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Chapter

D Minus 1 Production Scenario:
Production Model for Produced
Hospital Furniture

Susanto Sudiro

Abstract

Many kinds of production systems are used in medical equipment industries,
one of which is through the work-in-process (WIP) buffer control system and
feeding material scenarios to assure ability of the process to produce the expected
throughput. The production model, known as the D minus 1 production scenario,
is used to control production activities at the factory to be carried out using the day
minus 1 rule. This rule is a time-based buffer production scenario in 1 day, ending at
the finished goods assembly station used as the zero point (DO0), from each work-
station, pushed for one consecutive day to the beginning of the buffer. With the
success of providing WIP buffers on D-1 and D-2 days, the product is certain to be
ready on time. Production activities are modeled as Heaviside step function of the
various processes involved therein. Production schedule, also production simula-
tion, can be planned through a production dashboard provided for this purpose.
Customers demand transformed to an integrated production schedule throughout
the production flow, followed by production dispatching and execution. The inte-
grated production schedule includes the supply of raw components, welding, paint,
and product assembly to meet on time deliveries.

Keywords: production model, D minus 1, Heaviside step function, WIP buffer,
feeding material

1. Introduction

In producing hospital beds or hospital furniture, various manufacturing
practices [1-3] and production systems [4-17] are applied in medical equipment
industries, one of which is through the work-in-process (WIP) buffer control system
and feeding material scenarios so that the process can run normally and produce the
expected throughput. The WIP buffer control system and material feed scenario at
the factory are known as the D (day) minus 1 production scenario.

Operational production activities are carried out through WIP buffer control
and the material stock scenario at the factory using the day minus 1 rule. This rule
is a time-based buffer production scenario in 1 day, ending at the finished goods
assembly station used as the zero point (D0) from each workstation, pushed for 1
consecutive day to the beginning of the buffer. With the success of providing WIP
buffers on D-1 and D-2 days, the product is certain to be ready on time.

1 IntechOpen
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Production activities are modeled using a mathematical model of the Heaviside
step function [18] of the various production processes involved therein. With
these mathematical equations, a production schedule model can be arranged in
accordance with the specified production scenarios and it is possible to build a
production simulation model in graphic and physical forms through a production
dashboard provided for this purpose.

Using this production model, customer demand can be transformed into an
integrated production schedule throughout the production flow, followed by
production dispatching and execution. The integrated production schedule includes
the supply of raw components, welding, paint, and product assembly to meet on
time deliveries.

This production model was formed using two dashboards, namely, production
planning and scheduling (PPS) dashboard for production planning and produc-
tion execution management and production information management (PEMPIM)
dashboard [19] for production management. By using this dashboard, customer
orders can be integrated into the production schedule and the actual production
process. In this management model, there is ease of material tracking [20-24]
which is used to decide whether an expenditure schedule will be carried out or
canceled.

The production dashboard is used to process customer demand data and is
used as an input for creating integrated production schedules throughout the
production flow, starting from the supply of raw components, welding, paint, and
assembly to meet timely deliveries. The production planning schedule produced by
the production dashboard is used for scheduling actual production.

Objective of D minus 1 production scenario is to solve manufacturing opera-
tion problems, which is implementing the SAP ERP software in a manufacturing
company. SAP ERP is an enterprise resource planning software developed by the
German company SAP SE. SAP ERP incorporates the key business functions of an
organization [25]. The problem is the manufacturing operation in production floor
failure to be integrated with the business in company level, and this makes a huge
loss for the company [23].

The D minus 1 production scenario has been tested in a factory with actual
production operation for various types of products (Figure 1). The actual
production follows the production schedule in the D minus1 model scenario.
Work-in-process buffer (WIP) and material supply scenarios at the plant are
controlled using the ease of material tracking facilities. By carrying out actual
production, the factory can produce products in the right amount and in time,
which adhere to the production schedule so that finished goods can be delivered
to customers on time.

