variation in processing time of

machine 2, the finished goods inventory gets affected leading to occurrence of stock-out

situation. This leads increase in backlog and decrease in service level as shown in Table

5.7.
Table 5.7 Summary of the estimated values by varying the processing time of machine 2
Standard Demand Backlog Average | Backlog at | Raw material | Service
deviation of | (in lots) at WIP supplier's shortage at level
processing manufacturer’s | inventory end manufacturer's | (in %)
of mgrgheine ) (in lots) (inlots) | (nlots) | end (inlots)
(in days)
1.1 6639 3893 130.65 0 145 41
1.3 6639 4391 127.91 0 185 34
1.5 6639 4515 160.60 0 195 32

6. Repair time variation of machine 1 and machine 2

For determining the effect of uncertainty in machine repair time on the performance of

manufacturing supply chain, the standard deviation of repair time of machine 1 and

machine 2 is increased by 24 hrs. 36 hrs. and 40 hrs. and the model in Figure 5.2 is

simulated keeping all other parameters at their base case level. The estimated values

are described in Table 5.8 and Table 5.9.

Table 5.8 Summary of the estimated values by varying the repair time for machine 1

Standard Demand Backlog Average Backlog Raw material | Service
deviation of | (in lots) at WIP at shortage at level
repair time of manufacturer’'s | inventory | supplier's | manufacturer’'s | (in %)

machine 1 end (in lots) (in lots) end end (in lots)
(in hrs) (in lots)
24 6639 3717 95.29 0 200 44
36 6639 3891 129.64 0 200 41
40 6639 4597 116.40 0 185 31

Table 5.9 Summary of the estimated values by varying the repair time for machine 2

Standard Demand Backlog Average | backlog at Raw material | Service
deviation of (in lots) at WIP Supplier’s shortage at Level
repair time of manufacturer’'s | (in lots) end Manufacturer's | (in %)
machine 2 end (in lots) end (in lots)
(in hrs) (in lots)
24 6639 4083 122.36 0 170 38
36 6639 4221 150.08 0 145 36
40 6639 4822 144.27 0 160 27
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From Tables 5.8 and Table 5.9, it can be observed that backlog at manufacturer's end
increases with increase in repair time as the production process is stopped for the
duration from the time of occurrence machine failure till it gets repaired. Increase in
backlog causes decrease in service level.

From the above study, it is found that the performance of MTS manufacturing system
is severely influenced by demand variation, unreliable machine and unreliable supplier.
However, variability in demand and machine unreliability is vital uncontrollable
parameters. Although it is difficult to achieve the zero failures, frequency and time of
occurrence of failure can be managed to some extent through an effective engineering
and maintenance strategy. The product demand depends on the external customer
demand and is an uncontrollable parameter. This can be controlled through a good
forecasting technique. The above analysis also highlights that supplier reliability is vital
for improving the performance of supply chain. The backlog estimated considering
uncertainty in supplier’s acquisition rate is higher than backlog estimated considering any
other uncertainty factors. Uncertainty in raw material supply to manufacturing system can
be avoided through adopting a backup supply strategy for raw materials and information
sharing system to minimize shortage of raw materials at manufacturer’'s end. In other
words, it is vital to have high service level at the supplier's end in order to achieve high
service level at customer level. In order to incorporate these two conditions in the
existing system, the model shown in Figure 5.2 is extended with a backup supplier as
shown in Figure 5.4 and the equations are shown in Appendix 7.

In the above model (Figure 5.4), the information sharing is adopted to keep the
information on supplier’s inventory status by the manufacturer. The aim is to keep 90%
lots of total raw material required for the period so the production process runs smoothly
and service level can be improved under uncertain environment. When the major
supplier is unable to fulfil 90% lots of raw material order placed by the manufacturer, the
complete order is shifted to the backup supplier. Although backup supplier has enough
capacity, manufacturer cannot place each order to backup supplier due to fact that unit
cost of the raw material is higher in case of the backup supplier than the major supplier.
To study the performance of the MTS manufacturing system with backup supply strategy
under major supplier’s acquisition uncertainty, the model Figure 5.4 is simulated for 364
days.
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Figure 5.4 System dynamics model for MTS manufacturing system with backup supply

For the simulation purpose, certain assumptions have been made including all the
assumptions described in section 5.3 as follows:

1) Backup supplier has infinite capacity.

2) The inventory status of major supplier is shared with the manufacturer.

3) In the perspective of maintaining 90% lots at manufacturer’'s raw material inventory,
it places complete order to backup supplier while the major supplier is not capable to
meet the 90% of the total order quantity.

The model shown in Figure 5.4 is simulated by decreasing the mean acquisition rate
of the major supplier with 23 lots/day, 22 lots/day and 21 lots/day keeping all other
parameters at base case level and the estimated backlog quantities are described in
Table 5.10. From Table 5.10, it can be observed that the estimated backlog with backup
supplier is comparatively less than the backlog estimated without backup supplier.
Hence, it can be concluded that manufacturer’s service level can be improved with
backup supplier under the raw material supply uncertainty. The service level estimated
from base level (Table 5.2) is 46% which is lower than the service level achieved through
backup supply strategy. From this analysis, it can be concluded that high service level at

the high end of supply chain is required to achieve high service level at customer end.
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Table 5.10 Estimated backlogs with and without backup supply environment

Mean Demand Estimated Estimated Service level
acquisition rate | (in lots) backlog at Backlog at (in %)
of manufacturer's | manufacturer’s
supplier end with backup end without
(in lots/day) supply strategy backup supply
(in lots) strategy With Without
backup backup
supply supply
strategy strategy
23 6639 3207 4252 51.69 35.95
22 6639 3243 5072 51.15 23.60
21 6639 3583 5755 46.03 13.31
5.5 Summary

A simulation modelling framework using system dynamics approach is proposed to
examine the performance of the MTS manufacturing system under the influence of
different uncertainties such as processing time, machine failure, supplier's acquisition
rate, demand and raw material supply lead time. The performance of the manufacturing
system is analysed through estimating various performance measures such as WIP
inventory, raw material shortage and backlog. The effect of each kind of uncertainty on
performance measures has been studied. From the analysis, it is found that increase in
demand uncertainty affects the performance measures like finished goods inventory,
WIP level and raw material inventory. Uncertainty in raw material supply lead time leads
to stock-out at manufacturer’'s end and all interrelated measures like raw material input,
production rate and finished goods inventory are affected. This ultimately results in
increase of backlog. Processing time variability, one of the other issues, causes adverse
effect on WIP level and the finished goods inventory and ultimately on service level. Due
to random occurrence of machine failure, uncertain amount of time is required to repair
the machine. Machine failures cause adverse effect on WIP and finished goods
inventory. It has been found from the study that uncertainty in supplier's raw material
acquisition rate has strong impact on the performance measures because uncertainty at
higher level propagates to lower end. Variations in acquisition rate of the supplier causes
stock-out at supplier's raw material inventory and manufacturer’'s raw material inventory
gets reduced. As the raw material input to production process gets affected, there is a
decrease in the WIP level and production rate. Decrease in production rate causes
depletion in finished goods inventory leading to decrease in service level. In this way, the
adverse effect of uncertainty at single entity propagates to other interrelated entities

existing within the manufacturing supply chain. Uncertainty in demand, processing time,
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repair time and supply lead time are difficult to control but effective management and
engineering practices can reduce the variations. However, supplier capacity is a
convenient controllable parameter to improve the performance of MTS manufacturing
system under uncertain situation. From the study, it is found that uncertainty in supplier's
capacity causes high degradation in supplier's service level ultimately reflecting on
degradation of service level at customer. However, it has been demonstrated that service
level at customer’s end can be improved through a strategic backup plan for raw material
supply. The study proposes a system dynamic approach which can be modified by the
managers to generate if-then scenarios to get insight into the operational behaviour of
supply chains. Many policies and strategies can be tested to improve the service level at
customer’s end. However, a simple two machine serial manufacturing system dealing
with only one kind of product is simulated in this work. The work can be extended to deal
with a complex manufacturing system with multiple machines and dealing with variety of
products. The model can be further improved by incorporating products requiring more
than one raw material and seeking multiple sourcing options. Although there are various
adverse effect of uncertainties on supply chain performance, bullwhip effect and net-
stock amplification happens to be two major adverse effects. The next chapter deals with

proposed forecasting models to reduce bullwhip effect and net-stock amplification.
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CHAPTER 6

IMPROVED FORECASTING MODEL
TO DEAL WITH BULLWHIP EFFECT
AND

NET-STOCK AMPLIFICATION



6.1 Introduction

In previous chapters (Chapter 3 and Chapter 4), the adverse effect of uncertainty in
demand, raw material supply lead time and quantity and manufacturing process on the
performance of supply chain has been discussed. In Chapter 5, a strategic plan is
proposed to cope up the adverse effect of uncertainty in raw material supplied from the
supplier. In section 2.6 (Chapter 2), it has been discussed that bullwhip effect (BWE) is
one of the negative influences of uncertainties in supply chain. It leads increase in
different cost component such as manufacturing cost, inventory holding cost,
transportation cost, shipping and receiving cost giving rise to increase in total cost and
replenishment lead time and decrease in fill rate and profitability (Chopra et al., 2006).
Therefore, it is necessary to pay proper attention to reduce/eliminate BWE. According to
Lee et al. (1997a), there are five major causes attributed to BWE such as demand
forecasting, order batching, price fluctuations, supply shortages and non-zero lead-time.
Inaccurate forecasting of demand leads to inaccurate estimation of order. It causes
amplification of order with respect to variation in demand (BWE). Hence, demand
forecasting is one of the essential tasks in the area of supply chain. Typically, demand
follows a time series pattern. Therefore, different time series forecasting models like
autoregressive (AR) (Luong, 2007; Luong and Phien, 2007), moving average (MA)
(Chen et al., 2000a; Hong and Ping, 2007; Ma et al., 2013), exponential moving average
(EMA) (Chen et al., 2000b), exponentially weighted moving average (EWMA) (Hong and
Ping, 2007) autoregressive moving average (ARMA) (Zhang, 2004; Duc et al., 2008a;
2008b; Bandyopadhyay and Bhattacharya, 2013) and autoregressive integrated moving
average (ARIMA) (Gilbert, 2005; Gilbert and Chatpattananan, 2006) are proposed for
demand prediction in order to reduce the BWE through regulating the model parameters
such as AR or MA coefficient including the lead time. However, it is difficult to control
these model parameters (AR and MA coefficient and lead time) in practice.

The time series ARIMA model is one of the popular models for demand prediction.
However, there are two limitations associated with this model. First it follows assumption
of homoscedastic for demand variation in which variance is assumed to be constant over
forecasting period. In practice, demand variance is heteroskedastic in nature i.e.
variance of demand varies with time. To deal with the variation in demand, supply or
manufacturing process, a buffer stock (safety stock) is maintained by the organisation.
Safety stock serves as a safeguard against the stock-out situation. Hence, proper

estimation of safety stock is vital to manage the not only the inventory but also demand.
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The safety stock quantity is estimated considering the variation in demand (Equation 3.8,
Chapter 3). Since, the time series ARIMA model is homoscedastic in nature, it is not
possible to predict the changing demand variance. This leads inaccurate estimation of
the safety stock level causing inaccurate estimation of order quantity. This problem can
be overcome if the model has the ability to predict the demand variance. The
generalized autoregressive conditional heteroskedasticity (GARCH) model can be used
to predict the changing demand variance. To overcome the problem associated to the
first limitation of the ARIMA model, a new forecasting approach is proposed in this study
through integrating the ARIMA model with GARCH model and it is denoted as ARIMA-
GARCH model.

Addressing second limitation, ARIMA model is applicable to linear and stationary
demand series. In real practice, the demand pattern is non-linear and non-stationary in
nature. To make prediction from non-stationary demand series, it must be first
transformed into stationary form. This process causes loss of some useful information
about the demand series. Hence, predicted demand values are not always satisfactory to
estimate of order quantity. These issues can be resolved by adopting artificial
intelligence (Al) techniques for developing the forecasting model applied to nonlinear
data series. Different Al models have been successfully applied in various discipline of
research for prediction purpose like artificial neural network (ANN) (Zhang et al., 2001;
Doganis et al., 2006; Patnaik et al., 2008), adaptive neuro-fuzzy inference system
(ANFIS) (Subasi, 2007; Sahu and Mahapatra, 2013; Sahu et al., 2011), least square
support vector machine (LSSVM) (Chauchard et al., 2004; Lu et al., 2009; Kim, 2003; Li
et al., 2011; Hong et al., 2013; Sudheer et al., 2013; Sudheer et al., 2013; Zhigiang,
2013), genetic programming (GP) (Kaboudan, 1999; Salcedo-Sanz et al., 2005) and
multi-gene genetic programming (MGGP) (Gandomi and Alavi, 2012; Garg et al., 2013).
These models have the ability of self-learning and self-adapting the data pattern and do
not require any statistical information related to a given data series for prediction.
Therefore, Al models are used as a suitable predictive model for a data series exhibiting
either linear/non-linear or stationary/non-stationary pattern. The prediction accuracy of Al
models can be substantially improved when the data series contains adequate
information relevant to its past pattern. The wavelet transformation (WT) theory is one of
the powerful mathematical tools which provide data information based on time and
frequency domain. Many studies address the application WT for extracting the data

information (Aggarwal et al., 2009; Partal and Cigizoglu, 2009; Khan and Shahidehpour,
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2009; Wei et al., 2012; Zhang and Tan, 2013). Therefore, in this study, four different
hybrid models are proposed by integrating the discrete wavelet transformation (DWT)
analysis with the Al models such as ANN, ANFIS, LSSVM and MGGP to predict the
demand. The models are defined as DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-
GP. These models are validated using an example data set from open literature and
performing a comparative study with ARIMA model by estimating forecasting error.

According to Bout and Lambrecht (2009), moderating BWE does not necessarily
reflect the inventory fluctuations which influence associated inventory costs. In order to
deal with fluctuation in inventory, organisations must maintain high safety stock to
improve service level. This leads high holding cost. Hence, variation in net stock with
respect to demand known as net-stock amplification (NSAmp) is treated as another
major supply chain performance measures. Therefore, accuracy of demand forecasting
must be enhanced in such a manner that both the important performance measures of
supply chain such as BWE and NSAmp must be reduced. Once the models are
validated, three case studies are considered to estimate the BWE and NSAmp by
predicting the demand using the proposed models and estimating the order through the
base-stock policy. The order quantities estimated based on predicted demand using the
ARIMA and the proposed models ARIMA-GARCH, DWT-ANN, DWT-ANFIS, DWT-
LSSVM and DWT-GP are analysed. From the analysis, it has been proved that the
intelligence models (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-GP) outperform
the ARIMA and ARIMA-GARCH process. Hence, further, the performance of the
intelligence models are studied for different (R, S) policies like (R, S),(R,8S), (R,D),
(R,yO) and (R,yO,BS)suggested by Jaksi¢ and Rusjan (2008) and Bandyopadhyay
and Bhattacharya (2013).
6.2 Methodology

In order to develop the model and validate the model, following approaches are
adopted in this study.
6.2.1 Time series forecasting models

The mathematical representation of the time series model can be express as follows
(Equation (6.1)):
Yir = fo (Ve + Yiq o+ Vi) (6.1)
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where Yw1 is the unknown value to be predicted from the current and past value of the
variable Y. Following paragraphs contains the brief introduction on different time series
models.
6.2.1.1 Autoregressive integrated moving average (ARIMA) model

The autoregressive process (AR) is one of the time series models which can be used
for demand forecasting. The AR model of order p denoted as AR (p) is presented in

Equation (6.2) where Y is the forecasted demand for period tand Y ;, Y ,,..., Y,

are the time lagged values of the demand variable (Y). Another time series model is
moving average (MA) model. The MA model of order g can be expressed by the
Equation (6.3). The combination of AR and MA process is known as ARMA (p, q). A
typical ARMA model known as ARMA (1, 1) can be mathematically represented by
Equation (6.4). The time series ARMA model has the limitation that it can be applied to
predict stationary data series only. In order to make prediction from non-stationary data
series, the ARMA model is extended allowing differencing to convert the data series into
stationary form and known as Autoregressive Integrated Moving Average (ARIMA) model
(Box and Jenkins, 1976; Box et al., 1994). ARIMA model is a univariate time series
model. A data series may contain seasonality effect. The non-seasonal ARIMA process
can be denoted as ARIMA (p, d, q) whereas seasonal version is represented as ARIMA
(p, d, q)(P,D,Q)s. Equation (6.5) shows the ARIMA(1,1,1) process whereas
ARIMA(1,1,1)(1,1,1) is given in Equation (6.6).

Ye=CH oY +¢Y o+ +4,Y, +6 (6.2)
Yi=C-0,8,1-0,8,—...— 0,6, +€ (6.3)
Yi=CHoY +0Y o+ + 0, Y, — 0840, 5, —...— 0.8, +€ (6.4)
Yi=CH 1+04)Yiq — 91V +€ —0s8 4 (6.5)

Ye=CH 1+ 01 )Yy =01 Yio {1+ Q)Y {1401 Dy + 0D )Y i3 H 04 +¢,Dy) (6.6)
Yictg =@ Yiop H O +0:D4)Y o5 — 010 Yi o6 + € — 0,81 0104, +0,048 45

where,

p = non-seasonal order of the autoregressive part

d = non-seasonal degree of differencing involved

g = non-seasonal order of moving average part

P = seasonal order of the autoregressive part

D = seasonal degree of differencing involved
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Q = seasonal order of moving average part
s = number of periods per season
¢ = constant term
¢; = non-seasonal " autoregressive parameter
8= non-seasonal j" moving average parameter
ewq = error term at t-q
e;= error term at time t
®, = seasonal j" autoregressive parameter
O, = seasonal j" moving average parameter

To make prediction using this model, it is assumed that the considered data series is
linear and stationary. There are five general steps such as (i) data preparation (ii) model
selection (iii) estimation (iv) diagnostic checking and (v) forecasting are followed to
identify ARIMA model and make prediction (Makridakis et al., 1998). In this research
work, the software STATISTICA 9 has been used to identify ARIMA model to predict the
demand.
6.2.1.2 Generalized autoregressive conditional heteroskedasticity (GARCH)

model

A fundamental assumption made while ARIMA model is that variance of the data
series remains constant throughout the forecasting period. However, this assumption is
relaxed by introducing a time series model known as autoregressive conditional
heteroskedasticity (ARCH) model proposed by Engle (1982) to capture the changing
variance in the financial time series data. The general mathematical expression for the
ARCH model of order g (ARCH (q)) can be expressed as Equation (6.7) and Equation
(6.8).
It =Gt where g; ~ N(0,1) (6.7)

2 2 2
Gy =0l + 04l g ... + Ol (6.8)

Further, it is extended with a valid proof that conditional variance of the error process not
only related to squares of the past error but also to the past conditional variance through
the Generalized Autoregressive Conditional Heteroscedasticity (GARCH) process

(Bollerslev, 1986). The standardized mathematical expression of GARCH (p, q) process

is shown in Equation (6.9) with restriction o;>0,i=12,..,q, B;>0,j=12,...,pand

|Z(Xi +ZBJ-| <1.
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2 2 2 2 2
Of =0y + 0yl +.+ 0N + B0, +...+ B0, (6.9)

. 2 . . . .
where {rt} is the mean correlated return, Gi_,is the past conditional variance, ¢, is the

Gaussian white noise with mean zero and unit variance and p and g are the positive
integer representing the order of GARCH process, t > max (p, q). GARCH process is a
part of solution and is applied to the return series. GARCH prediction process follows
different statistical processes for model selection as described below:
i. Data transformation to obtain the return series.
ii. Testing of ARCH effect and serial correlation in the return series.
iii. Model estimation and analysis.
iv. A comparison of fitted model.
v. Diagnostic checking for the selected model.
vi. Forecasting with the selected model.
In this study, software MATLAB 2013 has been used for determining the GARCH
model to predict the demand variance.
6.2.2 Artificial intelligence (Al) models
To make prediction using time series models (AR, MA, ARMA and ARIMA), the
demand data needs to be linear and stationary. To make prediction using ARIMA model
for non-stationary demand series, it must be first transform into stationary form. This
process causes loss of information. However, artificial intelligence (Al) models make
prediction based on learning the pattern of data series. Hence, Al models do not require
any statistical information related to the data series for prediction and make prediction
from non-linear and non-stationary data series. In this study, four different Al techniques
such as artificial neural network (ANN), adaptive neuro-fuzzy inference system (ANFIS),
least square support vector machine (LSSVM) and genetic programming (GP) are
considered to develop an improved forecasting model to overcome the limitation of
ARIMA model so as to reduce BWE and NSAmp. Following paragraphs contain brief
introduction on these intelligent models.
6.2.2.1 Artificial neural network (ANN) model
A structure of an ANN model comprises of interconnected operating elements named
as neurons (also called nodes) stimulated by the biological nervous system (Kumar,
2011). An ANN model has the capability to recognize and acquire the past data pattern
to perform prediction. The feed-forward multilayer perceptron (FFML) network is one of

the most commonly used types of ANN for forecasting. The ANN architecture generally
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comprises with three different layers called input, hidden and output layer. The model
can be represented with I-m-n where | denotes the numbers of neurons at input layer
which depends on the external input. The number of neurons in the hidden layer m is
optimized through experimentation and n represents the number of output neurons. The
number of neurons in the output layer depends on the desired humber of outputs. Here,
the desired number of outputs is one i.e. the predicted demand. Two processes called
training and testing are involved in the prediction process. The process of training a
neural network involves tuning the values of the weights and biases of the network to
optimize network performance. Hence, a specific training function is used to train the
network model. Training function maps the input and output for the supplied training data

set through the weight value w;and w,;during the training process where w;and w,;

are the connection weights between i‘hinput neuron to j"hidden neuron and j™ hidden

neuron to k™ output neuron respectively. In this study the training function called
gradient descent with momentum has been carried out the network training process. The

general structure of the ANN is shown in Figure 6.1.

