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A Controlling Method in an Automobile Part Plant

ISR N NEK &R v 5

Motohiro ISHIBASHI Tsutomu INUZUKA Yasuo ANDO

Commonly, automotive parts suppliers control the production volume in a plant by storing the specified amount of
stock per part type for each process, in sufficient quantity to cover customer demand fluctuations. However, this
method has a problem that the stock size needs to be increased as the number of part types increases. In this paper, a
new method for controlling the stock size is discussed; that is, we consider the products that flow through similar
processes as one group, and virtually determine a representative production route that the entire group goes through.
The order from the customer is estimated in group units, and the stock size for each group is controlled so that its

production volume remains constant. As a result, the required production volume per hour in the whole plant remains

constant the entire time.
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Fig. 2 Production volume of each assembly product
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Fig. 5 Control stock and production order
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Fig. 11 Control stock volume
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Fig. 12 Order volume on an assembly line
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Approach to Just-In-Time (Third Edition), Industrial
Engineering and Management Press (1998)
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