Figure 1.
Many kinds of hospital furniture. (A) Hospital bed. (B) Wheelchairs. (C) Transporting patients.
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2.D (day) minus 1 scenario
2.1 Definition of D (day) minus 1

The production model D minus 1 is a production control cycle model that uses
N process stages, the planning time horizon is the delivery time of ST (days), the
processing time cycle is ST-N + 1 (days) and the process period is daily. Production
activities in this case use three stages process, so processing time is ST-2 (days), see
Figure 2.

The characteristics of this model are:

1. The effective process time for Tp referral is 8 h.

2.In this model production plans can be scheduled for all stations at every stage
of the process, this production schedule accommodates the possibility of
holidays.

3.The number and type of products that can be scheduled to be produced are
various (depending on the requirements on the production floor).

4.From the scheduled production plan, it can be simulated the possibility of
delays in the completion of the process so that through this simulation it can be
anticipated if a bottleneck is encountered in the process.

2.2 Model material feed scenarios in the factory

The success of the production process is influenced by the role of the material
supply scenario in the factory [26, 27], and with a good scenario, it can be ensured
that each station receives a timely supply and is easily handled in the production
process, because each component is in a standard container rack, trolley, and
box (RTB) and in a continuous range of motion so that the operator’s movements
are merely productive movements to produce added value, while nonproductive
movements without producing added value must be kept as low as possible.

The basic principle of supply is to pull in complete quantities. This means that
the supply of each process must be complete to form a one-piece flow, and after the
material in the WIP buffer is finished, the supply can be withdrawn to the worksta-
tion, thus ensuring that the finished goods can be formed because each component
is available.

D+3
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Start L Welding Painting Assembly
Welding Shany Finish Finish Finish
Sahditicti Assembly -
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Figure 2.

Planning hovizon of the production model D minus 1.
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The concept used to fulfill these basic principles is to supply feeding materials
to each workstation in the form of lots, batches, or kits. Figure 3 shows the scenario
scheme of the material supply to produce one type of bed. In this case, the produc-
tion control area is only in the area bounded by the red line; outside of that is the
supplier area, and in this case, the supplier is considered capable of meeting the
supply requirements as required by his customers.

Starting from the upstream supply, suppliers for metal components in the form
of raw components must supply to the welding station in the form of lots, which are
placed in a standard RTB for processing at the welding station. The output of the
product welding station is sub assay, and the product is placed in a standard RTB in
smaller quantities, that is, batch and fed at the paint station.

Furthermore, the results of the paint station are placed in a standard RTB and
forwarded to two workstations, namely, the component module station and the
final assembly station. The supply of plastic components in batch form is supplied
to the component module station and final assembly. The caster wheels are supplied
in batches directly to the final assembly station.

The existing supply in the factory is in the form of standard module compo-
nents and standard component stations. From the station module components are
supplied components such as thrusters, side guards or head end foot panels in batch
units. Whereas, the supply of standard components is in kit units. The management
of this kit form is done in a standard component warehouse.

The production scenario starts with the planned activity at the final assembly
station with the production schedule on day 0 (day zero DO) followed by the
welding supply time scenario supplied on D-2 (minus 2 day) so that the produc-
tion schedule is complete, and the supply at the paint station must be available on
D-1 day (minus 1 day).

Machining
Station

Inspection and
mbly Station Packaging Station

v

IStandard Component
Kit Station

Figure 3.
Material supply scenario.
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2.3 WIP buffer model

This section explains the WIP buffer model in the D minus 1 production scenario
shown in Figure 4, which illustrates the configuration of work-in-process manage-
ment (WIP) in the form of the production process of making beds for various types
of bed products, and the process timing is shown in Figure 5.

In Figure 4, welding stations there are various stations from M, to My, in the
paint section there is only one M, station, while in the assembly station various
stations are available, namely, M3; to M3, each station produces a certain type of
product.