0

pm

Input Layer Hidden Layer Output Layer

Figure 6.1 General structure of ANN model
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Letl, =(Ip1,lp2,...,lp|), p=1, 2 .... N is the p™pattern among N input patterns. Output
from neurons in input layer (Opi)is given by Equation (6.10) whereas output from the
hidden layer (O,)and output layer (O, ) are given by Equation (6.11) and Equation

(6.12) respectively.

O, =lyiyi=12,...,] (6.10)
0, =f(3 w,0,)i=12...m 6.11)
Oy =f(zjfiowkjopj)k=1,2,...,n (6.12)

The supplied input data set is modified using the connecting weights to generate sum
of modified value (x) and again this is modified by sigmoidal transfer function f using
Equation (6.13). In training process, the predicted output is compared with the desired

output through estimating the error in terms of the mean square error (Ep) using
Equation (6.14). If E_ is more than the defined limiting value, it is back propagated from

output to input and weights are further modified using Equation (6.15) till the error or
number of iteration reaches a prescribed limit. In this study, absolute mean square error

of 0.10 is considered.

1
f(x)=
X)=1= 6.13)
E, =%Z (D, -0, f (6.14)
Aw(t) = mE_ (t) + o x Aw(t —1) (6.15)

n=Ilearning rate, 0 <n <1

a =momentum coefficient , O<a <1

t = iteration number (epochs)

n=number of training data set

The software MATLAB 2013 is used to develop the ANN model to make prediction.
6.2.2.2 Adaptive neuro-fuzzy inference system(ANFIS)

The adaptive neuro-fuzzy inference system (ANFIS) is a hybrid intelligent model that
combines the feature of ANN and fuzzy inference system (FIS) together (Jang, 1993).
ANN has the ability of self-learning and self-adapting the data pattern for prediction.
However, it is a difficult task to understand the learning procedure followed by ANN

model. However, fuzzy logic models are easy to realize as it uses linguistic terms in the
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form of IF-THEN rules. Since ANFIS learns through the fuzzy inference system, it
becomes easy to understand its learning procedure. A classical structure of the ANFIS
model consists of five layers and each layer comprises numbers of nodes interconnected
through the directional links. These nodes are described by the node function with fixed
or adjustable parameters. The output from nodes in previous layer is taken as input to
the present layer. To explain the working principle of ANFIS model in a simplistic way,
two inputs x and y and a single output f is considered for the fuzzy inference system. A
one degree of Sugeno’s function is adopted to represent the rule (Jang, 1993). The rule
can be described as:

Rule 1:if xis Arand y is Bithen f, =p,x+q,y +1,
Rule 2: if xis Azand y is Bathen f, =p,x+q,y +T,

If f.is the output within the fuzzy region specified by fuzzy rule, A ,and B,are the
linguistic variables, p,,q; andr,are the design parameters determined during the training

process. The ANFIS structure to implement these two rules is represented by the
classical structure as shown in Figure 6.2. The square nodes in the Figure 6.2 are the
adaptive nodes and the circle nodes are the fixed nodes in the system. Nodes present in
each layer perform a particular function to carry out the prediction process for a given
data series. The output of each layer is symbolized by Of i.e. output of i node of layer L
(where L=1, 2,..., 5). The different layers are:

Layer 1 Layer 2 Layer 3 Layer 4 Layer 5
Xy

; Nl

Figure 6.2 General structure of ANFIS model
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Layer 1: Nodes present in this layer generates a membership grade of the linguistic

label.
O =pyu (x) i=1, 2 (6.16)
O =y, (y) 3.4 617)

where x and y are the input to the node i, A,and B, are linguistic label and u(x)and u(y)
are the membership function typically described by a bell-shape with maximum and
minimum values equal to 1 and 0 respectively. The output of this layer is defined through
Equation (6.18).

1
OiL = Ha, (X) =

1+ {((X + Ci)/ai)2 }bi

where {a,,b,,c;} are the parameter sets that changes the shape of the membership

(6.18)

function. These parameter set is also termed as “premise parameters”.

Layer 2: This layer calculates the firing strength w, of each node through multiplication
using Equation (6.19).

Of =w, = Ha, (x)x Hg, (v) i=1, 2 (6.19)
Layer 3: The i node present in this layer calculates “normalized firing strengths” using
Equation (6.20).

O =wi=— Wi i=1, 2 (6.20)
W, + W,

Layer 4: Nodes in this layer are adaptive nodes and the node function can be defined

as:

O =W, =W;(px +qy +r,) =1, 2 (6.21)
where W, is the normalized firing strengths generated as output from third layer and
p;q; andr; are the parameter set. Parameters in this layer are referred to as “consequent

parameter”.
Layer 5: The overall output of the system is evaluated by the single node present in this

layer through adding all incoming signals as described by Equation (6.22).

2
— i
O’ — ZZ:W,f_ 2@ (6.22)
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Similar to feed forward neural network, the ANFIS model also follows the back
propagation gradient descent learning principle. The task of the learning algorithm in

ANFIS structure is to adjust all the regulating parameters {a,,b,,c,}and {p;,q;,r;}to make
the output fit to the training data set. When the premise parameters a;b, and c, of the

membership function are fixed, the output of the ANFIS model can be explained through
Equation (6.23).

f= (LJﬁ + [L}; (6.23)
W, + W, W, + W,

By substituting Equation (6.20) into Equation (6.23), the obtained equation can be given
as:
f=w,f, +w,f, (6.24)
Substituting the fuzzy if-then rules into Equation (6.24), it becomes
f=W,(PX +Qpy +1)+ W§ PoX+aoy +1,) (6.25)
After rearranging, the output can be written as:
f=(Wx)%p, +(Wyy) %Gy + (W, )5, +(W,x)*py +(Wyy)*q, +(W, ), (6.26)
This represents the linear combination of adjustable parametersp,,q,,r,,p,,q, andr,.
Optimal values for these parameters are determined through least square method.
While the premise parameters values are not fixed, the search space becomes larger
and convergence of training becomes slower. Hybrid learning algorithm combines the
back propagation gradient descent and least squares methods. In this study, the hybrid
learning process is adopted to obtain optimal parameter setting of ANFIS. The software
MATLAB 2013 has been used to develop the ANFIS model.
6.2.2.3 Least square support vector machine (LSSVM)
The support vector regression (SVR) is one of the Al tools based on statistical
learning theory having the capability to develop a predictive model for a given data
series. The origin of SVR lies in support vector machine (SVM) which has been

developed for data classification problem. If {x,y;}represents the training data set
where, x, eRis the input data series and y, e Ris the output for i=1, 2... N where N

represents number of observations then a regression model is built through non-linear

mapping function ¢(x) and the predictive model can be defined by Equation (6.27).

y =wT¢(x)+b (6.27)
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An advanced version of SVR is least square support vector machine (LSSVM) where
the prediction error is minimized through the least square method. The major difference
between SVR and LSSVM is that SVR uses an inequality constraint which is
burdensome for solving the optimization problem whereas LSSVM use quadratic loss
function for goal optimization and inequality constraints are converted into equality
constraints. The optimization problem can be expressed through the cost function as
described using Equation (6.28) and the constraint function by Equation (6.29).
min C(w,e):lewﬁLlyi“ei2 (6.28)

2 23
subject to equality constraints:
y=w'¢(x;)+b+e, i=1,2...N (6.29)
where w is the weight vector and b is the bias term, Y is penalty factor and e;is the loss

function (regression error).

The cost function (Equation (6.28)) consists of a penalized regression error and is
minimized by LSSVM. The first part of the cost function is a weight degeneration process
used to regularize weight sizes and penalize large weights to converge the weights to
fixed values. The second part is the regression error for training data and the

regularization parameter, y, which has to be optimized by the user. The regression error

is defined through the constraint using Equation (6.29). In order to solve this optimization

problem, it is converted into Lagrange function as defined by Equation (6.30):

L(w,b,e,a)= %||w||2 + yZN:eiz - {WT¢(xi)+ b+e, —yi} (6.30)

i=1
where a;are the Lagrange multipliers, y >0,0;, b can be calculated based on

Karush-Kuhn-Tucker (KKT) conditions. Now, LSSVM model for nonlinear system

becomes:

k
y =wd(x)+b= % ocik(xi,x)+ b (6.31)
I i=1

where k(x,x;)=¢(x)" ¢(x;) is the kernel function.

The kernel function plays an important role in learning the hyperspace from the trained
data set. There are different types of kernel functions are available. In this study, radial

basis function (RBF) kernel function is chosen as it is well known for its shorter training
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mechanism and imparting high generalization ability to the model. The RBF kernel can

be mathematically represented as:

K(xi,xj): exp —Hxig_—;(jH (6.32)
sV

where 2, is the squared variance of the Gaussian function. To obtain support vectors, it

should be optimized by user. In order to achieve good generalized model, it is very

important to make a careful selection for the tuning parameters like o and?y . The
parameters o and+y of the RBF are estimated through a combination of coupled

simulated annealing (CSA) and a grid-search method. Firstly, the CSA determines the
good initial value of o and Y then these are passed to the grid-search method which

uses cross-validation to fine tune the parameters. The code for LSSVM model is
developed in MATLAB 2013.
6.2.2.4 Genetic programming (GP) model

Genetic programming (GP) is an extension of the conventional genetic algorithm (GA)
and grounded on the principle of GA as proposed by Koza (1992). Although GP is based
on the working principle of the GA, there exists a major difference. GP model gives
solutions defined by a model or weighted sum of coefficients i.e. in the form of tree
structure whereas GA model provides solution in the form of real or binary number. Thus,
it can be said that GP is a structure optimization method whereas GA is a parametric
optimization method. GP uses symbolic regression technique for automatically invoking
both the structure and parameter of the mathematical model for a data set acquired from
a process or system. Symbolic regression is usually performed in GP to evolve
population trees, each of which encodes a mathematical equation that predicts a (N x1)
vector of output y using a corresponding (N x M) matrix of inputs where N is the number
of observations of the response variable and M is the number of input (predictor)
variables. In multi-gene symbolic regression, each symbolic model (i.e. each member of
the GP population) is a weighted linear combination of the outputs from a number of GP
trees where each tree may be considered to be a “gene” in the overall genome. Initial
population of model or the tree structure is randomly created consisting of function and
terminal nodes as shown in Figure 6.3. The mathematical form of the multi-gene can be

express as Equation (6.33):

92



Terminals

Figure 6.3 GP model 25cos(x)+15 +y
n
i=1
where y is the predicted output, G,is the value of the i”‘gene (generally a function of one
or more of the input variables), d;is the i" weighting coefficient, n is the number of genes
and d,is a bias/offset term. To control the complexity of the evolved models, the user
needs to specify the maximum number of gene G, and the maximum tree depthD,,,,.

The fitness function generally used root mean square error (RMSE) given by Equation

(6.34) based on which performance of initial population is evaluated on the training data.

RMSE = ﬁ( SV, —Ai|2] (6.34)
i=1

where Yijis defined as the predicted value generated from GP model, A,is the actual

value of the i™" data sample and N is the number of training samples. The member of the
population is selected based on the fitness function value for the genetic operations
(crossover, mutation and reproduction) to reproduce new generation till the termination is
not achieved. In crossover operation, sub-trees are randomly selected from two
members and swapped to generate two new children (tree) as shown in Figure 6.4. In
mutation operation, the terminals or the functional nodes are randomly selected from the
tree to produce a new child as described in Figure 6.5.
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Gene: 25co0s(x)+(15+Y) Gene: 10z —55x

Children after crossover
operation

Gene :25cos(x)+10z Gene: (15+y)—55x

Figure 6.4 Crossover operation in GP

The mutation operation helps in avoiding local minima. This evolutionary process is
continues till the termination criterion is met. The termination condition may be the
maximum number of generation and the threshold error of the GP model set by the user.
The best predictive model is selected based on minimum error on training data from
entire set of generations. Unlike traditional GP, each model participating in the
evolutionary process is made of several set of tree/genes combined together in multi-
gene genetic programming (MGGP) method. The MGGP model formed is a weighted
linear combination of output values from the number of trees/genes as shown in Figure
6.6. Two point high level crossovers allow the acquisition of new genes for both
individuals but also allow genes to be removed. If an exchange of genes results in any

individual containing more gene than G

G

max then genes are randomly selected and

deleted until the individuals contains “maxgenes. In this research work, an open source
MATLAB toolbox called GPTIPS has been used for performing this multi-gene genetic

programming (https://sites.google.com/site/ gptips4matlab /file-cabinet).
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Randomly
“-._generated gene

Gene: 10z - 55x

Gene selected for
mutation x

Gene :25cos(x)+(15+y)

Gene: 25co0s(x)+10z —55x
Figure 6.5 Mutation operation in GP

Child after mutation
operation

MGGP model = d, +d,(25cos (x)« 78 —y))+d,(11%4s )+ d;((16 —y)* (55 + 2))

Figure 6.6 Formulation of MGGP model using least square method
6.2.3 Wavelet theory
Any forecasting model should have the capability to capture the existing pattern of the
data series to make prediction. The Al models (ANN, ANFIS, LSSVM and MGGP) can
make prediction based on learning the pattern of the past data series. Performance of
these models can be improved through pre-processing the data series. Hence, in order
to pre-process the data series for extracting the pattern, a mathematical tool known as

wavelet theory (WT) has been applied. It has the ability to extract the data information in
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time and frequency domain. Wavelets are generally small waves located in different time
and frequency domain and mathematically it is represented as:

Tw(t)dt =0 (6.35)

where y(t)is the basic wavelet also known as mother wavelet.

Based on the sample data, WT deals with two types: continuous wavelet
transformation (CWT) while the data series is in continuous form and discrete wavelet
transformation (DWT) while sample data series is discrete in nature. When the

scaling/frequency factor and shifting/time factor are denoted by ‘@’ and 't' respectively,
the mother wavelet is defined by v, ..The wavelet analysis becomes efficient and

proficient of retaining the accuracy when ‘a’ and 't' are selected as discrete values and
this process known as DWT. It is one of the efficient tools to extract information (Khan
and Shahidehpour 2009; Zhang and Tan 2013; Zhao et al., 2014). By selecting the

discretized scaling parameter ‘a’ by taking power of fixed scaling step a, >1 and a =a),
with adopting discretized shifting step t=kalx,where j, k = 0,1,2,...,me z then y,_(t)
can be written as (Kim et al., 2006; Daubechies, 1990):

Wik (t) = a;j/z\y[aaj (t — ka{)'c0 )] = a;j/z\y(aajt — k‘to) (6.36)
Similarly, DWT can be expressed through Equation (6.37)

W (k) = ag"? [f(t) wx (ag't —keo ot (6.37)

One of the most efficient and simplest ways of selecting scale and position value is

dyadic form i.e. power of two where a,=21t,=1. Based on this, the DWT s

transformed to binary form as given in Equation (6.38).
Wi(3) =27 [ty = 2Tkt

(6.38)

where W, (a,t)and W, (j,k) are the wavelet coefficients replicating the features of
original time series in frequency (a or j) and in time domain (t or k). When the discrete
time series input f(t), occurs at discrete integer time steps t then the dyadic form of
DWT can be represented using Equation (6.39) and the f(t) can be reconstructed using

Equation (6.40).
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W, (k) = S f(t)2 "2y (277t — k) (6.39)

j.kez

)= D Wi (k) w(t) (6.40)

jkez
Through a low pass filter I(y, (t)) and a high-pass filter h(y;(t)), the wavelet
coefficient W, (j,k) is separated into an approximation (or low frequency) coefficient
(cA,) at level n and the detail (or high frequency) coefficients (cD,,cD,,...,cD,) at
different levels of 1,2,...,n. cA,(t). Hence, the original signal can be expressed by
Equation (6.41).
f(t) = A (Wi (1) + D" cDyh(y (1)) (6.41)

n=1
The simplified form of Equation (6.41) can be represented as:
f(t)=A,(t)+>.D,(t) (6.42)
where A, (t) is the approximation subseries at level n and D,(t) are the detailed

subseries at different levels (1,2,3,...,n) of the original signal. Daubechies wavelet family
is usually written as ‘dbN’ where db is the ‘surname’ and N is the order of wavelet (Wei,
2012). In this study, db4 wavelet family is used for wavelet transformation using the
software MATLAB 2013.
6.3 The proposed forecasting models

In this study, two different types of forecasting models are proposed to overcome
the limitation associated with the time series ARIMA model and improve the
forecasting model to reduce BWE and NSAmp so that performance of a supply chain
can be improved. The proposed models are described in the following sections.
6.3.1 Forecasting model to deal with heteroskedastic demand series

An organisation needs to maintain a safety stock for raw material or final product to
cope with stock-out situation due to uncertainty in demand, supply and processing
unit. For safety stock estimation, variance of demand is one of the important
parameter to be used in Equation (3.8) (Chapter 3) and it changes with time (i.e.
heteroskedastic). When demand series is heteroskedastic in nature, it is essential to
predict the changing variance of demand for the estimation of order. Since ARIMA
model is homoscedastic in nature, the changing variance cannot be estimated. This
problem can be overcome through the GARCH model. Therefore, ARIMA process is

incorporated with the GARCH process for improving the accuracy of the forecasting
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model. Initially, the past demand data are collected to identify the ARIMA and GARCH
model following different statistical procedure as described in section 6.2.1.1 and
section 6.2.1.2. From the identified GARCH model, the variations in demand are
predicted and mean demands are predicted through ARIMA. Further, the predicted
demand variation and the mean demand used to estimate the safety stock and the
order quantity. The schematic block diagram of the proposed model is shown in
Figure 6.7. The model denoted as ARIMA-GARCH process.

Predicted mean
demand
ARIMA
model ;
Past demand data
series Order Order quantity
Lt estimation [————————¥»
J
» GARCH
Model Predicted variance of
demand

Figure 6.7 Schematic block diagram of ARIMA-GARCH model

6.3.2 Forecasting models to deal with non-stationary demand series

ARIMA model assumes that demand series is linear and stationary in nature.
Therefore, the non-stationary demand series is first transformed into the stationary
form using ARIMA model. In this process, the actual pattern of the demand series
gets distorted. This limitation can be addressed through use of Al techniques for
forecasting. The forecasting accuracy of the Al models can be improved if the pattern
of the data series is identified. In section 6.2.3, it has been highlighted that wavelet
analysis has the capability to extract the data pattern based on time. Therefore, in this
study forecasting models are proposed through integrating the discrete wavelet
transformation (DWT) analysis and Al approaches (ANN, ANFIS, LSSVM and MGGP)
to deal with non-linear and non-stationary demand series. Initially, the demand data
series are analysed through DWT analysis to capture the pattern. The DWT analysis
decomposes the original demand series into different subseries called approximation

(A,) and detailed data subseries (D,,D,....,D, ). These subseries provide information

about variation in demand series according to time. The whole data in the subseries
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are further divided into training and testing data set. The training set is applied to Al
model to train the model. After successful training of the model, the testing set is
applied to make prediction. Figure 6.8 describes the schematic block diagram of the
proposed model and its operations. In this study, DWT is integrated with four Al
models such as ANN, ANFIS, LSSVM and MGGP. The proposed four hybrid models
are named as DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP. These
proposed models are further validated through an example data set. The next section

discusses the procedure for validation of proposed models.

