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@ Multiproduct Process Chart

() Flow Diagram
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# The container nesting ratio:
= Divide the overall container height by the eight:
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Layout — consists of all equipment, machinery, and furnishings
within the building envelope.




b Facilities plapning determines how an activity’s tangible
fixed assets upport achieving the activity’s

objective.
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> Which comes
the facﬂi& /aEb

0” he layout and the handling system should
e designed simultaneously
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e Jelo Motor Company, motors are produced in a three-stage p
~ following each stage with percentage yields of good quality in pr

e  Average Percentage Good Quality ————> ‘_’_‘ '
- A 0.96
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 Facilities planning determines how an activity’s tangible
fixed assets best support achieving the activity’s

objective.
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W4 Two-way pallet: the [fork Eentry can be only on two
‘W opposite sides of the pallet and is parallel to the stringer|
s side.
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Question 1: Carefully read the next statements and place lrue
for those you do not. (10 points)

S inimum of a
1| If the operator walks between two operating machines, then a mimm ﬁ
45-inch aisle is needed. - — R material o~
2.| The tree flow pattern s utilized in facilities that utilize foboUC-type M
handing for moving parts from workstation t© \?-orkstﬂn?‘}' tersections, and 7«(/
3.| Aisle should be straight with minimal curves, right angle inters
dead ends. :

4.| Exploded parts photograph isa photograph which includes all the detailed W

information on the product as dimensions, et:lxaterials and whether the part is
oing to be produced in house or outsourc = |
5. !éased on volume-variety chart, or Pareto chart the;fa;tl}un plen sboulg L1 K v( |
consist of a mass production area for the 15% of Mgh-vol!{mg items and a J
shop arrangement for the remaining 85% of the product mix. —
6.| Departmental area requirements are the sum of the areas of the individua

workstations. = ]
7.| For the process layout, product design changes cause the layout to b°°°; mes ! J’;
| obsolete. — —c — h K
| 8.| For the Relationship chart, two d nts can be placed adjacent to each 2
2l

‘other with a relationship value U but they cannot be placed adjacent to each
other with a relationship value X nadesncetie

i S [’ -A ‘
9.|"A production system in which inventory is "pulled" from preceding processes | & 2 |

tends to require a larger work-in- inventory than a system in which l/
inventory is "pushed" to the next processes.
10| 1

; ean production uses a push system to control material flow in a production |~ M
- : - : i . - - - 0
- 11| Flexible facilities are easily being altered to handle a variety of requirements.
12| For the operation process chart, com

ponents are represented with a four-digit
code starting with 0.
13| Product, process, schedule, and facilities design decisions are made
independently and sequentially.
14/ Production methods are the most fundamental factor affecting the physical
lavout.
15/ In product Iayout departments, there is little flow between the workst:
because flow occe 3

urs mostly between workstations and aisles
16/ End-to-end, back-to-back patterns are indicative of process ¢

where one operator works at each workstation. '
L. 17I Precedence diagrams are needed for each component p

fora layout. '

19/ A push system means providing the next stat

when it is needed.

20| Tree Diagram is used to map the logical |
identify which items impact others the

18 High work in process is a more likely characteristic for ct layor
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/ Question 2: MUL

1. All of the following reduce the Space requirements at the facili
e facility except:

AT

: moru fﬁare pulled from precedmg processes using kanbans..
J ¢ efficient layout arrangements (i.¢., manufacturing cells) are used—
e. None of the mentioned

2. All of the following are propeties of usingFith:

a. products
' 4arel dehveted to the pomts of use in smaller lot and unit load sxm‘“ ‘

Sl i qiprment moveent i iimized
. Highly flexible; can ‘accommuodate changes in  product design, product mix, and

uction volume.
d. None of the mentioned

3. To developing activity relationships, if there are 12 dep
combinations must be considered 1s:

artments, then the number of pairwise

W =66
2z x b

a. 13
78

e. 78
£ None of the mentioned
4. The communications within materials management systems include all of the following except:

— A T

o Purchase order

~><_ d. Move tickets
(e" Electronic data Interchange (EDI)

f. Kanbans
urces of materials management Sy

and purchasing funetions

5. Thereso ster_n'sfflincl‘pde{aﬁé’iif" 1
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exchanged? ()

cpnunuuSl;ndJm

4. Wharis the estimated Lot 0osY assuning thot &

pomt)




5. Whatis the sctual layout cost assuming tha depestments
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6, What (s the estimated layout cost gssuming that departments = and 3 are c.\uhdngpd (1

point)

7. What is the sctual fayoul © 5 and 3 are exchanged? (1 potr

et assuming that departments