All workstations are controlled by the WIP buffer, and the buffer configura-
tion at the factory is from the By, feeder to By, which is the WIP buffer from the
M, to My, welding station. While the feed in the paint section for the M, station
is controlled by the WIP buffer continuously at buffer B,; to B,,. The output from
the paint section continues to hold the WIP buffer from Bj; to By, and the buffer is
prepared for the M3; to M3, assembly station, and the result is the finished product
in buffers By, through By,

The results of welds from various welding stations cannot be added to the
paint section at once, because operations in the paint section are dependent on
the hanging effortability of the components to be painted. Each component to be
painted is hung on a hanger, and then through the conveyor the components are
processed one by one. From the start of hanging until the first component out
of the oven takes 90 min, and for a conveyor speed of 2 m/min, a set of products
requires time to leave the paint section between 6 min and 12 min, depending on
the complexity of the product.

The output from the paint section must be able to feed the M3; to M3, assembly
stations in accordance with the specified production schedule. If the buffer to the
assembly station is done together with the painting station, the M3, station needs to

wait 1.5 h (the first product waiting period comes out of paint station) plus 60 min
(to complete one full provision of one batch of five component sets) while the

Welding Station Paint Shop Assembly Station
Machine 1 Machine 2 Machine 3
D:3 2 day, D>-2 1da¥ .<D-1 1 day Do 1 day
— r ) (- - -,
> M1 - v— — mi\;—n -
B11 = B21 B31 =
B12 i B22 B32 i
Work &1V ] W Work
in(® ® & & Out
K ) B13 gT 823 v TN B33 =S o= ||
| > W13 - =v oM - M-
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Bin s B2n F o W |
/ Min" v— _"v b A/ |
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Figure 4.
Production model scenario D minus 1.
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Figuress.
Timing process in production model scenario D minus 1.

other station waits because there is no buffer. This is a situation where the buffer is
not sufficient to supply an assembly station that is designed to operate at a certain
capacity.

To overcome this, a buffer scenario is created on day D--2, where sufficient buffers
must be available from By; to By, to be fed to the welding station. Meanwhile, to be
fed to the paint part, there must be enough buffers B,; to B,, available. Furthermore,
to be fed to the assembly station, Bs; to Bs, buffers must also be available in sufficient
quantities.

The buffer that needs to be provided is work in. This buffer must be ensured on
day D-3 already available, while through the WIP controller the input entered into
the system must be controlled, the input is work released, while the throughput is
work out provided from the WIP buffer of finished goods By; to By,

Through this model, it can be stated that the controlled parameter is WIP in the
system, while the manipulated parameter is the upstream buffer in each machine
system of the three processing machines. By using the principles of control, of course
by controlling WIP through the manipulation of parameters of the production
process, it is expected to succeed.

2.4 Scenario of three-stage production dispatch and manufacturing execution
process

The production scenario D minus 1 for the production process of one type
of product with three stages of successive process, namely, welding, paint, and
assembly are depicted in the production dispatching and manufacturing execution
scheme shown in Figure 6.

On the first day (day 1; Figure 6), starting from the welding station, after
making sure that the buffer material in front of the welding station (B;; Figure 5) is
complete, the production dispatcher releases the B, buffer for the welding process
dispatch and the production executor at the welding station executes the welding
process, while on this first day, the paint station and the second assembly is idle,
waiting for the results of manufacturing execution at the welding station buffered
on B, (Figure 5) to be fed to the paint station the next day (the second day).

On the second day (day 2; Figure 6), the welding station repeats the welding
process as done on the first day, while on the second day, the paint station has
available buffer material for processing. After checking that the buffer material
in front of the paint station is complete, the production dispatcher releases the
buffer for the paint processing dispatch and the paint station production execu-
tor executes by carrying out the painting process, while on this second day, the
assembly station is still idle, awaiting the results of manufacturing execution at
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Production dispatch and manufacturing execution scenarios.

the painting station buffered on B; (Figure 5) to be fed to the assembly station the
next day (the third day).

On the third day (day 3; Figure 6), the welding station and the paint station
repeat the welding process as done on the second day, while on the third day,
the assembly station has a ready component buffer available for assembly. After
checking that the finished component buffer in front of the assembly station is
complete, the production dispatcher releases the buffer for the dispatch assembly
and the production executor at the assembly station carries out the manufacturing
execution by carrying out the assembly process to produce finished goods buffered
at By. On the third day, all three workstations carry out manufacturing executions
simultaneously, and this process is repeated in the following days until the specified
shipping time is found.