Past demand ’ Predicted
’ Al Model demand

data
— DWT ﬂ cD, — (ANN/ANFIS/ ﬂ

Analysis LSSVM/MGGP)
:> cD,——

:>cD1|:

Figure 6.8 Schematic block diagram of DWT-AIl model

6.4 Model Validation

To validate the proposed models, the performance in terms of forecasting error is
tested in respect to the ARIMA model. An example data set (monthly sales data for
printing and writing paper between the year 1963 and 1972) is taken from open literature
(Makridakis, 1998). The ARIMA model is identified for the example data set following
different steps as described in section 6.2.1.1. Initially, the time series plot for this data
series is made as shown in Figure 6.9. From the figure, it can be observed that the sales
data series is non-stationary in nature since the data points are not horizontally scattered
around a constant mean. To check the existence of stationary in the data series, the
Augmented Dickey-Fuller (ADF) t-tests is conducted at significance level of 0.05. ADF
test for the example data set results in H=0 and p-Value = 0.2363 (fail to reject the null
hypothesis) signifying non-stationary nature of data set. Further, statistical analysis is
carried to identify the nature of the data series. The autocorrelation function (ACF) and
partial autocorrelation function (PACF) plot is shown in Figure 6.10 and Figure 6.11

respectively.
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Figure 6.9 Time series plot for example dataset
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Figure 6.10 ACF plot for example dataset
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Figure 6.11 PACF plot of for example dataset
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From the figures, it is found that values are not dropped to zero indicating non-
stationary nature of the data series. From ACF plot analysis (Figure 6.10), it is found that
nearly all autocorrelations are positive and significant spikes are observed at lag-12, lag-
24 and lag-36 indicating presence of seasonality in the series. Therefore, the data series
is initially differenced with lag-12 (i.e. seasonal difference D=1) then differenced by lag-1
to convert the data series into stationary form as shown in Figure 6.12. From the ADF
test, the resultant series is identified as stationary because H=1 and p-Value = 0.001 at
significance level of 0.05. The ACF and PACF plots for resultant data are shown in
Figure 6.13 and Figure 6.14 respectively.
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Figure 6.12 Time series plot of the transformed data series for example dataset
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Figure 6.13 ACF plot of the transformed data series for example dataset
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Partial Autocorrelation Function
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Figure 6.14 PACF plot of the transformed data series for example dataset

By examining the ACF and PACF plots, it is found that good number of
autocorrelation and partial autocorrelation values are significant. Therefore, it is difficult
to define the seasonal or non-seasonal AR and MA coefficients. Hence, the identified
model can be represented as ARIMA (p, 1, q) (P, 1, Q) 1> where p and g represents the
non-seasonal AR and MA coefficients and P and Q are the seasonal AR and MA
coefficients. Alternately, varying these coefficient values, fourteen different models are
developed as listed in Table 6.1. Using these models, 24-months ahead demands are
predicted and forecast errors are estimated in terms of mean square error (MSE) using
Equation (6.43) and described in Table 6.1.

2
MSE — (Actual demand - Forecasteddemand ) (6.43)

Number of forecasted period

In order to extract the data pattern, the original sales data series is analysed using
DWT analysis. By applying db4 wavelet family, it is decomposed into five levels and six

different sub-series are obtained in the form of an approximation (A,)and five detail data
subseries (D,,D,,...,D5) as shown in Figure 6.15. The whole data in this subseries is

divided into two sets as training set i.e. 80% of whole data (96 months) and rest 20% (24
months) as testing date set. Initially, the training set is used as input to train the Al
models (ANN, ANFIS, LSSVM and MGGP). After successful training of the models, the
obtained optimal model parameter setting is shown in Table 6.1. The automatically
generated predictive model from the GPTIPS toolbox after successful training of the
MGGP model is represented in Equation (6.44) where xtest is the array for testing data

set.
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Figure 6.15 Decomposed data series for example dataset
ypred = xtest(;, 1) + xtest(;, 2) + xtest(:,3) + xtest(;, 4) + xtest(:, 5) + xtest(;, 6) + 0.001775

(6.44)

Next, the testing data set is fed to the Al models and 24-months ahead demands are

predicted. Using the predicted demand values from the Al models, the forecast error in

terms of MSE values are estimated using Equation (6.43) (Table 6.1). From Table 6.1, it
can be observed that the MSE values of the proposed models (DWT-ANN, DWT-ANFIS,
DWT-LSSVM and DWT-MGGP) are less as compared to the identified time series

ARIMA models in all cases. This analysis concludes that the accuracy of the proposed

model is reasonably good compared to the ARIMA model. The performance of the

proposed models is tested with demand data from three case study examples as

described in the next section.
Table 6.1 Performance of ARIMA and DWT-AI model for example dataset

MODELS MSE MODELS MSE
ARIMA(0,1,1)(0,1,1)12 5248.20 ARIMA(0,1,1)(1,1,0)12 9587.80
ARIMA(1,1,1)(0,1,1)12 5477.94 ARIMA(1,0,1)(0,1,2)12 5792.23
ARIMA(0,1,2)(0,1,1)12 5490.43 ARIMA(1,1,1)(1,1,0)12 9979.24
ARIMA(0,1,1)(0,1,2)12 5262.05 ARIMA(1,1,0)(0,1,1)12 7963.26
ARIMA(0,1,1)(1,1,1)12 5272.20 ARIMA(0,1,1)(0,1,0)12 13884.48
ARIMA(0,1,3)(0,1,1)12 5416.39 ARIMA(1,1,0)(1,1,0)12 15529.24
ARIMA(1,1,1)(1,1,1)12 5505.86 ARIMA(1,1,0)(0,1,1)12 25091.38

ANN
n =0.02, a = 0.1, epochs = 50000 620.54
DWT Goal=1073, I=6, m=6, n=1
db4, 5 layer ANFIS
decomposition number of MF each input: 2 2 3 3 3 2, MF type: trimf; Error 4950.48
Tolerance=0.1; Epochs=15; output MF type: linear '
LSSVM
Y =576676.98, c° = 6373154.09 7.27
MGGP
Gmax=4, Dmax=5, population size=100
Number of generation=100, probability of crossover =0.85 0.0000031
mutation events=0.1 and direct reproduction=0.05 '

trimf; Triangular-shaped membership function; MF: membership function
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6.5 Case studies

To analyse the performance of the proposed model like ARIMA-GARCH and the
intelligence models (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-GP) against the
ARIMA model, three different case study examples have been considered in this section.
6.5.1 Case 1: PQR Pvt. Ltd.

PQR Puvt. Ltd. is located in the Eastern part of India dealing with automotive parts and
supplies to different automobile companies in India. The annual turnover of the company
is 871000 USD. Fan shroud is one of the major products for this company. For the study,
96-months (April 2005-March 2013) of demand data for fan shroud are collected from the
firm. The steps described in section 6.2.1.1 are followed to identify the ARIMA model.
The time series plot of this data set is presented in Figure 6.16. From the ADF test, it is
found that demand series is non-stationary in nature as p-value = 0.08 is obtained at
significance level of 0.05. Again ACF and PACF plots are identified as shown in Figure

6.17 and Figure 6.18 respectively.
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Figure 6.16 Time series plot of the fan shroud demand data

From the analysis of ACF plot (Figure 6.17) and PACF plots (Figure 6.18), it is
observed that demand data does not contain seasonality. In order to convert the demand
series into stationary, it is differenced by lag-1 (hence d=1) and plotted in Figure 6.19.
The resultant demand series is tested using ADF test to examine the stationary nature of
the demand series and found that it exhibits stationary in nature (H=1 and p-Value=
0.001). To identify the ARIMA model, ACF and PACF plot are plotted as shown in Figure
6.20 and Figure 6.21 respectively are used. From the ACF plot (Figure 6.20), significant
spike are observed at lag-1 and lag-4. Similarly, significant spikes are observed at lag-1

and lag-4 in PACF plot (Figure 6.21). It results in the parameter values of p=2, q=2 and
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d=1 (differenced with lag-1) and the model is identified as ARIMA (2, 1, 2). Using these
parameter settings, 12-months ahead demands are predicted.
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Figure 6.17 ACF plot for the fan shroud demand data
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Figure 6.18 PACF plot for the fan shroud demand data
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Figure 6.19 Time series plot for the differenced fan shroud demand data

105



Autocorrelation Function
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Figure 6.20 ACF plot of the differenced fan shroud demand data
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Figure 6.21 PACF plot of the differenced fan shroud demand data
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Next to identify the GARCH model to predict the time varying demand variance,
different steps for developing GARCH model as described in section 6.2.1.2 are
followed. To define GARCH model for a data series, there must be correlation within
series and influenced by ARCH effect. Initially, the differenced demand series (return
series) as shown in Figure 6.19 is tested for existence of heteroskedasticity in the data
series. This can be verified by conducting Ljung-Box-Pierce Q-test and ARCH test on the
transformed data series termed as return series. According to Ljung-Box-Pierce Q-test,
H=0 implies that no significant correlation exist whereas H=1 indicates the existence of
correlation. Similarly, in case of Engle ARCH test, H=1 means presence of ARCH effect
and H=0 means there is no ARCH effect. From Table 6.2 and Table 6.3, it can be
observed that there is significant correlation exist in raw returns and squared returns of
the demand data of fan shroud when tested for up to 10 and 20 lags of the ACF at

significance level of 0.05. The ARCH test performed at lag 10 and 20 as summarized in
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Table 6.4. In Table 6.4, H=0 at p-Value > 0.05 signifies that there is no ARCH effect
present in the demand series. Hence, there is no GARCH model is possible for the fan
shroud demand.

Table 6.2 Summary of Ljung-Box-Pierce Q-Test for return series data of fan shroud

Lag H p-Value Stat Critical Value
10 1 0.0178 21.5178 18.307
20 1 0.0248 | 34.2014 31.4104
Table 6.3 Summary of Ljung-Box-Pierce Q-Test for squared return of fan shroud demand
Lag H p-Value Stat Critical Value
10 1 0.0178 21.5178 18.307
20 1 0.0248 34.2014 31.4104
Table 6.4 Summary of Engle ARCH test for return series data of fan shroud demand
Lag H p-Value Stat Critical Value
10 0 0.0802 16.7449 18.307
20 0 0.0987 28.4693 31.4104

To make prediction from the Al models, DWT analysis is carried out for the original
fan shroud demand series applying 4-level decomposition with db4 wavelet family. From
the analysis, an approximation (A4) and four detailed subseries (D1, D2, D3 and D.) are
obtained as shown in Figure 6.22. The whole data series contained in this subseries are
divided into two parts 88% (84-months) as training and rest 12% (12-months) as testing
data set. The Al models (ANN, ANFIS, LSSVM and MGGP) are trained with the training
data set.

Approximation &d Detail D1 Detail D2
500 200 150

400 100 100
50

-50

-100

o -300 -150

Detail D3 Detail D4
100 50
o [a]
-100 -50

a 50 100 o 50 100

Figure 6.22 Decomposed data series of fan shroud demand

The predictive model obtained after successful training of MGGP is presented in
Equation (6.45). After successful training of the models, the testing data set is applied to

the Al models and 12-months ahead demand data are predicted.
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ypred=1.0 x xtest(,1) +1.0xxtest(,2) +1.0x xtest(:,;3) +1.0 x xtest(;,4) +

1.0 x xtest(;,5) -6.818e -12 xxtest(;,2 )-xtest(:,;3 )+9.673)xxtest(:,3 )-

2 x xtest(:,4) -xtest(,5 )xxtest(,;3 )+xtest(,4 )) +xtest(,1 )xxtest(,2) ) (6.45)
-1.42e - 9 xxtest(;,1 )-9.673)xxtest(,1 )+ xtest(,2 )+xtest(,3 )+ xtest(:,4 )
-9.181)-0.0001614

6.5.2 Case 2: XYZ Pvt. Ltd.

XYZ Pvt. Ltd. is a major cement manufacturing company located in the Eastern part of
India having an annual turnover is 310 million dollars. To compare the performance of
ARIMA-GARCH process against ARIMA process, six years (April 2006-March 2013)
demand data for a specific zone is collected from the company in metric ton (MT).
Different steps as described in section 6.2.1.1 are followed to develop ARIMA model.
The time series plot of the collected cement demand data is shown in Figure 6.23.
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Figure 6.23 Time series plot for cement demand data

To identify the pattern of demand, the ADF test is conducted and it is found that
demand series exhibits non-stationary pattern (H=0 and p-Value=0.3906). The ACF and
PACF plots are studied for 18-lag period (Figure 6.24 and Figure 6.25 respectively).
From the ACF plot (Figure 6.24), there is significant spike at lag-12 is observed. This
signifies that demand series is seasonally affected. Therefore, it is seasonally differenced
with lag-12 (hence D=1) and the resultant time series is again non-seasonally

differenced with lag-1 (hence d=1). The resultant time series plot is shown in Figure 6.26.
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Figure 6.24 ACF plot of cement demand data
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Figure 6.25 PACF plot of cement demand data
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Figure 6.26 Seasonal and non-seasonal differenced cement demand data
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The resultant transformed data series is tested with ADF test and found stationary in
nature (H=1 and p-Value=0.001). To identify the ARIMA model, the ACF and PACF plots
of the resultant series are plotted as shown in Figure 6.27 and Figure 6.28 respectively.
From the ACF plot (Figure 6.27), it can be identified that there is significant spikes at lag-
1 and lag-12 representing g=1 and Q=1. Similarly, from the PACF plot (Figure 6.28),
most significant spikes can be observed at lag-1 and lag-3 (hence p=2). Under this
identified parameters setting, the model selected is ARIMA (2, 1, 1) (0, 1, 1)12. Using this
model, 12-months ahead data are predicted.
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Figure 6.27 ACF plot for the transformed cement demand series
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Figure 6.28 PACF plot transformed cement demand series

Similar to Case 1, Ljung-Box-Pierce Q-test and ARCH test are conducted on the
transformed data series termed as return series to identify the GARCH model. The
summary of the test is described in Tables 6.5-6.7. From Table 6.5 and 6.6, it can be
concluded that there is significant correlation in raw returns and squared returns when
tested for up to 10, 15 and 20 lags of the ACF at significance level of 0.05. In Table 6.7,
H=1 and p-Value < 0.05 at significance level of 0.05 at lag 10, 15 and 20 signifies
presence of ARCH effect.
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Table 6.5 Ljung-Box-Pierce Q-Test for return of cement demand data

Lag | H | p-Value Stat Critical Value

10 | 1| 0.0178 | 21.5178 18.307

15 | 1 | 0.0456 | 23.4199 24.9958

20 | 1 | 0.0248 | 34.2014 31.4104

Table 6.6 Ljung-Box-Pierce Q-Test for squared return of cement demand data
Lag | H | p-Value Stat Critical Value
10 | 1| 0.0006 | 31.132 18.307
15 |1 0 67.3172 24.9958
20 |1 0 71.5217 31.4104
Table 6.7 Engle ARCH test for return of cement demand data

Lag | H | p-Value Stat Critical Value
10 | 1| 0.0093 | 23411 18.307
15 | 1| 0.0227 | 27.8242 24.9958
20 | 1| 0.0397 | 32.3486 31.4104

In order to select the suitable model from competing models, the statistical Akaike
information criterion (AIC) and the Bayesian information (BIC) tests are performed.
Usually, the simple GARCH model captures most of the variability in most stabilized
series. Small lags for p and g are common in applications. Typically, GARCH (1, 1),
GARCH (1, 2) or GARCH (2, 1) models are suitable for modelling volatilities even over a
long sample periods (Bollerslev et al., 1992). However, Table 6.8 includes GARCH (0, 1),
GARCH (0, 2) and GARCH (2, 2) to check appropriate model for the time varying
variance data. The idea is to have a parsimonious model that captures most data series
as possible. Small value of AIC and BIC make the model favourable. The calculated AIC
and BIC values for six different models are described in Table 6.8. From the Table 6.8, it
can be found the AIC and BIC value of the GARCH (2, 1) model is comparatively less
and suggested as suitable model to predict the variance of cement demand.

Table 6.8 Comparison of suggested GARCH models for cement demand

Model AIC BIC
GARCH(1,1) 1382.1 1391.2
GARCH(1,2) 1384.1 1395.5
GARCH(2,1) 1380.1 1391.1
GARCH(2,2) 1382.1 1395.7
GARCH(0,1) 1502.9 1509.7
GARCH(0,2) 1394.2 1403.3

To test the model fitting, statistical test has been performed for all the models shown

in Table 6.8 to estimate different parameters. From the statistical analysis, it is found that
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GARCH

2,

1) satisfies

the

necessary

conditions

of o,+p,<1,B, >0y,

o, >0 and B, >0 (Table 6.9). Hence, GARCH (2, 1) can be selected as an appropriate

model for further analysis.

Table 6.9 Parameter estimates for GARCH (2, 1)

Parameters Value Standard Error | T-Statistic
C -312.05 3489.5 -0.0894
K 1.45E+08 0.006448 2.25E+10
GARCH(1) 0.23521 0
GARCH(2) | 0.47633 0.25504 1.8677
ARCH(1) 0.38916 0.2018 1.9285

According to Takle (2003), goodness of fit of the ARCH-GARCH model depends on
the residuals and more specifically the standardized residuals. In GARCH model

selection, if the residual follow normal distribution the model is said to be a good fitted

model. The relationship between residual series (innovations) from the identified GARCH

(2, 1) model and corresponding conditional standard deviations and return series is

shown in Figure 6.29. From the figure, both the returns series and innovation series

exhibit volatility clustering.
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Figure 6.29 Plot of return, estimated volatility and innovation (residual)

The standardized innovation (i.e. innovation divided by its conditional standard

deviation) is shown in Figure 6.30. This figure signifies standardized innovation series is

stable with little clustering. The normal probability plot for residual from GARCH (2, 1) is

shown in Figure 6.31 which signifies residuals follow normal distribution. For diagnostic

check, ACF plot of the standardized residuals are shown in Figure 6.32 which indicates

that there is no correlation left. Further, Ljung-Box-Pierce Q-test and ARCH test are
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performed on standardized innovation. The estimated parameters from the Ljung-Box-
Pierce Q-test and ARCH test are shown in Table 6.10 and Table 6.11. From the tables, it
can be observed that there is neither correlation nor ARCH effect is left in the residual
series (H=0 p-Value >= 0.05). Hence, GARCH (2, 1) can be selected as best fitted
model. Using this identified model, 12-months ahead changing cement demand
variations are forecasted from data.
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Figure 6.30 Time series plot of residuals from GARCH (2, 1)
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Figure 6.31 Normal probability plot of residuals from GARCH (2, 1)
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Figure 6.32 ACF of the squared standardized residuals

Table 6.10 Ljung-Box-Pierce Q-test on the standardized innovations

Lag | H | p-Value Stat Critical Value
10 | 0| 0.2403 | 12.7111 18.307
15 | 0| 0.2733 | 17.7998 24.9958
20 | 0 | 0.4491 | 20.1415 31.4104

Table 6.11 ARCH test on standardized innovations

Lag | H | p-Value Stat Critical Value
10 | 0 | 0.2225 | 13.0206 18.307

15 | 0 0.258 18.0898 24.9958
20 | 0| 0.4497 | 20.1317 31.4104

To predict the demand from Al models, cement demand series is decomposed into 5-
level applying the db4 wavelet family as shown in Figure 6.33. The subseries is divided
into two parts, 83% (60-months) of whole data set as training and rest 17% (12-months)
as testing set. The Al models are trained using the training set. The optimal
mathematical model generated from training of MGGP model is expressed in Equation
(6.46).

ypred = xtest(, 1)+ xtest(;,2) +1.0 x xtest(;,3) + xtest(,4 )

(6.46)
+1.0 x xtest(,5) +1.0xxtest(,6) -10.43
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Figure 6.33 Decomposed data series of cement demand

6.5.3 Case 3: LMN Puvt. Ltd.

In this case, a steel processing industry is selected to analyse the performance of the
proposed models. LMN Pvt. Ltd. is one of the well-known steel processing industries of
India and its plants are situated in different parts of the country. The demand data in
terms of quantity of steel (MT) required to manufacture different parts is collected during
January 2009 to February 2013 (50-months) from a plant located in Southern part of
India. The annual turnover of the company is 335 million dollars. The time series plot for
the steel demand is shown in Figure 6.34. From the ADF test, it is identified that steel
demand is non-stationary in nature (H=0 and p-value =0.3292). From ACF and PACF
plot (Figure 6.35 and 6.36 respectively), it is identified that there is no seasonal effect.
Therefore, the steel demand series double differenced at lag -1(hence d=2) to convert

the data into stationary form (Figure 6.37).
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Figure 6.34 Time series plot for the steel demand
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Figure 6.35 ACF plot of the steel demand data
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Figure 6.36 PACF plot of the steel demand data

From ADF test, it is found that resultant series is stationary in nature (H=1 p-
value=0.0001). From the ACF and PACF plot (Figures 6.38 and 6.39 respectively)
analysis, the model is identified as ARIMA (2, 2, 1). Using this selected model, 12-

months ahead steel demands are forecasted.
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Figure 6.37 Non-seasonally double differenced time series plot of the steel demand
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Figure 6.38 ACF plot for the double differenced steel demand data
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Figure 6.39 PACF plot for the double differenced steel demand data

Similar to Case 2, Ljung-Box-Pierce Q-test is performed on the obtained stationary
steel demand series in order to identify the GARCH model (Tables 6.12 and 6.13). The
tables signify that there is significant correlation exist in raw returns and squared returns

when tested for up to 10, 15 and 20 lags of the ACF at significance level of 0.05 (as H=1
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and p-Value < 0.05). Engle ARCH test performed at lag 10, 15 and 20 (Table 6.14)
signifies that no ARCH effect (H=0 and p-Value > 0.05) exist in the steel demand series.
Hence, there is no GARCH model is possible for this case.

