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Optimization Control of Work-in-Progress Inventory
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[ABSTRACT] The effect, deploying methods o
and optimum amounts of work-in-process inventory are o
analyzed. The proportional integral control model of
discrete manufacturing system work-in-process invento- N ,
ry is built up. The control effect is evaluated by taking o
production line of motorcycle crank box as an example. ,
The results show that PI control can make work-in-pro- o ,
cess inventory more stable than traditional positive and 1
negative feedback control. ,
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PI control model of discrete manufacturing system work-in-progress inventory
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