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OPTIMIZATION OF THE INVENTORY POLICY

Introduction Methodology Mathamatical Formulats

In tocay's world, thede i < 10 $otve the problem.

in tracle and L e Cumneners desine to atisfy « Sinmilaticn Model . > 12

thatir needs an arvl i 1 fulfil = Multi-Divjective Genetic Algorithm 17 senlshed piodcts =1, 16}

their cussoemens’ needs.

In this case, inventory management and determining relable policies has significamt

Impertance regarding fuliling customers needs. Having optimized imventory

provides reduction in imventory cost, prevents the product from being out of stack.
Hesetry,

o manage their inventaces mmm and lock for best policy by conducting

different analyses.

This stuty i Stryhir policy
for semd o starage using of discrete event smulation
and - o algoeithm. Th

for i of semi-finished h However, the

framework developed | fMexible and other inventory policies wil be casy to
implement, if needed.

Current System

Stryker mainty focuses on the peoduction of SVZ bads and $T1-X stretchers mently in
recent years. Metal, wooden and plastic raw materials are used for production. These
ravw materials are supplied from different suppliers in Turkey and also from abroad.
These raw materals are aperationalised on diferent machines and are tumed into
semi-products,
Ther, metal semni-finished products are sent (o the storage of sermi-finished products
The: metal semi-finished products coming cat of the storsge pass theough different
processes, are transformed into assernbly materials and they are stosed in asiembly
In the f thy one i for SVZ type
bl 3l ancithsesr oeve is for 5T1-X typee streccher.
Required materials for bed production and assembly are obtained from assembly
rager and caied 1o the area. Th s e e by
assembly workers to complete assemibly.

T | M o B e

The factiony operates just & single shift i 5 days 2 week, The departments that fal
2 shifts.1f the facicey

works overtima on woekends.
The factary sets a daily production plan for producing 70 SV2 beds and 15 5T1X
stretchers. Some ather products ather than bed and stretchers ane manefactured in
some days. These products ane manufactused for an amount that is equivalent to
#5-bed income.

Problem Definition

I the current system, there is a tack of systematic Inventory policy and the policy
tallowed based on the experience of the faremens In the company. These faremen
Intuitivedy choose the base inventory, order quantities and replenishment points of
the items in the lewentory, In consequence of these, redundant imeriony causes

st s

euses troubles in satistying demands.

Objective

I the current syvtem, there is a lack of symematic inventory policy and the palicy

fallowed based on the experiendce of the foremens in the company. These faremen

intuithvedy choose the bate inventory, arder quantities and replenishment points of

the ibems i the imeetory. in consequence of these, redundant invemony cases
el "~

g plac
causes troubles in satéshying demands.
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stryker

Decision Variables
Q  -onderquantity for each item
R :replenishment point for eoch item

Parameters
A chwerage Daiy Inventary
I, :Average daily lead time for each item

¢ cPartCost

Objective Function
MinZ,, = IWL+H "

Constraints
N+, =1

P ) (e of aypied methend.
Simulation Model
¥M (storage) control MN {sterage) control
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Results

The GA medal s

Arersa and Pythan i automated.
T et yptimal pair of 1 and AL
006 hem iy ermbodied in a pepuiation

T moiel ook 7-8 hour 13 Snhih 4 populsson

I botal, the model ook 450480 = 3,700 s b commge.
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