Table 6.12 Ljung-Box-Pierce Q-Test for return of steel demand data
Lag H p-Value Stat Critical Value
10 1 0.0042 17.1463 11.0705
15 1 0.0004 31.7298 18.307
20 1 0.0031 34.2875 24.9958
Table 6. 13 Ljung-Box-Pierce Q-Test for squared return of steel demand data
Lag H p-Value Stat Critical Value
10 1 0.0042 17.1463 11.0705
15 1 0.0004 31.7298 18.307
20 1 0.0031 34.2875 24.9958
Table 6.14 Engle ARCH test for return of steel demand data
Lag H p-Value Stat Critical Value
10 0 0.1349 8.4131 11.0705
15 0 0.5017 9.3233 18.307
20 0 0.738 11.204 24.9958

To make prediction from steel demand series using Al model, the demand series is
analysed through DWT and decomposed into 3-levels to obtain different subseries as
shown in Figure 6.40. The whole data set contained in the subseries is divided into
training set as 76% (38-months) of whole data set and rest 24% (12-months) as testing
set. The Al models such as ANN, ANFIS, LSSVM and MGGP are trained using the
training set. The forecasting model obtained after successful training of MGGP model is
expressed in Equation (6.47). After successful training of the Al models, testing data set

is presented to the models and 12-months ahead demand data are predicted.
ypred= xtest (:,1)+ xtest(;,2)+ xtest(;,3)+ xtest(;,4)+1.07e -8
xtest(:,2)x xtest(;,4)+ 2.396e - 8x xtest(:,3)x xtest(:,4)-3.249 e - 5

The model parameters settings for successful training of ANN, ANFIS, LSSVM and

(6.47)

MGGP models for Case 1, Case 2 and Case 3 are summarized in Table 6.15.

118



400

350

300

250

200

150

100

Approximation A3

Detail D1

2} 10 20 30 40

Detail D2

20 30

Detail D3

40

[a] 10 20 30 ET

=0 50
o

o
-s50
-100

s0 - o

10

Z0 30

ET

50

Figure 6.40 Decomposed data series of the steel demand data

Table 6.15 Model parameter settings for the ARIMA and proposed intelligent models

Models Tuning parameters Case-| Case -ll Case-lll
PQR Puvt. Ltd. XYZ Pvt. Ltd. LMN Pvt. Ltd.
ARIMA ARIMA(2,1,2) | ARIMA(2,1,1)(0,1,1)12 | ARIMA(2,2,1)
DWT Decomposition level 4 5 3
I 5 6 4
m 6 8 6
n 1 1 1
ANN a 0.1 0.1 0.1
n 0.06 0.01 0.0
epochs 500000 50000 500000
goal 10-5 10-3 10-5
Number of MF for each input 22222 222222 2222
MF type gauss2mf trimf gaussmf
ANFIS Error Tolerance 0.1 0.1 0.1
epochs 6 8 6
output MF type linear linear linear
LSSVM Y 3778865.67 6.97235e-13 1286899.32
o2 265043.383 2630.2743 7145220.115
Gmax 4 4 4
Dmax 5 4 5
Population size 100 100 100
MGGP Number of generation 100 100 100
Crossover event 0.85 0.85 0.85
Probability | Mutation event 0.1 0.1 0.1
values Direct 0.05 0.05 0.05
reproduction
*gauss2mf: two side Gaussian membership function; trimf: Triangular-shaped

membership function; gaussmf: Gaussian curve membership function; MF: membership

function

6.6 Performance analysis of proposed models

Considering 12-month ahead prediction of demand from identified ARIMA model and
Al models (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP) in Case 1, Case 2
and Case 3, the MSE values are estimated using Equation (6.43) (Table 6.16). From the
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table, it can be observed that MSE values in case of intelligent models are low as
compared to the ARIMA model signifying high accuracy of the intelligent models. From
Table 6.16, it can also be observed that accuracy of the DWT-LSSVM is comparatively
better than the DWT-ANN and DWT-ANFIS model.

Table 6.16 Summery of estimated MSE values

Forecasting Models
Cases Parameters ARIMA DWT-ANN A[\)[\\?;/:-:—s L[évsv\'}'M |\5|)\c/-:.vc-5rp
PQCRa;\‘jt.l;_t d 178544.01 4.392 28.469 0.0007 | 0.000000028
X\E:Zals:’?/t.zl:_t d MSE 228018346.7 | 77274529.83 | 64741185.4 | 234.664 97.670
LMﬁan,\‘ff;_t d 12046.768 229.552 761.496 0.003 | 0.000000007

According to Lee et al. (1997), a proper forecasting model always reduces the BWE.
To campare the performance of the proposed forecasting models (ARIMA-GARCH and
intelligent models) with ARIMA model, the BWE are estimated through estimating the

order quantities (Q,) using a simple review period order-up-to level (R, S) replenishment
policy i.e. base-stock policy using Equation (6.48) and Equation (6.49) considering lead
time (L) and review period (R) equals to one time period.

Q, = (IﬁtL + ZGtL)— (Iﬁtl + Zc“s't:l)+ D, , (6.48)
Q, =B} -BL, )+ D, (6.49)
where the variable D, ,is the actual demand for (t-1) period. z represents the service
level (assumed as 95% service level resulting a z value of 1.96). The parameter & is the
forecasted demand variation during the lead time while &} ,is the forecasted demand

variation during the just previous period t-1. DtL is the forecasted demand during the lead

time at time period t. Similarly, If)tE1 is the forecasted demand during the lead time just

the previous period, (t-1). The Equation (6.48) is applicable for heteroskedastic demand
series (i.e. demand variance changes with time) for which the forecasting model should
have the ability to predict the changing demand variance whereas Equation (6.49) is
applied to homoscedastic demand series. Since Case 1 and Case 3 do not exhibit
heteroskedastic demand, 12-months ahead changing demand variance is predicted
using the identified GARCH (2, 1) model only in Case 2 and mean demand are predicted
using the identified ARIMA (2, 1, 1) (0, 1, 1)12. Using the predicted demand variance and

mean demand, the safety-stock quantities (z&}/z67,) are updated in each

replenishment period to estimate the order quantities using Equation (6.48). When
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changing variation in demand is not considered, the order quantities are estimated using
Equation (6.49). Through the estimated order quantities and actual demand observed in
Case 2, the BWE and NSAmp are estimated from ARIMA (without considering demand
variance) and ARIMA-GARCH (considering demand variance) model using Equations
(1.2) and (1.3) (in Chapter 1) respectively (Table 6.17).

Table 6.17 Estimated BWE and NSAmp using ARIMA and ARIMA-GARCH model

Model (Case 2) BWE NSAmMp
ARIMA 0.881 1.041
ARIMA-GARCH 0.953 1.024

From the Table 6.17, it can be observed that BWE approaches to one in case of
ARIMA-GARCH model signifying less BWE. When BWE is estimated using ARIMA
model, it is less than one indicating the damping scenario (i.e. variation in order is low
compared to variation in demand). The NSAmp value estimated in case of ARIMA-
GARCH model is less as compared to ARIMA model. From the above analysis, it has
been verified that proposed ARIMA-GARCH model can estimate the order quantity with
relatively high degree of accuracy through updating safety stock using predicted demand
variance.

From Table 6.16, it has been verified that accuracy of the proposed intelligent models
is better as compared to the ARIMA model in three cases. To analyse the performance
of the intelligent models, BWE and NSAmp values are estimated. For this purpose, order
guantities are estimated using Equation (6.49) based on predicted demand from
identified ARIMA models for various cases and BWE and NSAmp are calculated using
Equation (1.2) and Equation (1.3) (Chapter 1). Similarly, BWE and NSAmp are
calculated using intelligent models for all cases. The results are summarised in Table
6.18.

Table 6.18 Estimated BWE and NSAmp using ARIMA and intelligent models

Forecasting Models
cases Parameters [ RIMA | DWT-ANN | DWT-ANFIS | DWT-LSSVM | DWT-MGGP

ggsé el 127 | 099 1.062 0.999 0.999
)C(f(szep\zlt:. Lig | BWE 0.881 | 1.005 1.033 0.999 0.999

casel 1182 | 1.006 1.079 0.999 1

ggs,f L 102 | 0.024 0.021 0.0004 7.33E-06
)(g‘f(szep\z,t:. Lg | NSAmp 1.041 | 0.46 0.778 0.021 0.007158
case 0.8701 | 0.577 0.269 0.007 1.25E-06
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From the table, it can be observed that the BWE estimated from the intelligent models
are either equal to one or approaches to one. This signifies that there is no BWE or less
BWE. However, BWE is more than one in case of ARIMA model for Case 1 and Case 3
and less than one in Case 2. This signifies high BWE in Case 1 and Case 3 and damping
case (high variation in demand with respect to order) in Case 2. From Table 6.18, it can
be observed that NSAmp values estimated using intelligent models are less compared to
the ARIMA model. In other words, less variation is inventory is observed when demand is
predicted through the intelligent models and hence holding cost can be reduced. From
the above analysis, it can be concluded that proposed intelligent models outperform the
ARIMA model. Hence, it has been verified that proposed intelligent models help in
accurate demand forecasting to reduce the BWE and NSAmp to enhance the
performance of supply chain under uncertainty. From the Table 6.18, it can be observed
that DWT-LSSVM and DWT-MGGP is better than the DWT-ANN and DWT-ANFIS
model. It is to be noted that BWE and NSAmp value estimated for Case 2 considering
ARIMA-GARCH is higher than the intelligent models. Hence, it can be concluded that
intelligent models (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP)
outperforms the ARIMA-GARCH model also. Further, the performance of the proposed
intelligent models is tested for different varieties of (R, S) policy to test the robustness of
the approach.

Based on different smoothing parameters for demand, order and inventory position,
there are five replenishment policies such as (R,S),(R,8S),(R,D),(R,yO) and (R,yO,BS)
(JakSi¢ and Rusjan, 2008; Bandyopadhyay and Bhattacharya, 2013). For (R, S) policy,

the analysis has already been made in the previous sections. In (R, D) policy if Q, =D, ,

results in BWE=1. Therefore, these two policies are excluded from further analysis. To
study the performance of the intelligence models with respect to ARIMA model for

(R,BS)policy, the Q, values are estimated using the predicted demand from identified

ARIMA and intelligence models using Equation (6.50) through increasing the inventory

smoothing parameter  from 0.1 to 0.9. Based on the estimated order quantities, the

BWE are estimated using Equation (1.2) (in Chapter 1) for Case 1, Case 2 and Case 3
and shown in Figures 6.41, Figure 6.42 and Figure 6.43 respectively.

Q, =pB: -B: )+ D, (6.50)
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From the figures, it can be observed that BWE is either equals to one or approaches

to one when 3 assumes a value at 0.2 for Case 1, 0.1 or 0.9 for Case 2 and 0.1 to 0.2 or

0.9 for Case 3. BWE is either more than or less than one when demand is predicted

using ARIMA model for any value (0.1 to 0.9) is selected for 3 to estimate the order. This

proves that performance of intelligent models is better than the ARIMA model for (R,BS)

policy. To analyses the performance of the intelligence model for (R,yO) inventory
replenishment policy, the order smoothing parametery is varied from 0.1 to 0.9 and Q,

values are estimated from Equation (6.51) using the predicted demand from the

intelligence models and ARIMA model. Based onQ,, the BWE are computed using

Equation (1.2) (Chapter 1) for three cases (Figure 6.44, 6.45 and 6.46 for Case 1, Case

2 and Case 3 respectively).

Qt = Qt71 +'Y(6It_ _Qt71) (651)
From the Figure 6.44, it can be observed that BWE approaches to one when Y

approaches to any value from 0.4 to 0.6 if demand is predicted using intelligent models.

However, BWE is always more than one for any value of Y when demand is predicted

using ARIMA model.
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Figure 6.43 Estimated BWE employing
(R,BS) policy for Case 3

Figure 6.44 Estimated BWE employing
(R,yO) policy for Case 1

From Figure 6.45, it can be observed that the BWE is same for any value (0.1 to 0.9)

of ¥ whether demand is predicted using ARIMA or intelligence models. The BWE can be

reduced while Yy value is selected at 0.1 for order estimation. From Figure 6.46, it can be

observed that ARIMA model can help in reducing the BWE when 7 selected at 0.1 and

0.2. When demand is predicted through intelligent models and v is selected between 0.1

and 0.3 for order estimation, the BWE can be reduced.
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Figure 6.45 Estimated BWE employing
(R,yO)for Case 2

Figure 6.46 Estimated BWE employing
(R,yO) policy for Case 3

To analyse the performance of the intelligent models for (R,yO,BS) replenishment

policy, three values such as 0.1, 0.5 and 0.9 are considered for the smoothing

parameters Yandf. Using predicted demand from identified ARIMA model and
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intelligent models, the Q, values are estimated using Equation (6.52) by varying the 3
for a constant value of y.
Q =Dy +7(Q4 _Dt—1)+l3(f)lt_ _ljlh) (6.52)
Based on the Q, value, the BWE is estimated. The behaviour of BWE under the
influence of yandp and forecasting models are shown in Figures 6.47- 6.49 for three
cases. Figure 6.47 described the behaviour of BWE for Case 1. From the figure, it can be
observed that for any value of Y when  varies, the BWE is always more than one (high
BWE) when demand is predicted through the ARIMA model. The BWE can be reduced
when the demand is predicted using intelligent models and Q,are estimated using
(R,yO,BS) policy considering Y and Bat 0.1. This analysis concludes that intelligent
models can be used as suitable forecasting model when (R,yO,8S) policy used for
inventory replenishment. Figure 6.48 describes the behaviour of BWE when order is
estimated using (R,yO,BS)policy (Equation 6.52) for Case 2. From the figure, it can be
observed that BWE is less than one when demand is predicted through the ARIMA

model whereas BWE approaches to one when demand is predicted through intelligent

models and order quantities are estimated using (R,yO,BS) policy selecting Yy value at

0.1 and Bvalue at 0.9
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Figure 6.47 Estimated BWE employing (R,pS,y0) by varying B at constant y value for Case 1

Figure 6.49 shows the behaviour of BWE for Case 3. From the figure, it can be

observed that BWE can be reduced when demand is predicted either using ARIMA
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model or intelligent models and orders are estimated using (R,yO,BS)policy (Equation

(6.52)) selecting pvalue at 0.1 and 7 value 0.9. From the study, it is found that BWE can

be reduced when the smoothing parameter fand Yy are properly selected to estimate

the order quantity using the predicted demand from intelligent models.
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Figure 6.48 Estimated BWE employing (R,S,v0) by varying B at constant y value for Case 2
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Figure 6.49 Estimated BWE employing (R,pS,y0) by varying 3 at constant y value for Case 3

6.7 Summary

In this chapter, two types of forecasting models are proposed. First model is the

integrated approach of ARIMA-GARCH to deal with heteroskedastic demand series. This

model predicts the changing demand variance to update the safety stock at each

replenishment period for proper estimation of order quantity to reduce the BWE and

NSAmp. Second model is a relatively new approach proposed through embedding the
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DWT analysis with Al techniques (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-GP)
to improve the forecasting accuracy to reduce the BWE and NSAmp. The proposed
intelligence models are validated by analysing an example data set from open literature
through estimating MSE value.

In order to evaluate the performance of the proposed forecasting models, demand
data from three cases is used to estimate BWE and NSAmp considering the base-stock
inventory replenishment policy. Through judicious selection of GARCH model, the
variation in cement demand is forecasted for 12-months ahead and mean demand is
estimated from the selected ARIMA model to estimate the safety stock quantity for
estimating the order (from Case 2). A comparative analysis has been carried out through
estimating BWE and NSAmp considering ARIMA only (i.e. without considering predicted
demand variation) and ARIMA-GARCH model (i.e. considering forecasted demand
variation to estimate the order). From the analysis, it is found that BWE and NSAmp
values are less if forecasted demand variance is considered.

Similarly, predicted demand from the intelligent models is used to estimate the order
guantity using base-stock policy to calculate BWE and NSAmp. From the analysis, it is
found that BWE and NSAmp are comparatively less when demand is predicted using the
intelligent models. From further analysis, it has been observed that DWT-MGGP model
outperforms the other proposed models. However, DWT-LSSVM is equally a competing
method with DWT-MGGP as far as forecasting accuracy is concerned. The DWT-ANN
and DWT-ANFIS are definitely better than ARIMA model but their performance seems to
be poor as compared to DWT-MGGP. Further, it is found that intelligent models
outperform the ARIMA-GARCH model. Further, different variants of order-up-to policies
like (R,BS)(R,yO)and (R,yO,BS) are tested by changing the smoothing parameters.
From the study, it is observed that BWE is either greater than one (existence of BWE) or
less than one (damping scenario) when demand is predicted using ARIMA model and
order quantities are estimated using (R,8S), (R,yO)and (R,yO,BS)replenishment policies.
BWE can possibly be reduced when demand is predicted through intelligent models and
order quantities are estimated using (R,8S),(R,yO)and (R,yO,3S) policies through
appropriate selection of smoothing parameters. In future, the proposed models can be
tested for other order replenishment policy and filtering techniques instead of DWT. The
Chapter 7 concludes the work covered in the thesis including practical and managerial

implication, limitation and future scope of the work.
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CHAPTER 7

EXECUTIVE SUMMARY AND
CONCLUSIONS



7.1 Introduction

Dealing with uncertainties in supply chain management for improving its performance
is a major issue these days. Existence of uncertainty in demand, supply lead time,
supplier acquisition rate, processing time taken by machine, delay due to machine failure
and random occurrence of machine failure adversely affects the performance of supply
chain through increasing the backlog, decreasing the service level and increasing the
total cost. Uncertainties also lead to bullwhip effect and net-stock amplification. Bullwhip
effect (BWE) causes increase in ordering/production switching cost. Net-stock
amplification (NSAmp) results in increase in holding cost and decrease in service level.
In this direction, the present work emphasises on study of impact of uncertainties on
supply chain performance and different approaches to reduce the adverse effect of
uncertainties.

7.2 Summary of findings

System dynamics is one of the useful approaches to study the behaviour of multi-
echelon serial supply chain employed with reorder point order-up-to level ((s, S))
inventory control policy performing under uncertainty. From the analysis, it is found that
the order variance and variation in inventory level increases in the upward stream of the
SC (towards wholesaler). The bottom echelon (retailer) accumulates higher backorder
than the upper echelon in a supply chain. Through design of experiments (DOE)
approach, the influence of uncertainty in demand and lead time and target inventory on
BWE and total cost is investigated. From the analysis, it is found that uncertainty in
demand and the target inventory has significant effect on supply chain cost. The supply
chain cost can be reduced through keeping target inventory at medium level when there
is low variation in demand and lead time. Target inventory has significant effect on BWE
and it can be reduced through keeping target inventory at low level when there is low
uncertainty in demand and lead time. Through the grey relational analysis, it is found that
BWE and total cost can be simultaneously reduced keeping low target inventory when
there is low variation in demand and supply lead time.

Next the behaviour of manufacturing system is analysed considering make-to-stock
(MTS) and assemble-to-stock (ATS) manufacturing system. The performance of the
serial MTS manufacturing system is analysed through generating six different scenarios
based on uncertainty in supply lead time, processing time and delay due to machine
failure using system dynamics approach. From the study, it is found that backlog

increases when uncertainty in various parameters acts upon the system. From DOE
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approach, it is determined that uncertainty in lead time, processing time and delay due to
machine failure has significant effect on backlog. Interaction of processing time and
delay due to machine failure largely influence backlog. The backlog can be reduced
through reducing the uncertainty. A regression model is developed to represent the
relationship between the backlog and uncertain parameters. Through the cuckoo search
algorithm, the optimal parameter setting is obtained to reduce backlog. To analyse the
performance of serial multistage ATS manufacturing system, the system is modelled
using system dynamics approach. Various scenarios are generated using response
surface methodology approach. The performance of the ATS manufacturing system is
analysed in terms of backlog and work in progress (WIP) inventory. From the analysis of
variance (ANOVA), it is found that backlog is significantly affected due to uncertainty in
processing time and delay due to machine failure. Similarly, interaction of these two
factors has significant effect on backlog.

Similarly, the behaviour of serial two-stage MTS manufacturing system under the
influence of uncertainty in (i) demand (ii) lead time (iii) supplier's acquisition rate (iv)
processing time and (v) delay due to machine failure through system dynamics approach
is studied. Effect of uncertainty on raw material shortage, WIP, and backlog at
manufacturer's end and supplier's end is analysed. From the analysis, it is found that
performance of manufacturing system is highly affected when uncertainty in supplier’s
acquisition rate increases. This study also analyses the benefits of a backup supply
strategy. From the study, it is found that high service level should be maintained at the
upper echelon of the supply chain in order to maintain high service level at the bottom of
the echelon.

Under the uncertain environment it is very hard to predict accurate demand to reduce
BWE and NSAmp. Therefore, to enhance the forecasting accuracy and reduce BWE and
NSAmp, different improved forecasting models are proposed such as ARIMA-GARCH
and intelligence models (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP). The
models are successfully validated using an example from open literature. The
performance of models are analysed through data obtained from three different case-
study examples. From the analysis, it is found that the ARIMA-GARCH model is a
suitable model for demand forecasting when demand exhibits heteroskedastic nature
and supply chain is employed with (R, S) policy. Similarly, from the analysis, it is found
that demand forecasting using Al models helps in reducing BWE and NSAmp when

demand series is linear/non-linear or stationary/non-stationary in nature. Further to check
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the robustness of the intelligence models, their performance is tested for different
varieties of (R, S) policies.
7.3 Contribution of the research work

The behaviour of multi-echelon serial supply chain employed with (s, S) policy is
studied under the influence of uncertainty in demand and lead and inventory decision
parameter the target inventory. The impact of uncertainty in demand and lead time and
the target inventory on supply chain performance such as BWE and total cost is
investigated. Optimal parameter settings are determined to simultaneously reduce the
BWE and total cost under uncertainty. Further, the behaviour of MTS and ATS
manufacturing system is studied under the influence of uncertainty in raw material supply
lead time, production delay and delay due to machine failure considering backlog as
performance parameter. The impact of uncertainty on MTS and ATS system is
systematically analysed through the DOE approach. Cuckoo search algorithm is
proposed to find the optimal parameter setting to reduce the effect of uncertainty.

