% 34 K4 2 M =] T = Vol. 34 No.2
2017 542 A Journal of Mechanical & Electrical Engineering Feb. 2017

DOI;10.3969/j. issn. 1001 —4551.2017.02. 007

EFHB MR EEH R R g

AL BT RER
(HVEIT A HLIK 'S FI SRR BE , 970 HUM 310018)

S < B A ) A A TR 23 A A BRI IRDRE o i — e A 7 R e BRI T BRALLE ) ot A KA B RE AT TRl i U
TR AL B R AL, SIA T HEBAE S, P 1 0 ERARTE ] A K A R DAY o 2o A A A ™ ) 2R PN 4, e T
& T BARTE i i 20, O A BN B34 ) T A i O S B 3t T e Rl 4 5 1 SR R e VR W B 7k RS T T )
ARSI SR GRS R . B a A A N RSO R A L — A A R SR A 7 R G S AR B T A T
Jy BARTE il it e, OF LIRSS SR 18 5, U8 1745 TP Bt . DRSS SRR Tl iR R B 1 IR f A 7 R TP Al o A AN
BRE A, J0E T 4 ) A = B A48 SRR

SRR il AR T ARG s 7l Bt s HEBAIE s TF

&4y 35S THI65 CEAARAERD A XEHS 1001 -4551(2017)02 - 0136 - 05

Mathematical model establishment on optimal amount of
work-in-process based on queuing theory

CHEN Jie, BAO Min, WU Hai-long
(Faculty of Mechanical Engineering & Automation, Zhejiang Sci-Tech University, Hangzhou 310018, China)

Abstract: Aiming at the problem that workshop production line process distribution was always unreasonable, the ideal mathematical model
was explored in a specific production environment , and queuing algorithm was introduced by analyzing the characteristics of process data,
the optimization mathematical model was proposed. The process of ideal WIP number was quantified under meeting the production conditions,
and a scientific basis to control WIP number for the workshop manager was provided, as the same time, the past methods that depended on
the experience to judge was abandoned and the process of resource waste caused by unbalanced quantity was avoided. Finally, a company
was taken as an example, the workshop of a production line of production system was abstracted, the ideal number of the products was calcu-
lated by the model method, at the same time, using the model results as guide and WIP number was changed. The results indicate that the
objective of optimization of production line process the irrational distribution is achieved by this mathematical model. Therefore, it is proved
that this model can guide the production of the workshop.
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