A Backup supply strategy is proposed to cope with uncertainty in supplier’s acquisition
rate in a two stage MTS manufacturing system. Different improved forecasting methods
are proposed to overcome the problem associated with time series ARIMA model for
prediction of accurate demand to reduce BWE and NSAmp. The ARIMA-GARCH model
is proposed to make prediction when demand series is heteroscedastic in nature and
order quantity estimated using base-stock policy in a supply chain. The intelligence
models DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP are proposed to make
prediction when demand series is followed linear/non-linear or stationary/non-station
pattern and order is estimated using base-stock policy and different varieties of (R,S)
policies like (R,BS), (R,yO)and(R, Y0, BS) to reduce BWE and NSAmp.

7.4 Research implications

In Chapter 3, system dynamics approach is proposed to analyse the impact of
uncertainty in demand and lead time, and target inventory decision on the behaviour of
multi-echelon serial supply chain is studied. This idea can be adopted to study the
behaviour of multi-echelon serial/network supply chain under the influence of
uncertainties. Through the proper decision of target inventory level, the BWE and total
cost throughout the supply chain can be moderated. Similarly, in Chapter 4, a framework
is proposed to study the behaviour of manufacturing system under the influence of
uncertain conditions. This idea can be implemented by an organisation to identify the

impact of different uncertainties on the behaviour of a manufacturing system. Based on
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which different strategies can be developed to control the adverse effect of uncertainties
associated with the supply chain activities. The importance of backup supply strategy
under uncertain environment is analysed in Chapter 5. Through adopting backup supply
strategy, an organisation can avoid stock-out situation. In Chapter 6, the advantages of
forecasting techniques such as ARIMA-GARCH, DWT-ANN, DWT-ANFIS, DWT-LSSVM
and DWT-MGGP over the time series ARIMA model is analysed. The ARIMA-GARCH
model can be used to apply to predict when demand pattern is heteroskedastic in nature.
With the help of ARIMA-GARCH model, an organisation can predict the changing
demand variation to update the safety-stock level. Similarly, intelligence forecasting
techniques (DWT-ANN, DWT-ANFIS, DWT-LSSVM and DWT-MGGP) can be applied to
predict the demand when the demand pattern exhibits non-linear and non-stationary
pattern. The intelligence forecasting techniques can be used as a suitable forecasting
technique to reduce BWE and NSAmp when order quantities are decided through order-
up-to level inventory control policy.
7.5 Limitations of the study and directions for future research

The model proposed for multi-echelon serial supply chain in Chapter 3 is consist of
single retailer, distributor, wholesaler and manufacturer and confined to a single product.
This model can be further improved with multiple retailers, distributors, wholesalers and
manufacturers dealing with multiple products. The MTS and ATS manufacturing supply
chain model proposed in Chapter 4 is confined to a single product and raw material
supplied from a single supplier. The model can be further improved with multiple
products requiring more than one type of raw material for production. In Chapter 5,
backup supply strategy is proposed to cope with raw material supply uncertainty at the
manufacturing end. There is no remedial approach or strategy is proposed for the
uncertainty in production process. Hence, different strategies can be explored to reduce
the uncertainty in production process. In Chapter 6, proposed forecasting models are
tested for the (R, S) policy. These models can be tested for different inventory control

policies like (s, S) inventory control policy.

131



10.

11.

12.

Bibliography

Aardal, K., Jonsson, O. and Jonsson, H. (1989). Optimal inventory policies with
service-level constraints. Journal of the operational research society, 40(1), 65-73.

Agrawal, S., Sengupta, R. N. and Shanker, K. (2009). Impact of information sharing
and lead time on bullwhip effect and on-hand inventory. European Journal of
Operational Research, 192(2), 576-593.

Aggarwal, S. K, Saini, L.M. and Kumar, A. (2009). Electricity price forecasting using
wavelet domain and time domain features in a regression based technique.
International Journal of Recent Trends in Engineering, 2(5), 33-37.

Axsater, S. and Juntti, L. (1996). Comparison of echelon stock and installation stock
policies for two-level inventory systems. International Journal of Production
Economics, 45(1), 303-310.

Axsater, S. (1997). Simple evaluation of echelon stock (R, Q) policies for two-level
inventory systems. IIE Transactions, 29(8), 661-669.

Bandyopadhyay, S. and Bhattacharya, R. (2013). A generalized measure of
bullwhip effect in supply chain with ARMA demand process under various
replenishment policies. The International Journal of Advanced Manufacturing
Technology, 68(5-8), 963-979.

Bayazit, O. (2006). Use of analytic network process in vendor selection
decisions. Benchmarking: An International Journal, 13(5), 566-579.

Beamon, B. M. (1999). Measuring supply chain performance. International Journal
of Operations and Production Management, 19(3), 275-292.

Bera, A. K. and Sharma, S. C. (1999). Estimating production uncertainty in
stochastic frontier production function models. Journal of Productivity Analysis,
12(3), 187-210.

Berry, D., Towill, D. R. and Wadsley, N. (1994). Supply chain management in the
electronics products industry. International Journal of Physical Distribution and
Logistics Management, 24(10), 20-32.

Bingol, D., Tekin, N. and Alkan, M. (2010). Brilliant Yellow dye adsorption onto
sepiolite using a full factorial design. Applied Clay Science, 50(3), 315-321.

Blos, M. F., Quaddus, M., Wee, H. M. and Watanabe, K. (2009). Supply chain risk
management (SCRM): a case study on the automotive and electronic industries in
Brazil. Supply Chain Management: An International Journal, 14(4), 247-252.

132



13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

28.

Bollerslev, T. (1986). Generalized autoregressive conditional heteroskedasticity.
Journal of Econometric, 31(3), 307-327.

Bollerslev, T., Chou, R.Y. and Kroner, K.F. (1992). ARCH modelling in France: a
selective review of the theory and empirical evidence. Journal of Econometrics,
52(1-2), 5-59.

Boran, F. E., Geng, S., Kurt, M. and Akay, D. (2009). A multi-criteria intuitionistic
fuzzy group decision making for supplier selection with TOPSIS method. Expert
Systems with Applications, 36(8), 11363-11368.

Boute, R. N. and Lambrecht, M. R. (2009). Exploring the bullwhip effect by mean of
spreadsheet simulation. Informs Transaction on Education, 10(1), 1-9.

Box, G.P. and Jenkins, G.M. (1976).Time series analysis: Forecasting and control,
Holden-day Inc., San Francisco, CA.

Box, G.E.P., Jenkins, G.M., Reinsel, G.C. and Jenkins, G. (1994). Time Series
Analysis: Forecasting and Control, 3™ Ed., Prentice-Hall, Englewood Cliffs, NJ.

Brindley, C. (2004). Supply chain risk. Edited by Brindley, C., Ashgate Publishing.
Aldershot, United Kingdom.

Burnwal, S. and Deb, S. (2013). Scheduling optimization of flexible manufacturing
system using cuckoo search-based approach. The International Journal of
Advanced Manufacturing Technology, 64(5-8), 951-959.

Burton, T. T. (1988). JIT/repetitive sourcing strategies: tying the knot with your
suppliers. Production and Inventory Management Journal, 29(4), 38-41.

Cachon, G. P. and Fisher, M. (2000). Supply chain inventory management and the
value of shared information. Management Science, 46(8), 1032-1048.

Campuzano, F., Mula, J. and Peidro, D. (2010). Fuzzy estimations and system
dynamics for improving supply chains. Fuzzy Sets and Systems, 161(11), 1530-
1542,

Capkun, V., Hameri A.-P. and Weiss L. A. (2009). On the relationship between
inventory and financial performance in manufacturing companies. International
Journal of Operations and Production Management, 29(8), 789-806.

Caydas, U. and Hascallk, A. (2008). Use of the grey relational analysis to determine
optimum laser cutting parameters with multi-performance characteristics. Optics
and laser Technology, 40(7), 987-994.

Cebi, F. and Bayraktar, D. (2003). An integrated approach for supplier selection.
Logistics Information Management, 16(6), 395-400.

Chakraborty, T., Giri, B. C. and Chaudhuri, K. S. (2008). Production lot sizing with
process deterioration and machine breakdown. European Journal of Operational
Research, 185(2), 606-618.

Chan, F. T. and Kumar, N. (2007). Global supplier development considering risk
factors using fuzzy extended AHP-based approach. Omega, 35(4), 417-431.

133



29.

30.

31.

32.

33.

34.

35.

36.

37.

38.

39.

40.
41.

42.

Chandrasekaran, K. and Simon, S. P. (2012). Multi-objective scheduling problem:
Hybrid approach using fuzzy assisted cuckoo search algorithm. Swarm and
Evolutionary Computation, 5, 1-16.

Chatfield, D. C., Kim, J. G., Harrison, T. P. and Hayya, J. C. (2004). The bullwhip
effect-impact of stochastic lead time, information quality, and information sharing: A
simulation study. Production and Operation Management, 13(4), 340-353.

Chauchard, F., Cogdill, R., Roussel, S., Roger, J. M. and Bellon-Maurel, V. (2004).
Application of LS-SVM to non-linear phenomena in NIR spectroscopy: development
of a robust and portable sensor for acidity prediction in grapes. Chemometrics and
Intelligent Laboratory Systems, 71(2), 141-150.

Chen, F., Drezner, Z., Ryan, J. K. and Simchi-Levi, D. (2000a). Quantifying the
bullwhip effect in a simple supply chain: The impact of forecasting, lead times, and
information. Management Science, 46(3), 436-443.

Chen, F., Ryan, J. K. and Simchi-Levi, D. (2000b). The impact of exponential
smoothing forecasts on the bullwhip effect. Naval Research Logistics, 47(4), 269-
286.

Chopra S., Meindle P. and Kalra D.V. (2006). Supply chain management strategy,
planning and operation. 3" Ed., Pearson Education, Inc., New Delhi, India.

Christopher, M.G. (1992). Logistics and Supply Chain Management. Pitman
Publishing, London, United Kingdom.

Christopher, M., Lowson, R. and Peck, H. (2004). Creating agile supply chains in
the fashion industry. International Journal of Retail and Distribution Management,
32(8), 367-376.

Cooper, M. C. and Elram, L. M. (1993). Characteristics of supply chain
management and the implications for purchasing and logistics strategy.
International Journal of Logistics Management, The, 4(2), 13-24.

Cooper, M. C., Lambert, D. M. and Pagh, J. D. (1997). Supply chain management:
more than a new name for logistics. International Journal of Logistics Management,
The, 8(1), 1-14.

Coppini, M., Rossignoli, C., Rossi, T. and Strozzi, F. (2010). Bullwhip effect and
inventory oscillations analysis using the beer game model. International Journal of
Production Research, 48(13), 3943-3956.

Coyle, R.G. (1977). Management System Dynamics. John Wiley and Sons, London.

Croson, R. and Donohue, K. (2006). Behavioral causes of the bullwhip effect and
the observed value of inventory information. Management Science, 52(3), 323-336.

Cunningham, D. C. (2001). The distribution and extent of agrifood chain
management research in the public domain. Supply Chain Management: An
International Journal, 6(5), 212-215.

134



43.

44.

45.

46.

47.

48.

49.

50.

51.

52.

53.

54.

55.

56.

57.

Dahel, N. E. (2003). Vendor selection and order quantity allocation in volume
discount environments. Supply Chain Management: An International Journal, 8(4),
335-342.

Datta, S., Bandyopadhyay, A. and Pal, P. K. (2006). Desirability function approach
for solving multi-objective optimization problem in submerged arc welding. Journal
for Manufacturing Science and Production, 7(2), 127-138.

Daubechies, 1. (1990). The wavelet transforms time-frequency localization and
signal analysis. Information Theory, IEEE Transactions on, 36(5), 961-1005.

Davis, T. (1993). Effective supply chain management. Sloan management
review, 34, 35-35.

De Bodt, M. A. and Graves, S. C. (1985). Continuous-review policies for a multi-
echelon inventory problem with stochastic demand. Management Science, 31(10),
1286-1299.

Dejonckheere, J., Disney, S. M., Lambrecht, M. R. and Towill, D. R. (2003).
Measuring and avoiding the bullwhip effect: A control theoretic approach. European
Journal of Operational Research. 147(3), 567-590.

De Souza, R., Zice, S. and Chaoyang, L. (2000). Supply chain dynamics and
optimization. Integrated Manufacturing Systems. 11(5), 348-364.

Demirtas, E. A. and Ustiin, O. (2008). An integrated multiobjective decision making
process for supplier selection and order allocation. Omega, 36(1), 76-90.

Disney, S.M. and Towill, D.R. (2003a).Vendor-managed inventory and bullwhip
reduction in a two-level supply chain. International Journal of Operations and
Production Management, 23(6), 625-651.

Disney, S. M. and Towill, D. R. (2003b). On the bullwhip and inventory variance
produced by an ordering policy. Omega, 31(3), 157-167.

Dobos, I. (2011). The analysis of bullwhip effect in a HMMS-type supply chain.
International Journal of Production Economics, 131(1), 250-256.

Doganis, P., Alexandridis, A., Patrinos, P. and Sarimveis, H. (2006). Time series
sales forecasting for short shelf-life food products based on artificial neural
networks and evolutionary computing. Journal of Food Engineering, 75(2), 196-204.

Dolgui, A. and Ould-Louly, M. A. (2002). A model for supply planning under lead
time uncertainty. International Journal of Production Economics, 78(2), 145-152.

Duc, T. T. H., Luong, H. T. and Kim, Y.-D. (2008). A measure of bullwhip effect in
supply chains with a mixed autoregressive-moving average demand process.
European Journal of Operational Research, 187(1), 243-256.

Duc, T. T. H.,, Luong, H. T. and Kim, Y. D. (2008). A measure of the bullwhip effect
in supply chains with stochastic lead time. The International Journal of Advanced
Manufacturing Technology, 38(11-12), 1201-1212.

135



58.

59.

60.

61.

62.
63.

64.

65.

66.

67.

68.

69.

70.

71.

72.

Duc, T. T. H., Luong, H. T. and Kim, Y. D. (2010). Effect of the third-party
warehouse on bullwhip effect and inventory cost in supply chains. International
Journal of Production Economics, 124(2), 395-407.

Ellis, S. C., Henry, R. M. and Shockley, J. (2010). Buyer perceptions of supply
disruption risk: a behavioral view and empirical assessment. Journal of Operations
Management, 28(1), 34-46.

Engle, R.F. (1982). Autoregressive conditional heteroscedasticity with estimates of
the variance of United Kingdom inflation. Econometrica, 50(4), 987-1007.

Fan, C. Y., Fan, P. S. and Chang, P. C. (2010). A system dynamics modeling
approach for a military weapon maintenance supply system. International Journal of
Production Economics, 128(2), 457-469.

Forrester, J.W. (1961). Industrial Dynamics. MIT Press, Cambridge, MA.

Fransoo, J.C. and Wouters, M.J.F. (2000). Measuring the bullwhip effect in the
supply chain. Supply Chain Management: An International Journal, 5(2), 78-89.

Fritz, M. and Schiefer, G. (2008). Food chain management for sustainable food
system development: a European research agenda. Agribusiness, 24(4), 440-452.

Gandomi, A. H. and Alavi, A. H. (2012). A new multi-gene genetic programming
approach to nonlinear system modeling. Part I: materials and structural engineering
problems. Neural Computing and Application 21(1): 171-187.

Garg, A., Sriram, S. and Tai, K. (2013, April). Empirical analysis of model selection
criteria for genetic programming in modeling of time series system. In
Computational Intelligence for Financial Engineering and Economics (CIFEr), 2013
IEEE Conference.

Geary, S., Disney, S. M. and Towill, D. R. (2006). On bullwhip in supply chains—
historical review, present practice and expected future impact. International Journal
of Production Economics, 101(1), 2-18.

Ge, Y., Yang, J. B., Proudlove, N. and Spring, M. (2004). System dynamics
modelling for supply-chain management: A case study on a supermarket chain in
the UK. International Transactions in Operational Research, 11(5), 495-509.

Gel, E. S., Erkip, N. and Thulaseedas, A. (2010). Analysis of simple inventory
control systems with execution errors: economic impact under correction
opportunities. International Journal of Production Economics, 125(1), 153-166.

Georgiadis, P., Vlachos, D. and lakovou, E. (2005). A system dynamics modeling
framework for the strategic supply chain management of food chains. Journal of
Food Engineering, 70(3), 351-364.

Gilbert, K. (2005). An ARIMA supply chain model. Management Science, 51(2),
305-310.

Gilbert, K. C. and Chatpattananan, V. (2006). An ARIMA supply chain model with a
generalized ordering policy. Journal of Modelling in Management, 1(1), 33-51.

136



73. Giunipero, L. C. and Eltantawy, R. A. (2004). Securing the upstream supply chain: a

74.

75.

76.

7.

78.

79.

80.

81.

82.

83.

84.

85.

86.

87.

risk management approach. International Journal of Physical Distribution and
Logistics Management, 34(9), 698-713.

Goh, M., Lim, J. and Meng, F. (2007). A stochastic model for risk management in
global supply chain networks. European Journal of Operational Research, 182(1),
164-173.

Ghodsypour, S. H. and O’brien, C. (2001). The total cost of logistics in supplier
selection, under conditions of multiple sourcing, multiple criteria and capacity
constraint. International Journal of Production Economics, 73(1), 15-27.

Groenevelt, H., Pintelon, L. and Seidmann, A. (1992a). Production lot sizing with
machine breakdowns. Management Science, 38(1), 104-123.

Groenevelt, H., Pintelon, L. and Seidmann, A. (1992b). Production batching with
machine breakdowns and safety stocks. Operations Research, 40(5), 959-971.

Helo, P. T. (2000). Dynamic modelling of surge effect and capacity limitation in
supply chains. International Journal of Production Research, 38(17), 4521-4533.

Hong, L. and Ping, W. (2007). Bullwhip effect analysis in supply chain for demand
forecasting technology. System Engineering-Theory and Practice, 27(7), 26-33.

Hong, W. C., Dong, Y., Zhang, W. Y., Chen, L. Y. and K Panigrahi, B. (2013). Cyclic
electric load forecasting by seasonal SVR with chaotic genetic
algorithm. International Journal of Electrical Power and Energy Systems, 44(1),
604-614.

Huang, M., Yang, M., Zhang, Y. and Liu B. (2012). System dynamics modelling-
based study of contingent sourcing under supply disruptions. Systems Engineering
Procedia, 4, 290-297.

Huang, J.T. and Liao, Y.S. (2003). Optimization of machining parameters of wire-
EDM based on grey relational and statistical analyses. International Journal of
Production Research, 41(8), 1707-1720.

Hussain, M. and Drake, P.R. (2011). Analysis of the bullwhip effect with order
batching in multi-echelon supply chains. International Journal of Physical
Distribution and Logistics Management, 41 (8), 797-814.

Hwarng, H. B. and Xie, N. (2008). Understanding supply chain dynamics: A chaos
perspective. European Journal of Operational Research, 184(3), 1163-1178.

loannidis, S. (2011). An inventory and order admission control policy for production
systems with two customer classes. International Journal of Production
Economics, 131(2), 663-673.

Jaksi¢, M. and Rusjan, B. (2008). The effect of replenishment policies on the
bullwhip effect: a transfer function approach. European Journal of Operational
Research, 184(3), 946-961.

Jang, J. S. (1993). ANFIS: adaptive-network-based fuzzy inference system.
Systems, Man and Cybernetics, IEEE Transactions, 23(3), 665-685.

137



88.

89.

90.

91.

92.

93.

94.

95.

96.

97.

98.

99.

100.

101.

Kaboudan, M. A. (1999). A measure of time series' predictability using genetic
programming applied to stock returns. Journal of Forecasting, 18(5), 345-357.

Kansal, H. K., Singh, S., and Kumar, P. (2005). Parametric optimization of powder
mixed electrical discharge machining by response surface methodology. Journal of
Materials Processing Technology, 169(3), 427-436.

Karkkainen, M., Ala-Risku, T. and Holmstrém, J. (2003). Increasing customer value
and decreasing distribution costs with merge-in-transit. International Journal of
Physical Distribution and Logistics Management, 33(2), 132-148.

Kelepouris, T., Miliotis, P. and Pramatari, K. (2008). The impact of replenishment
parameters and information sharing on the bullwhip effect: A computational
study. Computers and Operations Research, 35(11), 3657-3670.

Ketzenberg, M., Metters, R. and Vargas, V. (2000). Inventory policy for dense retall
outlets. Journal of Operations Management, 18(3), 303-316.

Khan, A. A. and Shahidehpour, M. (2009). One day ahead wind speed forecasting
using wavelets. In Power Systems Conference and Exposition.

Kim, C. K., Kwak, I. S., Cha, E. Y. and Chon, T. S. (2006). Implementation of
wavelets and artificial neural networks to detection of toxic response behavior of
chironomids (Chironomidae: Diptera) for water quality monitoring. Ecological
Modelling, 195(1), 61-71.

Kim, J. G., Chatfield, D., Harrison, T. P. and Hayya, J. C. (2006). Quantifying the
bullwhip effect in a supply chain with stochastic lead time. European Journal of
operational research, 173(2), 617-636.

Kim, K. J. (2003). Financial time series forecasting using support vector machines.
Neurocomputing, 55(1), 307-319.

Koh, S. C. L. and Tan, K. H. (2006). Translating knowledge of supply chain
uncertainty into business strategy and actions. Journal of Manufacturing
Technology Management, 17(4), 472-485.

Koza, J. R (1992) Genetic Programming: On the programming of computers by
means of natural selection (Vol. 1). MIT press.

Kumar, S. (2011). Neural networks a classroom approach. New Delhi, India: Tata
McGraw-Hill Education Private Limited.

Kumar, S. and Nigmatullin, A. (2011). A system dynamics analysis of food supply
chains—Case study with non-perishable products. Simulation Modelling Practice and
Theory, 19(10), 2151-2168.

Kuo, Y., Yang, T. and Huang G.-W. (2011).The use of grey-based Taguchi method
for optimizing multiple-response simulation problem. Engineering Optimization,
40(6), 517-528.

138



102.

103.

104.

105.

106.

107.

108.

109.

110.

111.

112.

113.

114.

115.

Kuo, Y., Yang, T. and Huang, G. W. (2008). The use of grey relational analysis in
solving multiple attribute decision-making problems. Computers and Industrial
Engineering, 55(1), 80-93.

Kwong, C. K., Ip, W. H. and Chan, J. W. K. (2002). Combining scoring method and
fuzzy expert systems approach to supplier assessment: a case study. Integrated
Manufacturing Systems, 13(7), 512-519.

La Londe, B. J. and Masters, J. M. (1994). Emerging logistics strategies: blueprints
for the next century. International journal of physical distribution and logistics
management, 24(7), 35-47.

Lambert, D.M., Stock J.R. and Ellram L.M. (1998). Fundamental of logistics
management. Irwin/ McGraw-Hill, Burr Ridge, lllinois, 1998.

Lee, C. F. and Chung, C. P. (2012). An inventory model for deteriorating items in a
supply chain with system dynamics analysis. Procedia-Social and Behavioral
Sciences, 40, 41-51.

Lee, H. L., Padmanabhan, V. and Whang, S. (1997a). The bullwhip effect in supply
chainsl. Sloan management review, 38(3), 93-102.

Lee, H.L., Padmanabhan, V. and Whang, S. (1997b). Information Distortion in a
Supply Chain: The Bullwhip Effect. Management Science, 43(4), 546-558.

Lee, J. (2011). Inventory control by different service levels. Applied Mathematical
Modelling, 35(1), 497-505.

Lee, L. H., Lee, C. and Bao, J. (2006). Inventory control in the presence of an
electronic marketplace. European Journal of Operational Research, 174(2), 797-
815.

Li, C. and Liu, S. (2013). A robust optimization approach to reduce the bullwhip
effect of supply chains with vendor order placement lead time delays in an uncertain
environment. Applied Mathematical Modelling, 37(3), 707-718.

Li, D. and O'Brien, C. (2001). A quantitative analysis of relationships between
product types and supply chain strategies. International Journal of Production
Economics, 73(1), 29-39.

Li, P., Tan, Z., Yan, L., and Deng, K. (2011). Time series prediction of mining
subsidence based on a SVM. Mining Science and Technology (China), 21(4), 557-
562.

Li, S., Ragu-Nathan, B., Ragu-Nathan, T. S. and Subba Rao, S. (2006). The impact
of supply chain management practices on competitive advantage and
organizational performance. Omega, 34(2), 107-124.

Lockamy lll, A. and McCormack, K. (2010). Analysing risks in supply networks to
facilitate outsourcing decisions. International Journal of Production Research, 48(2),
593-611.

139



116.

117.

118.

1109.

120.

121.

122.

123.

124.

125.

126.

127.

128.

129.

130.

Lu, C. J,, Lee, T. S. and Chiu, C. C. (2009). Financial time series forecasting using
independent component analysis and support vector regression. Decision Support
Systems, 47(2), 115-125.

Luong, H. T. (2007). Measure of bullwhip effect in supply chains with autoregressive
demand process. European Journal of Operational Research, 180(3), 1086-1097.

Luong, H. T. and Phien, N. H. (2007). Measure of bullwhip effect in supply chains:
The case of high order autoregressive demand process. European Journal of
Operation Research, 183(1), 197-209.

Ma, Y., Wang, N., Che, A., Huang, Y. and Xu, J. (2013). The bullwhip effect on
product orders and inventory: a perspective of demand forecasting techniques.
International Journal of Production Research, 51(1), 281-302.

Mahapatra, S. S. (2011). Supplier selection in supply chain management: a fuzzy
multi-criteria  decision-making approach. International Journal of Services and
Operations Management, 8(1), 108-126.

Mahnam, M., Yadollahpour, M. R., Famil-Dardashti, V. and Hejazi, S. R. (2009).
Supply chain modeling in uncertain environment with bi-objective approach.
Computers and Industrial Engineering, 56(4), 1535-1544.

Makridakis, S., Wheelwright, S. C. and Hyndman, R. J. (2008). Forecasting
methods and applications. 3™ Ed. John Wiley and Sons, Singapore.

Makui, A. and Madadi, A. (2007). The bullwhip effect and Lyapunov exponent.
Applied Mathematics and Computation, 189(1), 35-40.

Mason-Jones, R. and Towill, D. R. (2000). Coping with Uncertainty: Reducing
Bullwhip Behaviour in Global Supply Chains. In Supply Chain Forum: An
International Journal, 1(1), 40-45.

Minegishi, S., and Thiel, D. (2000). System dynamics modeling and simulation of a
particular food supply chain. Simulation Practice and Theory, 8(5), 321-339.

Mishra, S., Samantra, C., Datta, S. and Mahapatra, S. S. (2012). Multi-attribute
group decision—-making (MAGDM) for supplier selection using fuzzy linguistic
modelling integrated with VIKOR method. International Journal of Services and
Operations Management, 12(1), 67-89.

Mohapatara, P.K.J., Mandal, P. and Bora, M.C. (1994), Introduction to system
dynamics modelling, Universities Press, India.

Montogomory, D.C. (2001). Design and analysis of experiments. 5" Ed. John Wiley
and Sons, Singapore.

Monczka, R.M., Handfield R.B. and Guinipero L.C. (2011). Purchasing and supply
chain management. 5" Ed., Cengage Learning, Singapore.

Moravej, Z. and Akhlaghi, A. (2013). A novel approach based on cuckoo search for
DG allocation in distribution network. International Journal of Electrical Power and
Energy Systems, 44(1), 672-679.

140



131.

132.

133.

134.

135.

136.

137.

138.

139.

140.

141.

142.

143.

144.

Neiger, D., Rotaru, K. and Churilov, L. (2009). Supply chain risk identification with
value-focused process engineering. Journal of Operations Management, 27(2),
154-168.

O’donnell, T., Maguire, L., Mclvor, R. and Humphreys, P. (2006). Minimizing the
bullwhip effect in a supply chain using genetic algorithms. International Journal of
Production Research, 44(8), 1523-1543.

Owens, S. F., and Levary, R. R. (2002). Evaluating the impact of electronic data
interchange on the ingredient supply chain of a food processing company.Supply
Chain Management: An International Journal, 7(4), 200-211.

Ozbayrak, M., Papadopoulou, T. C. and Akgun, M. (2007). Systems dynamics
modelling of a manufacturing supply chain system. Simulation Modelling Practice
and Theory, 15(10), 1338-1355.

Palpacuer, F., Gibbon, P. and Thomsen, L. (2005). New challenges for developing
country suppliers in global clothing chains: a comparative European
perspective. World Development, 33(3), 409-430.

Partal, T., and Cigizoglu, H. K. (2009). Prediction of daily precipitation using
wavelet—neural networks. Hydrological sciences journal, 54(2), 234-246.

Patnaik, A., Satapathy, A., Mahapatra, S. S. and Dash, R. R. (2008). A modeling
approach for prediction of erosion behavior of glass fiber—polyester
composites. Journal of Polymer Research, 15(2), 147-160.

Pedroso, M. C. and Nakano, D. (2009). Knowledge and information flows in supply
chains: A study on pharmaceutical companies. International Journal of Production
Economics, 122(1), 376-384.

Petroni, A. and Braglia, M. (2000). Vendor selection using principal component
analysis. Journal of supply chain management, 36(1), 63-69.

Petrovic, D. (2001). Simulation of supply chain behaviour and performance in an
uncertain environment. European Journal of Operational Research, 71(1-3), 429-
438.

Petrovic, D., Roy, R. and Petrovic, R. (1998). Modelling and simulation of a supply
chain in an uncertain environment. European Journal of Operational Research,
109(2), 299-309.

Petrovic, D., Roy, R. and Petrovic, R. (1999). Supply chain modelling using fuzzy
sets. European Journal of Operational Research, 59(1-3), 443-453.

Prater, E. (2005). A framework for understanding the interaction of uncertainty and
information systems on supply chains. International Journal of Physical Distribution
and Logistics Management, 35(7), 524-539.

Rajendran, C. and Ziegler, H. (2004). Ant-colony algorithms for permutation
flowshop scheduling to minimize makespan/total flowtime of jobs. European Journal
of Operational Research, 155(2), 426-438.

141



145.

146.

147.

148.

149.

150.

151.

152.

153.

154.

155.

156.

157.

Ramasesh, R. V. (1991). Procurement under uncertain supply lead times—a dual-
sourcing technique could save costs. Engineering Costs and Production
Economics, 21(1), 59-68.

Ranganathan, S. and Senthilvelan, T. (2011). Multi-response optimization of
machining parameters in hot turning using grey analysis. The International Journal
of Advanced Manufacturing Technology, 56(5-8), 455-462.

Razmi, J., Rafiei, H. and Hashemi, M. (2009). Designing a decision support system
to evaluate and select suppliers using fuzzy analytic network process. Computers
and Industrial Engineering, 57(4), 1282-1290.

Sahu, H.B. and Mahapatra S.S. (2013) Forecasting spontaneous heating
susceptibility of Indian coal using neuro fuzzy system. Geotechnical and Geological
Engineering, 31(2), 683-697.

Sahu, M., Mahapatra, S. S., Sahu, H. B. and Patel, R. K. (2011). Prediction of
water quality index using neuro fuzzy inference system. Water Quality, Exposure
and Health, 3(3-4), 175-191.

Salcedo-Sanz, S., Fernandez-Villacafas, J. L., Segovia-Vargas, M. J. and
Bousofio-Calzén, C. (2005). Genetic programming for the prediction of insolvency
in non-life insurance companies. Computers and Operations Research, 32(4), 749-
765.

Samantra, C., Datta, S., Mahapatra, S., Banerjee, S. and Bandyopadhyay, A.
(2011). Multi-Attribute Group Decision Making for Supplier Selection Using Grey
Analysis and Rough Set Theory. International Journal of Business Insights and
Transformation, 5(1).

Sanayei, A., Farid Mousavi, S., Abdi, M. R. and Mohaghar, A. (2008). An
integrated group decision-making process for supplier selection and order
allocation using multi-attribute utility theory and linear programming. Journal of the
Franklin Institute, 345(7), 731-747.

Sanchez, A. M. and Pérez, M. P. (2005). Supply chain flexibility and firm
performance: a conceptual model and empirical study in the automotive
industry. International Journal of Operations and Production Management, 25(7),
681-700.

Seki, Y., Seyhan, S. and Yurdakoc, M. (2006). Removal of boron from aqueous
solution by adsorption on Al,O3 based materials using full factorial design. Journal
of hazardous materials, 138 (1), 60-66.

Shapiro J.F. (2007). Modelling the supply chain, 2" Edition, Cengage Learning
India Private Limited, New Delhi.

Shukla, V. and Naim, M. M. (2009, July). The impact of capacity constraints on
supply chain dynamics. In Computers and Industrial Engineering, 2009. CIE 2009.
International Conference on (pp. 925-930). IEEE.

Silver, E.A., Pyke, D.F. and Peterson, R. (1998), Inventory management and
production planning and scheduling, 3™ Ed., John Wiley and Sons, New York.

142



158.

159.

160.

161.

162.

163.

164.

165.

166.

167.

168.

169.

170.

171.

172.

Simchi-Levi, D., Kaminsky, P. and Simchi-Levi, E. (2003). Managing the supply
chain the definitive guide for the business professional. McGraw-Hill companies,
1st Edition.

Sinha, P. R., Whitman, L. E. and Malzahn, D. (2004). Methodology to mitigate
supplier risk in an aerospace supply chain. Supply Chain Management: An
International Journal, 9(2), 154-168.

Sodhi, M. S. and Tang, C. S. (2011). The incremental bullwhip effect of operational
deviations in an arborescent supply chain with requirements planning. European
Journal of Operational Research, 215(2), 374-382.

Soman, C. A., Pieter van Donk, D. and Gaalman, G. (2006). Comparison of
dynamic scheduling policies for hybrid make-to-order and make-to-stock
production systems with stochastic demand. International Journal of Production
Economics, 104(2), 441-453.

Soman, C. A., Van Donk, D. P. and Gaalman, G. (2004). Combined make-to-order
and make-to-stock in a food production system. International Journal of Production
Economics, 90(2), 223-235.

Soner Kara, S. (2011). Supplier selection with an integrated methodology in
unknown environment. Expert Systems with Applications, 38(3), 2133-2139.

Sterman, J. (1989). Modelling managerial behaviour: Misperceptions of feedback in
a dynamic decision making experiment. Management Science, 35(3), 321-339.

Sterman, J.D. (2000). Business Dynamics: system thinking and modelling for
complex world. Mc Graw-Hill, New York.

Subasi, A. (2007) Application of adaptive neuro-fuzzy inference system for epileptic
seizure detection using wavelet feature extraction. Computers in Biology and
Medicine, 37(2) 227-244.

Sudheer, C., Maheswaran, R., Panigrahi, B.K. and Mathur, S. (2013). A hybrid
SVM-PSO model for forecasting monthly streamflow. Neural Computing and
Application 10.1007/s00521-013-1341-y.

Sudheer, C., Shrivastava N. A, Panigrahi, B.K and Mathur, S. (2013) Streamflow
forecasting by SVM with quantum behaved particle swarm optimization.
Neurocomputing 101(4), 18-23.

Takle, I.S. (2003). Modelling volatility in time series data. MSc thesis, University of
Kwa-Zulu Natal.

Tang, C. S. (2006a). Perspectives in supply chain risk management. International
Journal of Production Economics, 103(2), 451-488.

Tang, C. S. (2006b). Robust strategies for mitigating supply chain disruptions.
International Journal of Logistics: Research and Applications, 9(1), 33-45.

Tasgetiren, M. F., Liang, Y. C., Sevkli, M. and Gencyilmaz, G. (2007). A particle
swarm optimization algorithm for makespan and total flowtime minimization in the

143



173.

174,

175.

176.

177.

178.

179.

180.

181.

182.

183.

184.

185.

permutation flowshop sequencing problem. European Journal of Operational
Research, 177(3), 1930-1947.

Tasgetiren, M. F., Pan, Q. K., Suganthan, P. N. and Chen, A. H. (2011). A discrete
artificial bee colony algorithm for the total flowtime minimization in permutation flow
shops. Information Sciences, 181(16), 3459-3475.

Tersine R.J. (1994), Principles of inventory management and material
management. 4" Ed., Prentice-Hall international, Inc. New Jersey.

Tiacci, L. and Saetta, S. (2009). An approach to evaluate the impact of interaction
between demand forecasting method and stock control policy on the inventory
system performances. International Journal of Production Economics, 118(1), 63-
71.

Tuncel, G. and Alpan, G. (2010). Risk assessment and management for supply
chain networks: A case study. Computers in Industry, 61(3), 250-259.

Vlachos, D., Georgiadis, P. and lakovou, E. (2007). A system dynamics model for
dynamic capacity planning of remanufacturing in closed-loop supply
chains.Computers and Operations Research, 34(2), 367-394.

Veli¢kovi¢, A. V., Stamenkovi¢, O. S., Todorovi¢, Z. B. and Veljkovi¢, V. B. (2013).
Application of the full factorial design to optimization of base-catalyzed sunflower
oil ethanolysis. Fuel, 104, 433-442.

Vorst, v. d. J.G.A.J. van der and Beulens, A. J.M. (2002). Identifying sources of
uncertainty to generate supply chain redesign strategies. International Journal of
Physical Distribution and Logistics Management, 32(6), 409-430.

Walia, R. S., Shan, H. S. and Kumar, P. (2006). Multi-response optimization of
CFAAFM process through Taguchi method and utility concept. Materials and
Manufacturing Processes, 21(8), 907-914.

Wang, J. and Shu, Y. F. (2005). Fuzzy decision modeling for supply chain
management. Fuzzy sets and systems, 150(1), 107-127.

Wangphanich, P., Kara, S. and Kayis, B. (2010). Analysis of the bullwhip effect in
multi-product, multi-stage supply chain systems—a simulation approach.
International Journal of Production Research, 48(15), 4501-4517.

Weber, C. A., Current, J. R. and Desai, A. (1998). Non-cooperative negotiation
strategies for vendor selection. European Journal of Operational Research, 108(1),
208-223.

Wei, S., Song, J., and Khan, N. I. (2012). Simulating and predicting river discharge
time series using a  wavelet-neural network  hybrid modelling
approach. Hydrological Processes, 26(2), 281-296.

Weng, Z. K. and McClurg, T. (2003). Coordinated ordering decisions for short life
cycle products with uncertainty in delivery time and demand. European Journal of
Operational Research, 151(1), 12-24.

144



186.

187.

188.

189.

190.

191.

192.

193.

194.

195.

196.

197.

198.

199.

Williams, T. M. (1984). Special products and uncertainty in production/inventory
systems. European Journal of Operational Research, 15(1), 46-54.

Wong, C. Y., Arlbjgrn, J. S. and Johansen, J. (2005). Supply chain management
practices in toy supply chains. Supply Chain Management: An International
Journal, 10(5), 367-378.

Wu, T., Blackhurst, J. and Chidambaram, V. (2006). A model for inbound supply
risk analysis. Computers in Industry, 57(4), 350-365.

Wu, D. and Olson, D. L. (2008). Supply chain risk, simulation, and vendor
selection. International Journal of Production Economics, 114(2), 646-655.

Xiao, T. and Yang, D. (2008). Price and service competition of supply chains with
risk-averse retailers under demand uncertainty. International Journal of Production
Economics, 114(1), 187-200.

Xie, Y., Petrovic, D. and Burnham, K. (2006). A heuristic procedure for the two-
level control of serial supply chains under fuzzy customer demand. International
Journal of Production Economics, 102(1), 37-50.

Xu, R. and Zhai, X. (2010). Analysis of supply chain coordination under fuzzy
demand in a two-stage supply chain. Applied Mathematical Modelling, 34(1), 129-
139.

Yang, X.-S. Nature-Inspired Metaheuristic Algorithms, second ed., Luniver Press,
United Kingdom, 2011.

Yang, X. S. and Deb, S. (2010). Engineering optimisation by cuckoo search.
International Journal of Mathematical Modelling and Numerical Optimisation, 1(4),
330-343.

Yang, X. S. and Deb, S. (2013). Multiobjective cuckoo search for design
optimization. Computers and Operations Research, 40(6), 1616-1624.

Yildiz, A. R. (2013). Cuckoo search algorithm for the selection of optimal machining
parameters in milling operations. The International Journal of Advanced
Manufacturing Technology, 64(1-4), 55-61.

Zabeti, M., Daud, W. M. A. W., and Aroua, M. K. (2009). Optimization of the activity
of CaO/Al203 catalyst for biodiesel production using response surface
methodology. Applied Catalysis A: General, 366(1), 154-159.

Zeng, Z. A. and Hayya, J. C. (1999). The performance of two popular service
measures on management effectiveness in inventory control. International Journal
of Production Economics, 58(2), 147-158.

Zhang, G. P., Patuwo, B. E. and Hu, M. Y. (2001). A simulation study of artificial
neural networks for nonlinear time-series forecasting. Computers and Operations
Research, 28(4), 381-396.

145



200.

201.

202.

203.

204.

205.

206.

207.

208.

Zhang, M. and Bell, P. C. (2007). The effect of market segmentation with demand
leakage between market segments on a firm’s price and inventory decisions.
European Journal of Operational Research, 182(2), 738-754.

Zhang, J. and Tan, Z. (2013). Day-ahead electricity price forecasting using WT,
CLSSVM and EGARCH model. International Journal of Electrical Power and
Energy Systems, 45(1), 362-368.

Zhang, X. (2004). Evolution of ARMA Demand in supply chain. Manufacturing and
Service Operations Management, 6(2), 195-198.

Zhao, W. H., Ma, J. and Zhang, Z. Z. (2014). The Day-Ahead Neural Network Wind
Power Prediction Method in Wind Farms. In Mechatronics and Automatic Control
Systems (pp. 283-291). Springer International Publishing.

Zhigiang, G., Huaiging, W. and Quan, L. (2013) Financial time series forecasting
using LPP and SVM optimization by PSO. Soft Computing 17(5): 805-818.

Zsidisin, G. A., Ellram, L. M., Carter, J. R. and Cavinato, J. L. (2004). An analysis
of supply risk assessment techniques. International Journal of Physical Distribution
and Logistics Management, 34(5), 397-413.

Zsidisin, G. A. and Ellram, L. M. (2003). An Agency Theory Investigation of Supply
Risk Management. Journal of Supply Chain Management, 39(2), 15-27.

Zsidisin, G. A. (2003). Managerial perceptions of supply risk. Journal of Supply
Chain Management, 39(4), 14-26.

Zsidisin, G. A., Panelli, A. and Upton, R. (2000). Purchasing organization
involvement in risk assessments, contingency plans, and risk management: an
exploratory study. Supply Chain Management: An International Journal, 5(4), 187-
198.

146



APPENDIX




Appendix 1

Mapping between research objectives, research questions and sources of

literature
Sl Research Objectives Research Question Mapped Primary literature
No. chapter sources
To study and analyse the | How can the influence | Chapter 3 Petrovic et al., (1998);
performance of multi- of uncertainty on Petrovic et al., (1999);
echelon serial supply supply chain be Petrovic, (2001); Xie et
1 chain under uncertain studied in an efficient al., (2006); Hwarng and
environment using system | and effective manner? Xie, (2008); Mahnam et
dynamics approach. al., (2009) O’donnell et
al., (2006); Coppini et
al., (2010)
To study and analyse the | How does the Chapter 4 Bera and Sharma,
performance of manufacturing system, (1999); Williams,
manufacturing supply an important (1984); Silver et al.,
2 chain under the influence | subsystem of a supply (1998); Xu and Zhai
of uncertainty. chain, behave under (2010); Ozbayrak et al.
the uncertain (2007); Groenevelt et
environment? al. (1992a,1992h)
To propose a back-up What type of strategy Chapter 5 Vorst and Beulens,
supply strategy to reduce | and policy should be (2002); Prater, (2005);
the adverse effect of adopted to mitigate Koh and Tan, (2005);
3 supply uncertainty in the effect of Groenevelt et al.,
make-to-stock uncertainty? (1992a,1992b);
manufacturing supply Chakraborty et al.,
chain. (2008) Ramasesh
(1991)
To reduce the BWE and How can the adverse Chapter 6 Hong and Ping, (2007);
NSAmp amplification effect of uncertainty Geary et al., (2006);
through improved (bullwhip effect and Chen et al., (2000a);
forecasting approaches. net-stock amplification) Fransoo and Wouters,
be reduced to improve (2000); Disney et al.,
the performance of a (2003a,2003b); Lee et
supply chain? al., (1997a), Mason-
4 Jones et al., (2000);

Dejonckheere et al.,
(2003); Kim et al.,
(2006); Croson and
Donohue, (2005);
Chatfield et al., (2004);
Bout and Lambrecht,
(2009);




Appendix 2

Equations for stock-flow diagram shown in Figure 3.3

[] D_backorder_aquisition(t) = D_backorder_aquisition(t - dt) + (D_backorder_per_period -
D _totalback_order) * dt
INIT D_backorder_aquisition =0
INFLOWS:
= D_backorder_per_period =
IF(dispatch_to_R<total_demand_at D)THEN(total_demand_at D-dispatch_to R)ELSE(D)
QUTFLOWS:
= D_totalback_order = D_backorder_aquisition
[] D_INV(t)=D_INV(t-dt) + (D_order_received - dispatch_to_R) * dt
INIT D_INV =100
INFLOWS:
< D_order_received = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL{2,0.2,500))
QOUTFLOWS:
= dispatch_to_R = MIN(total_demand_at_D D_INV)
[M ©_order_in_transit(t) = D_order_in_transit{t - dt) + (dispatch_to_D - D_order_received) * dt
INIT D_order_in_transit =0
TRANSIT TIME = varies

INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
= dispatch_to D = MIN(total__demand_at W W_INV)
QOUTFLOWS:
= D_order_received = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL{(2,0.2,500))
[] F_backorder_aquisition(t) = F_backorder_aquisitionit - dt) + (F_backorder_per_period -
total_backorder) * dt
INIT F_backorder_aquisition =0
INFLOWS:
= F_backorder_per period =
IF(dispatch_to_W-=total_W_demand)THEN(total_W_demand-dispatch_to_W)ELSE(Q)
QUTFLOWS:
% total_backorder = F_backorder_aquisition
[] F_INV(t) = F_INW(t - dt) + (production_completion_rate - dispatch_to_W) * dt
INIT F_INV =100
INFLOWS:
=¥ production_completion_rate = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(4,0.4,300))
QUTFLOWS:
= dispatch_to_ W = MIN(total \W_demand F_INV)
[M production_delay(t) = production_delay(t - dt) + (production_rate - production_completion_rate) * dt
INIT production_delay =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:



< production_rate = 25
OUTFLOWS:
production_completion_rate = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(4,0.4,300))
R_backorder_aqusition(t) = R_backorder_aqusition(t - dt) + (R_backorder_per_period -
R_total_backorder) * dt
INIT R_backorder_aqusition =0
INFLOWS:
% R_backorder_per_period =
IF(sales_rate<total_demand_at_R)THEN(total_demand_at_R-sales_rate)ELSE(0)
OUTFLOWS:
< R_total_backorder = R_backorder_aqusition
R_OINW(t) = R_INV(t - dt) + (R_order_received - sales_rate) * dt
INIT R_INV =100
INFLOWS:
= R_order_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND{NORMAL(1,0.1,300))
OUTFLOWS:
= sales_rate = MIN(total_demand_at_R R_INV)
R_order_in_transit(t) = R_order_in_transit{t - dt) + (dispatch_to_R - R_order_received) * dt
INIT R_order_in_transit =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
v dispatch_to_R = MIN(total_demand_at_D,D_INV)
OUTFLOWS:
R_order_received = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(1,0.1,300))
W_backorder_aquisition(t) = W_backorder_aquisition(t - dt) + (W_backorder_per_period -
W _totalback_order) * dt
INIT W_backorder_aquisition =0
INFLOWS:
& W_backorder_per_period =
IF(dispatch_to_D<total__demand_at_W)THEN(total__demand_at W-dispatch_to_D)ELSE(D)

OUTFLOWS:
= W_totalback_order = W_backorder_aquisition
WOINV() = W INV(t - dt) + (W _order_received - dispatch_to D) * dt
INIT W_INV =100
INFLOWS:

= W_order_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(3,0.3,300))

QUTFLOWS:
< dispatch_to_D = MIN(total__demand_at_W W_INV)



[MM W_order_in_transit(t) = W_order_in_transit(t - dt) + (dispatch_to_W - W_order_received) * dt
INIT W _order_in_transit =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
< dispatch_to_W = MIN(total_W_demand,F_INV)
OUTFLOWS:
= W_order_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(3,0.3,300))
UNATTACHED:
< customer_demand = ROUND(NORMAL(20,2,300))
UNATTACHED:
= D_projected_onhand_INV = (D_INV-total_demand_at_D)+D_order_in_transit
UNATTACHED:

order_placed_by R =
IF(R_projected_onhand_INV==R_ROP)THEN(R_target INV-R_projected_onhand_INV)ELSE(Q)

UNATTACHED:

< order_placed_by W =
IF(W _projected_onhand_INV<=W_ ROP)THEN(W target INV-W projected _onhand INV)ELSE(

0)
UNATTACHED:

& order_plaed_by_D =
IF(D_projected_onhand_INV<=D_ROP)THEN(D_target_INV-D_projected_onhand_INV)ELSE(Q)

UNATTACHED:

% R_projected_onhand_INV = (R_INV-total_demand_at_R)+R_order_in_transit
UNATTACHED:

& total_demand_at D = order_placed_by_R+D_totalback_order
UNATTACHED:

< total_demand_at_R = customer_demand+R_total_backorder
UNATTACHED:

= total_W_demand = order_placed_by_W-+total_backorder
UNATTACHED:

< total__demand_at_ W = order_plaed_by_D+W_totalback_order
UNATTACHED:

= W_projected_onhand_INV = (W_INV-total__demand_at_W)+W_order_in_transit
() D_ROP=4&7
() D_target_INV = 86
() R_ROP=24
() R_target INV =44
() W_ROP=83
() W_target_INV =112



Appendix 3
Equations for stock-flow diagram shown in Figure 4.3

(] F_INV(t) = F_INV(t - dt) + (production_completion_rate - sales_rate) * dt
INIT F_INV =100
INFLOWS:
& production_completion_rate = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(1.33,0.217 20117))
OUTFLOWS:
F sales_rate = MIN(F_INV total_demand_of_product)
] M_RM_INV(t)=M_RM_INV(t - dt) + (raw_material_received - production_input) * dt
INIT M_RM_INV =100
INFLOWS:
& raw_material_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(4,1.3,28087))
OUTFLOWS:
% production_input = MIN(desired_production_rate M_RM_INV)
[ production_delay(t) = production_delay(t - df) + (production_input - production_completion_rate) * dt
INIT production_delay =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY =INF
INFLOWS:
F production_input = MIN(desired_production_rate, M_RM_INV)
OUTFLOWS:

& production_completion_rate = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(1.33,0.217 20117))

(] product_backlog_acculation(t) = product_backlog_acculation(t - dt) + (prod_backlog_per period - prod_backlog fo_satisfied) * dt
INIT product_backlog_acculation =0

INFLOWS:
& prod_backlog_per_period = IF(total_demand_of_product-sales_rate)THEN(total_demand_of_product-sales_rate)ELSE(D)
QUTFLOWS:
& prod_backlog_to_safisfied = product_backlog_acculation
(] RM_order_backlog_accumulation(t) = RM _order_backlog_accumulation(t - dt) + (RM_order_backlog_per_period -
RM_order_backlog_Qty to_satisfied) * dt
INIT RM_order_backlog_accumulation = (
INFLOWS:

& RM_order_backlog_per_period = [F(RM_order_Qty=RM_dispatch_rate)THEN(RM order_Qty-RM_dispatch_rate)ELSE(D)



QUTFLOWS:
% RM_order_backlog_Qty_to_satisfied = RM_order_backlog_accumulation
[ RM_supply_lead_time(t)= RM_supply_lead_time(t - at) + (RM_dispatch_rate - raw_material_received) * dt
INIT RM_supply lead time =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
% RM_dispatch_rate = MIN(S_RM_INV fotal RM_demand_at 5
QUTFLOWS:
% raw_material_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND{NORMAL(4,1.3,28087))
[ S RM INV(f)=S RM_INV(t - dt) + (aqusition_rate - RM_dispaich rate) * dt
INIT'S_RM_INV =200
INFLOWS:
% aqusition_rate = ROUNDINORMAL(20,1,31081))
QUTFLOWS:
% RM_dispaich_rate = MIN(S_RM_INV fotal_RM_demand_at_3)
UNATTACHED:

% desired_production_rate = IF(production_delay=0)THEN(D)ELSE(IF(prod_backlog_to_safisfied==0 AND
prod_backlog to_satisfied<=3JTHEN(normal_production_rate)ELSE(IF(prod_backlog to_safisfied==4 AND
prod_backlog_to_satisfied<10)THEN(normal_production_rate+ROUND(normal_production_rate” 15))ELSE(normal_production_rate+ROUND(0
25"normal_production_rate))))

UNATTACHED:

% market_demand = ROUND(NORMAL(19,1,10133))
UNATTACHED:

% M_projected_on_hand_stock = (M_RM_INV+RM_supply_lead_time)-desired_production_rate
UNATTACHED:

% RM_order Qty=IF(M_projected on_hand_stock<=ROP|THEN(Target INV-M_projected on_hand_sfock)ELSE(0)
UNATTACHED:

% fotal_demand_of_product = market_demand+prod_backlog_to_safisfied
UNATTACHED:

% fotal_RM_demand_at_S = RM_order_backlog_Qty_to_safisfied+RM_order_Qty
(") normal_production_rate =40

() ROP=135
() Target INV=154

\



Appendix 4

Equations for stock-flow diagram shown in Figure 4.4

DLY_due_FAILURE1(t) = DLY_due_FAILUREA1(t - dt) + (LEKAGE1 - PR11) * dt
INIT DLY_due_FAILURE1 =0

TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:

= LEKAGE1 = LEAKAGE OUTFLOW
LEAKAGE FRACTION =

IF{ocurence_of MC1 _failure rate==365)THEN(PRD_DELAY1)ELSE(D)
NO-LEAK ZONE = 0%

OUTFLOWS:
= PR11=CONVEYOR OUTFLOW

TRANSIT TIME = ROUND(NORMAL(3,0.333,22717))

M DLY_due_FAILURE2(t) = DLY_due_FAILURE2(t - dt) + (LEKAGE2 - PR22) * dt
INITDLY due_FAILURE2 =0

TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:

= LEKAGEZ2 = LEAKAGE OUTFLOW
LEAKAGE FRACTION =

IF{ocurence_of_MC2_failure_rate<=365)THEN(PRD_DELAY2)ELSE(D)
NO-LEAK ZONE = 0%

OUTFLOWS:
<= PR22 = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(3,0.6665,12101))

[ DLY_due_FAILURE3J(t) = DLY_due_ FAILURE3(t - dt) + (LEKAGE3 - PR33) * dt
INIT DLY_due_FAILURE3 =0

TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
=% LEKAGE3 = LEAKAGE OUTFLOW
LEAKAGE FRACTION =
IF{ocurence_of MC3 failure rate==365)THEN{PRD_DELAY3)ELSE(D)
NO-LEAK ZONE = 0%
QUTFLOWS:

= PR33 = CONVEYOR OUTFLOW

TRANSIT TIME = ROUND(NORMAL(3,0.6665,19387))
[ F_INV(t) = F_INV(t - dt) + (PR3 + PR33 - SR) * dt
INIT F_INV = 800

INFLOWS:
& PR3 =CONVEYOR OUTFLOW

TRANSIT TIME = ROUND(NORMAL(5,0.6665,15101))
= PR33 = CONVEYOR OUTFLOW

TRANSIT TIME = ROUND(NORMAL(3,0.6665,19387))
OUTFLOWS:

< SR =MIN(F_INV, TPRDD)

VI



M LT1(t)=LT1(t-dt) + (DISPATCH1 - RM1_RECEIVED) * dt
INITLT1=0

TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
= DISPATCH1 = MIN(S1_INV total RM1_demand at S1)
QUTFLOWS:
= RM1_RECEIVED = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,0.5,30817))
[MD LT2(t)=LT2(t-dt)+ (DISPATCHZ2 - RM2_RECEIVED) * dt
INITLTZ2=0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
=¥ DISPATCHZ = MIN(S1_INV_2 total_RM1_demand_at_S1_2)
QUTFLOWS:
< RM2_RECEIVED = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,22973))
[MD LT3(t) = LT3(t-dt) + (DISPATCH3 - RM3_RECEIVED) * dt
INITLT3=0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
= DISPATCH3 = MIN(S3_INV total_RM3_demand_at_S3)
OUTFLOWS:
= RM3_RECEIVED = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,32561})
[] PRD_BKLG_ACC(t)=PRD_BKLG_ACC(t-dt)+ (PRD_BKLG_PER_PERIOD -
PRD_BKLG to SATISFIED) * dt
INIT PRD_BKLG_ACC =0
INFLOWS:
= PRD_BKLG_PER_PERIOD = IF(TPRDD=SR)THEN(TPRDD-SR)ELSE(0)
QUTFLOWS:
< PRD_BKLG_to_SATISFIED = PRD_BKLG_ACC
[ PRD_DELAY1(t)= PRD_DELAY1(t - dt) + (RM1_INP - PR1 - LEKAGE1) * dt
INIT PRD_DELAY1=0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
= RM1_INP = MIN(DSPR1,RM1_INV)
QUTFLOWS:
= PR1=CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,0.333,10337))
= LEKAGE1 = LEAKAGE OUTFLOW
LEAKAGE FRACTION =
IF{ocurence_of MC1_failure_rate<=365)THEN(PRD_DELAY1)ELSE(0)
NO-LEAK ZONE = 0%

VI



[M PRD_DELAY2(t)= PRD_DELAYZ2(t - dt} + (RM2_INP - PR2 - LEKAGEZ2) " dt
INIT PRD_DELAY2 =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
=¥ RM2_INP = MIN(RM2_INV_2 DSPR2)
QUTFLOWS:

< PR2=CONVEYOR QUTFLOW
TRANSIT TIME = ROUND{NORMAL(5,0.6665,32717))

<= LEKAGEZ2 = LEAKAGE OUTFLOW
LEAKAGE FRACTION =
IF(ocurence_of_MC2_failure_rate<==365)THEN(PRD_DELAY2)ELSE(0)

NO-LEAK ZONE = 0%
[MI PRD_DELAY3(t)= PRD_DELAY3(t - dt) + (RM3_INP - PR3 - LEKAGE3J) * dt
INIT PRD_DELAY3 =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
= RM3_INP = MIN(RM3_INV DSPR3)
QUTFLOWS:

< PR3 = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND{NORMAL(5,0.6665,15101))

<= LEKAGES = LEAKAGE OUTFLOW
LEAKAGE FRACTION =
IF(ocurence_of MC3_failure_rate<=365)THEN({PRD_DELAY 3)ELSE(D)

NO-LEAK ZONE = 0%
[ RM1_BKLG_ACC_at_S1(t) = RM1_BKLG_ACC_at_51(t - dt) + (RM1_BKLG_PER_PERIOD -
RM1_to_satisfied) * dt
INIT RM1_BKLG_ACC_at_51=0
INFLOWS:

= RM1_BKLG_PER_PERIOD =
IF(total_RM1_demand_at_S1=DISPATCH1)THEN(total_RM1_demand_at_S1-DISPATCH1
JELSE(0)

OUTFLOWS:
<% RM1_to_satisfied = RM1_BKLG_ACC_at_51
[] RM1_BKLG_ACC_at_S2(t) = RM1_BKLG_ACC_at_S2(t - dt) + (RM1_BKLG_PER_PERIOD2 -
RM1_to_satisfied2) * dt
INIT RM1_BKLG_ACC_at 52=0
INFLOWS:

% RM1_BKLG_PER_PERIOD2 =
IF(total_RM1_demand_at_S51_2=DISPATCH2)THEN(total_RM1_demand_at_S51_2-DISPAT
CH2)ELSE(D)

OUTFLOWS:
= RM1_to_satisfied2 = RM1_BKLG_ACC_at_S2
[ RM1_BKLG_ACC_at_S3(t) = RM1_BKLG_ACC_at_S3(t - dt) + (RM1_BKLG_PER_PERIOD3 -
RM2_to_satisfied3) * dt
INIT RM1_BKLG_ACC_at 53=0
INFLOWS:



<% RM1_BKLG_PER_PERIOD3 =
IF(tofal RM3_demand_at_S3>DISPATCH3)THEN(total RM3_demand_at_S3-DISPATCH3
JELSE(D)
OUTFLOWS:
= RM2_to_satisfied3 = RM1_BKLG_ACC_at_S3
RM1_INV(t) = RM1_INV(t - dt) + (RM1_RECEIVED - RM1_INP) * dt
INIT RM1_INV = 800
INFLOWS:
= RM1_RECEIVED = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,0.5,30617))
OUTFLOWS:
= RM1_INP = MIN(DSPR1,RM1_INV)
RM2_INV_2(t) = RM2_INV_2(t - dt) + (RM2_RECEIVED - RM2_INP) * dt
INIT RM2_INV_2 = 800
INFLOWS:
< RM2_RECEIVED = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,22973))
OUTFLOWS:
< RM2_INP = MIN(RM2_INV_2 DSPR2)
RM3_INV(t) = RM3_INV(t - dt) + (RM3_RECEIVED - RM3_INP) * dt
INIT RM3_INV = 800
INFLOWS:
= RM3_RECEIVED = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,32561))
OUTFLOWS:
< RM3_INP = MIN(RM3_INV,DSPR3)
S1_INV(t) = S1_INV(t - dt) + (AQSR1 - DISPATCH1) * dt
INIT S1_INV = 800
INFLOWS:
<% AQSR1 = ROUND(NORMAL(50,1,30013))
OUTFLOWS:
< DISPATCH1 = MIN(S1_INV,total_RM1_demand_at_S1)
S1_INV_2(t) = S1_INV_2(t - dt) + (AQSR2 - DISPATCH2) * dt
INIT S17INV_2 = 800
INFLOWS:
= AQSR2 = ROUND(NORMAL(50,1,20071))
OUTFLOWS:
< DISPATCH2 = MIN(S1_INV_2 total_RM1_demand_at_S1_2)
S3_INV(H) = S3_INV(t - dt) + (AQSR3 - DISPATCH3) * dt
INIT S3_INV = 800
INFLOWS:
<% AQSR3 = ROUND(NORMAL(50,1,24671))
OUTFLOWS:
= DISPATCH3 = MIN(S3_INV total_RM3_demand_at_S3)
WIP1(t) = WIP1(t - dt) + (PR1 + PR11 - DSPR2) * dt
INIT WIP1=0
INFLOWS:
= PR1=CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,0.333,10337))



= PR11=CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(3,0.333,22717))
QUTFLOWS:
= DSPR2 = IF(DLY_due_FAILURE2=0 OR PRD_DELAY2=0 OR LEKAGE2=0 OR
ocurence_of_MC2_failure_rate<=365 JTHEN(Q)ELSE(MIN(WIP1,NPR2))

[ WIP2(t) = WIP2(t - dt) + (PR2 + PR22 - DSPR3) * dt

INITWIP2=0
INFLOWS:
= PRZ = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,0.6665,32717))
PR22 = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(3,0.6665,12101))
OUTFLOWS:

= DSPR3 =IF(DLY_due FAILURE3=0 OR PRD_DELAY3=0 OR LEKAGE3 =0 OR
ocurence_of MC3_failure_rate==365)THEN(0)ELSE(MIN(WIP2 NPR3))

UNATTACHED:

= DSPR1 = IF(ocurence_of_MC1_failure_rate<=365 OR PRD_DELAY1=0 OR LEKAGE1=0 OR
DLY_due_FAILURE1=0)THEN(0O)ELSE(ROUND(IF(PRD_BKLG_to_SATISFIED==0 AND
PRD_BKLG_to_SATISFIED==3) THEN(NPR1)ELSE(IF(PRD_BKLG_to_SATISFIED=3AND
PRD_BKLG_to_SATISFIED<=10)THEN(NPR1*0.20+NPR1)ELSE(IF(NPR1=10 AND
PRD_BKLG_to_SATISFIED==20)THEN(NPR1*0.25+NPR1)ELSE(NPR1*0.30+NPR1)))))

UNATTACHED:

< ORD_RM1 = IF(PRJ_OH_STK_RM1<=ROP1)THEN(S1-PRJ_OH_STK_RM1)ELSE(0)

UNATTACHED:

< ORD_RM2 = IF(PRJ_OH_STK_RM2<=ROP_2)THEN(S_2-PRJ_OH_STK_RM2)ELSE(0)

UNATTACHED:

= ORD_RM3 = IF(PRJ_OH_STK_RM3<=ROP_3)THEN(5_3-PRJ_OH_STK_RM3)ELSE(Q)

UNATTACHED:

<% PRJ_OH_STK_RM1 = (RM1_INV-RM1_INP)+LT1

UNATTACHED:

<% PRJ_OH_STK_RM2 = (RM2_INV_2-RM2_INP)+LT2

UNATTACHED:

< PRJ_OH_STK_RM3 = (RM3_INV-RM3_INP)+LT3

UNATTACHED:

% ftotal_RM1_demand_at 31 = ORD_RM1+RM1_to_satisfied

UNATTACHED:

< total_RM1_demand_at_S1_2 = ORD_RM2+RM1_to_satisfied2

UNATTACHED:

< total_RM3_demand_at_S3 = ORD_RM3+RM2_to_satisfied3

UNATTACHED:

0000 000000000

< TPRDD = PRD_BKLG_to_SATISFIED+DR
DR = ROUND(NORMAL(25,0.5,17911))

NPR1 = 150

NPR2 = 150

NPR3 = 150

ocurence_of_MC1_failure_rate = -(1/0.0001)*LOGN(1-(RANDOM(0,1,18719)))
ocurence_of_MG2_failure_rate = -(1/0.0001)*LOGN(1-(RANDOM(0,1,25673)))
ocurence_of_MG3_failure_rate = -(1/0.0001)*LOGN(1-(RANDOM(0,1,11383)))
ROP1 = 895

ROP_2 =895

ROP_3 = 805
S1=1053

S 2=1053
S 3=1053
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Appendix 5

Equations for stock-flow diagram shown in Figure 4.6

[MI dealy_due_machine_failure(t) = dealy_due_machine_failure(t - dt) + (lekage -
production_completion) * dt
INIT dealy_due_machine_failure =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
< lekage = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF(occurance_of_failure==365)THEN(production_delay)ELSE(0)
NO-LEAK ZONE = 0%
QUTFLOWS:
production_completion = CONVEYOR QUTFLOW
TRANSIT TIME =
ROUND((EXPRND(0.833,17077)))+ROUND(NORMAL(1.33,0.217 20117))
[ F_INW(t) = F_INW(t - dt) + (production_completion_rate + production_completion - sales_rate) * dt
INIT F_INV =100
INFLOWS:
=< production_completion_rate = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(1.33,0.217 20117))
< production_completion = CONVEYOR OUTFLOW
TRANSIT TIME =
ROUND((EXPRND(0.833,17077)))+ROUND(NORMAL(1.33,0.217 20117))
QUTFLOWS:
< sales_rate = MIN(F_INV total_demand_of product)
[ M_RM_INV(t) = M_RM_INV(t - dt) + (raw_material_received - production_input) * dt
INIT M_RM_INV = 100
INFLOWS:
< raw_material_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(4,1.3,28087))
QUTFLOWS:
=¥ production_input = MIN{desired_production_rate M_RM_INV)
[MM production_delay(t) = production_delayit - dt) + {production_input - lekage -
production_completion_rate) * dt
INIT production_delay =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
<= production_input = MIN{desired_production_rate, M_RM_INV)
QUTFLOWS:
= lekage = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF{occurance_of_failure<=365)THEN(production_delay)ELSE(D}
NO-LEAK ZONE = 0%
= production_completion_rate = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(1.33,0.217 20117))
[] product_backlog_acculation(t) = product_backlog_acculation(t - dt) + (prod_backlog_per_period -
prod_backlog_to_satisfied) * dt
INIT product_backlog_acculation =0
INFLOWS:
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<= prod_backlog_per_period =
IF(total_demand_of product=sales_rate)THEN(total_demand_of product-sales_rate)ELSE(

0)
QUTFLOWS:
=¥ prod_backlog_to_satisfied = product_backlog_acculation
[1 RM_order_backlog accumulation(t) = RM_order_backlog_accumulation(t - dt) +
(RM_order_backlog_per_period - RM_order_backlog_Qty_to_satisfied) = dt
INIT RM_order_backlog_accumulation = 0
INFLOWS:
= RM_order_backlog_per_period =
IF(RM_order Qty=RM _dispatch_rate)THEN(RM_order_Qty-RM_dispatch_rate)ELSE(D)
OUTFLOWS:
<= RM_order_backlog_Qty_to_satisfied = RM_order_backlog_accumulation
[MM RM_supply_lead_time(t) = RM_supply_lead_time(t - dt) + (RM_dispatch_rate -
raw_material_received) * dt
INIT RM_supply_lead_time =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
=¥ RM_dispatch_rate = MIN(S_RM_INV total_RM_demand_at_S)
QUTFLOWS:
= raw_material_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(4,1.3,28087))
1 S_RM_INV(t) =5 RM_INV(t - dt) + (agusition_rate - RM_dispatch_rate) * dt
INIT S_RM_INV =200

INFLOWS:
< aqusition_rate = ROUND{NORMAL(20,1,310581))
OUTFLOWS:
= RM_dispatch_rate = MIN(S_RM_INV total_RM_demand_at_S5)
UNATTACHED:

< desired_production_rate = IF(occurance_of_failure<=365 OR production_delay=0 OR lekage=0
OR dealy_due_machine_failure=0 JTHEN(O)ELSE{IF(prod_backlog to_satisfied==0 AND
prod_backlog_to_satisfied<=3)THEN{normal_production_rate)ELSE(IF(prod_backlog_to_satisfi
ed==4 AND
prod_backlog_to_satisfied<10)THEN{normal_production_rate+ROUND(normal_production_rate
*13))ELSE(normal_production_rate+ROUND(0.25*normal_production_rate))))

UNATTACHED:
% market_demand = ROUND(NORMAL(19,1,10133))
UNATTACHED:
<+ M_projected_on_hand_stock = (M_RM_INV+RM_supply_lead_time)-desired_production_rate
UNATTACHED:
= RM_order_Qty =
IF(M_projected_on_hand_stock<==ROP)THEN(Target INV-M_projected_on_hand_stock)ELSE(
0)
UNATTACHED:
< total_demand_of product = market _demand+prod_backlog_to_satisfied
UNATTACHED:
<> total RM_demand_at S =RM_order_backlog Qty to_satisfied+RM_order_Qty
(") normal_production_rate = 40

() occurance_of_failure = -(1/0.0001)*LOGN(1-(RANDOM(0,1,18719)))

{) ROP=135
() Target_INV = 154
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Appendix 6

Equations for stock-flow diagram shown in Figure 5.2

[ delay DMF1(t) = delay_DMF1{t - dt) + (lekage1 - CR11) * dt
INIT delay_DMF1 =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
lekage1 = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF{occurance_of failure1<=365)THEN(PD1)ELSE(D)
NO-LEAK ZONE = 0%
QUTFLOWS:
< CR11=CONVEYOR OUTFLOW
TRANSIT TIME = ROUND((EXPRND(0.8333,17077)))+ROUND(NORMAL{(2 0.5 22717))
[ delay DMF2(t) = delay_DMF2(t - dt) + (lekage2 - CR22) * dt
INIT delay DMF2 =0
TRANSIT TIME = varies

INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
% lekage2 = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF(occurance_of_failure2<=365 JTHEN(PD2)ELSE(0)
NO-LEAK ZONE = 1%
OUTFLOWS:
CR22 = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND((EXPRND(0 8333,17053)))*ROUND(NORMAL(2,0.5,32411))
[ F_INV(t) = F_INV(t-dt) + (CR2 + CR22 - M_SR) * dt
INIT F_INV = 700
INFLOWS:
% CR2= CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,32491))
<% CR22 = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND((EXPRND(0.8333,17053)))*ROUND(NORMAL(2,0.5,32411))
OUTFLOWS:
% M_SR =MIN(F_INV,TPRD)
] M_RM_INV(t) = M_RM_INV(t - df) + (RM_received - RM_input1) * dt
INIT M_RM_INV = 600
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INFLOWS:
RM_received = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1.6,30047))

COUTFLOWS:

Z RM_input! = MIN(M_RM_INV M_DPR1)
MM PD1(t) = PD1{t - dt) + (RM_input1 - CR1 - lekage1) * dt

INITPD1 =0

TRANSIT TIME = varies

INFLOW LIMIT = INF

CAPACITY = INF

INFLOWS:

Z RM_input! = MIN(M_RM_INV M_DPR1)

OUTFLOWS:
CR1=CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,22717))
lekage1 = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF(occurance_of failure1<=3685)THEN(PD1)ELSE(0)
NO-LEAK ZONE = 0%

[ PD2(t)=PD2(t - dt) + (RM_input2 - CR2 - lekage2) * dt

INIT PD2 =0

TRANSIT TIME = varies

INFLOW LIMIT = INF

CAPACITY = INF

INFLOWS:
% RM_input2 = MIN(WIP,M_DPR2)
OUTFLOWS:

% CR2=CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,32491))
% lekage2 = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF(occurance_of_failure2<=365 JTHEN(PD2)ELSE(D)
NO-LEAK ZONE = 1%
[] PRD_BPA(t) = PRD_BPA(t - dt) + (PRD_BPR - PRD_BTS)* dt
INIT PRD_BPA =0
INFLOWS:
<% PRD_BPR = IF(TPRD>M_SR)THEN(TPRD-M_SR)ELSE(0)
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QUTFLOWS:
% PRD_BTS=PRD_BPA
MM RM_in_transit(t) = RM_in_transit(t - dt) + (RM_dispatch - RM_raceived) * dt
INITRM_in_transit=0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
F RM_dispaich = MINS_INV,M_RM _order)
QUTFLOWS:
% RM_received = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND{NORMAL(5,1.6 30047))
(] S_INVI(E) = S_INV(E-df) + (S_AR - RM_dispatch) " dt
INIT S_INV =600
INFLOWS:
F S_AR=ROUND(NORMAL(28,116379))
QUTFLOWS:
' RM_dispatch = MIN(S_INVM_RM _order)
(] WIP(t) =WIP(t - df) + (CR1 + CR11 - RM_input2) * dt
INTWIP=0
INFLOWS:
% CR1=CONVEYOR QUTFLOW
TRANSIT TIME = ROUND{NORMAL(5,1,22717))
% CR11=CONVEYOR QUTFLOW
TRANSIT TIME = ROUND({(EXPRND(0.8333 17077))}+ROUND(NORMAL(2,0.5 22717))
QUTFLOWS:
F RM_input2 = MIN(WIP M_DPR2)
UNATTACHED:

% M_DPRT=ROUND(IF(PD1-0 OR WIP>=350 OR occurance_of_failure1<=355 OR lekage1>0 OR
delay DMF1=0)THEN(O)ELSE(IF(PRD_BTS<=)THEN(NPR1)ELSE(IF(PRD_BTS:» AND
PRO_BTS=10)THEN(NPR1+ 10°NPR1)ELSE(IF(PRD_BT5==10 AND PRD_BTS<=25)THEN(NPR1+ 20°NPR1)ELSE(NPR1+.30°NPR1)))))

UNATTACHED:

% M_DPR2 = ROUND(IF(PD2-0 OR WIP=0 OR occurance_of failure2<=365 OR lekage2-0 OR
delay_DMF2=0)THEN(O)ELSE(IF(PRD_BTS<=5)THEN(NPR2)ELSE(IF(PRD_BTS=5 AND
PRD_BTS<=10)THEN(NPR2+ 10*"NPR2)ELSE(IF(PRD_BTS=10 AND PRD_RTS<=20)THEN(NPR2+ 20°NPR2)ELSE(NPR2+ 30°NPR2)))
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UNATTACHED:

& M_POHS = (RM_in_transit+M_RM_INV)-RM_input1
UNATTACHED:

= M_RM_order = IF(M_POHS==M_RM_ROP)THEN(M_RM_Target_INV-M_POHS)ELSE(0)
UNATTACHED:

= RM_order_BKLG = IF(M_RM_order=RM_dispatch)THEN(M_RM_order-RM_dispatch)ELSE(0)
UNATTACHED:

% RM_Shortage = IF(M_DPR1=M_RM_INVJTHEN(M_DPR1-M_RM_INV)ELSE(0)
UNATTACHED:

< TPRD = PRD_BTS+PRD

M_RM_ROP =200
M_RM_Target_INV = 350
NPR1 = 150
NPR2 = 150

occurance_of failure1 = -(1/0.0001)*LOGN(1-(RANDOM(0,1,24697)))
occurance_of failure2 = (1/0.0001)*LOGN(1-(RANDOM(0,1,24137)))
PRD = ROUND(NORMAL(271,31051))

QO0O0Q000
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Appendix 7
Equations for stock-flow diagram shown in Figure 5.4

] BPA(t) = BPA(t - dt) + (BPR - BTS) * dt
INIT BPA =0
INFLOWS:
< BPR = IF(TPD>SR)THEN(TPD-SR)ELSE(0)
OUTFLOWS:
% BTS=BPA
] BS_INV(t) = BS_INV(t - dt) + (BS_AR - BS_dispatch) * dt
INIT BS_INV = 500
INFLOWS:
= BS_AR = (ROUND(NORMAL(28,1,18379)))
OUTFLOWS:
< BS_dispatch = MIN(BS_INV,M_RM_order_to_BS)
M delay DMF1(t) = delay_DMF1(t - df) + (lekage1 - CR11) * dt
INIT delay_ DMF1 =0
TRANSIT TIME = 1
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
% lekagel = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF(occurance_of_failure1<=365)THEN(PD1)ELSE(0)
NO-LEAK ZONE = 1%
OUTFLOWS:
<% CR11= CONVEYOR OUTFLOW
M delay DMF2(t) = delay DMF2(t - df) + (lekage2 - CR22) * dt
INIT delay DMF2 =0
TRANSIT TIME = 1
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
=% lekage2 = LEAKAGE QUTFLOW
LEAKAGE FRACTION = IF(occurance_of_failure2<=365 JTHEN(PD2)ELSE(0)
NO-LEAK ZONE = 1%
OUTFLOWS:
< CR22 = CONVEYOR OUTFLOW
[ F_INV(t) = F_INV(t - dt) + (CR2 + CR22 - SR) * dt
INIT F_INV = 600
INFLOWS:
=% CR2 = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,32411))
=% CR22 = CONVEYOR OUTFLOW
OUTFLOWS:
< SR =MIN(F_INV,TPD)
] M_RM_INV(t) = M_RM_INV(t - dt) + (RMR_FRM_S + RMR_FRM_BS - RM_input1) * dt
INIT M_RM_INV = 500
INFLOWS:
< RMR_FRM_S = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,30013))
= RMR_FRM_BS = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,30013))
OUTFLOWS:
<% RM_input1 = MIN(M_RM_INV,M_DPR1)
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[ PD1(t)=PD1(t-dt) + (RM_input1 - CR1 - lekage1) * dt
INITPD1=0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
= RM_input1 = MIN(M_RM_INV M_DPR1)
OUTFLOWS:
< CR1=CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL{5,1,22717))
<= lekage1 = LEAKAGE OUTFLOW
LEAKAGE FRACTION = IF(occurance_of failure1<=363)THEN(PD1)ELSE(D)
NO-LEAK ZONE = 1%
[ PD2(t) = PD2(t - dt) + (RM_input2 - CR2 - lekage2) * dt
INITPDZ2=0
TRANSIT TIME = varies

INFLOW LIMIT = INF
CAPACITY = INF

INFLOWS:
= RM_input2 = MIN(WIP M_DPR2)
QUTFLOWS:
CR2 = CONVEYOR QUTFLOW
TRANSIT TIME = ROUND(NORMAL(5,1,32411))
= lekage2 = LEAKAGE QUTFLOW
LEAKAGE FRACTION = IF(occurance_of_failure2<=365 JTHEN(PD2)ELSE(Q)
NO-LEAK ZONE = 1%
[MM RM_in_transit1(t) = RM_in_transit1(t - dt) + (S_dispatch_rate - RMR_FRM_S) * dt
INIT RM_in_transit1 =0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
=¥ S_dispatch_rate = MIN(S_INV,M_RM_order_to_s)
QUTFLOWS:

< RMR_FRM_S = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND{NORMAL({5,1,30013))
[MM RM_in_transit2(t) = RM_in_transit2(t - dt) + (BS_dispatch - RMR_FRM_BS) * dt
INIT RM_in_transit2 = 0
TRANSIT TIME = varies
INFLOW LIMIT = INF
CAPACITY = INF
INFLOWS:
<& BS_dispatch = MIN(BS_INV.M_RM_order_to_BS)
OQUTFLOWS:
< RMR_FRM_BS = CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL({5,1,30013))
[J S_INV(E) = S_INV(t - dt) + (5_AR - S_dispatch_rate) * dt
INIT S_INV = 500
INFLOWS:
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= S_AR=IF( TIME=39 AND TIME <=45 OR TIME==89 AND TIME=<=96 OR TIME ==150
AND TIME=157 OR TIME==200 AND TIME ==207 OR TIME==300 AND TIME==307)
THEN(0) ELSE(ROUND(NORMAL(26,1,18379)))
OQUTFLOWS:
=¥ S_dispatch_rate = MIN(5_INV,M_RM_order_to_s)
] WIP({t) = WIP(t - dt) + (CR1 + CR11 - RM_input2) * dt
INITWIP =0
INFLOWS:
=¥ CR1=CONVEYOR OUTFLOW
TRANSIT TIME = ROUND(NORMAL(S,1,22717))
=¥ CR11=CONVEYOR OUTFLOW
QUTFLOWS:
=¥ RM_input2 = MIN(WIP,M_DPR2)
UNATTACHED:
< M_DPR1=ROUND(IF(PD1=0 OR WIP==350 OR occurance_of failure1<=365 OR lekage1=0
OR delay_DMF1=0)THEN(O)ELSE(IF(BTS=<=5)THEN(NPR1)ELSE(IF(BTS=5 AND
BTS==10)THEN(NPR1+ 10*"NPR1T)ELSE(IF(BTS=10 AND
BTS==20)THEN(NPR1+ 20*NPR1)ELSE(NPR1+_30*NFR1)))))
UNATTACHED:
M_DPR2 = ROUND(IF(PD2=0 OR WIP=0 OR occurance_of failure2<=365 OR lekage2=0 OR
delay_DMF2=0)THEN(O)ELSE(IF(BTS<=5)THEN(NPR2)ELSE(IF(BTS=5 AND
BTS==10)THEN(NPR2+ 10"NPR2)ELSE(IF(BTS=10 AND
BTS=<=20)THEN(NPR2+ 20*"NPR2)ELSE(NPR2+ 30*NPR2)))))
UNATTACHED:
= M_POHS = (RM_in_transit1+M_RM_INV+RM_in_transit2)-RM_input1
UNATTACHED:
= M_RM_order_to_BS = IF(M_RM_order_to_s=0)THEN(M_RM_required)ELSE(D)
UNATTACHED:
& M_RM order_to_s = IF(S_INV= 85"M_RM_required)THEN(D)} ELSE(M_RM_required)
UNATTACHED:
= M_RM_required = IF(M_POHS<=M_RM_ROPJTHEN(M_RM__TINV-M_POHS)ELSE(D)
UNATTACHED:
% TPD=BTS+PRD

M_RM_ROP = 200
M_RM__TINV = 350
NPR1 = 150
NPR2 = 150

occurance_of_failure = -(1/0.0001)*LOGN(1-(RANDOM(0,1,24697)))
occurance_of_failure2 = -(1/0.0001)*LOGN(1-(RANDOM(0,1,9343)))
PRD = ROUND(NORMAL(28.1,31051))
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