2.5 Planning horizon of the production model D minus 1

The production model scenario D minus 1 use the planning time horizon based
on shipping time (ST). This time is described in relation from the beginning of the
production process to the completion process (finished goods are sent or stored in
warehouses), for all stages of the production process shown previously in Figure 2.
The work reference is on day 0 (D0), which is the day when the assembly process starts
(start assembly), for that on day D-1 (start painting) the painting process must be sure
to run, and on day D-2 (start welding) welding process must also be sure to run.

The processing time in the case of three process steps for the welding, paint, and
assembly processes is the same as the ST-2 days. While the waiting time to be able to
start the painting process is 1 day, while the waiting time for the assembly process
is 2 days.
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The complete planning horizon for D minus 1 production scenario is illustrated
in Figure 7. In this figure, the total amount produced during the ST period is
expressed in Dt (units), the amount produced daily is Dp (units), and the daily
processing time for one shiftis Tp = 8 h.

The D minus 1 scenario will be able to be effectively applied to a hospital furni-
ture factory with a daily production plan of more than one type of product (n types
of products), because the obstacle is that, at a painting station, one painting station
will get feed n buffer components from B,; to B,, and must produce finished com-
ponents which are buffered into n buffers in B3; through B;, which will be fed ton
assembly stations.

The painting process model is multi-buffer input, single machine, and multi-
buffer output, where the buffer output cannot be received immediately even though
the input buffer has been fed to the paint station, and the product can only be
received at the buffer output after the paint station completes one rotation cycle,
and the waiting time for waiting for the first output out of the painting plant is
about 90 min.

The results of this paint will later be placed in buffers Bs; through Bs, to be fed
to n assembly stations, so if the bait scenario uses the kot from the oven method, the
waiting time constraints on each assembly station will be a waste, and to overcome
this, use the production model D minus 1 with prepared component buffer on
minus 1 day before the component is assembled into finished goods. Examples of
scenarios for managing four types of products are shown in Figure 8.

2.6 Production schedule and example of D minus 1 operation

Production schedule is setup used mathematical Heaviside step function H(t) [18]:

for
0—-t<0

H(t)=q @

1—-t>0

Using D,; as the stimulus and ST is total planning horizon. General time respond
Dp at time ¢ for every number of period k of time period T, which is time period of
a process to finish D; product in a day can be determine as:

Dp(t,k)=D,(H(t—kT,)-H(t—kT, ~T,)) 2)

k=1,2,3ST

With Eq. (2) can be determined day-to-day production schedule in each work-
stations as seen in Egs. (3)—(5); each is respectively scheduled for welding, painting,
and assembly.

Dpk(t, k) =D, (H(t—(k-1)T,)-H(t—(k-1)T, -T,)) 3)
Dpc(t,k)=D,,(H(t—kT,)-H(t —kT, —Td)) 4)
Dpa(t,k)=D,(H(t-(k+1)T,)-H(t—(k+1)T, -T,)) (5)
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Figure 8.
The planning horizon scenario for the production model D is minus 1 to produce four types of products.

For planning production activity used Eq. (3), Egs. (4) and (5). Base on those
equation be developed application module using Matlab software for setup produc-
tion schedule. Sample of production schedule is shown in Table 1. This is the table
of production activity for delivering order of 96 unit products of hospital bed,
Supramak 73,006, with daily production of 32 units, with shipping time 5 days;
production period is 2+7 February 2017, in this period at date of 5 February (holi-
days) production activity is off.

The following will show the scenario D minus 1 of production schedule of
Table 1 to produce products with a total volume of Dt = 96 units, lead time
ST =5 days, daily production plan Dd = Dt/(ST-2) = 96/3 = 32. From this produc-
tion plan, the production process scenario for the welding cycle time ty,iq = 18 min
as shown in Figure 9.

This is a daily production scheme for welding stations using a daily process
period of one shiftis Tp = 8 h, 1 day is 24 h, so the 24th hour represents the first
day, the 48th hour indicates the second day, the 72th hour denotes the third day
and so on.
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Process 01-Feb 02-Feb 03-Feb 04-Feb 05-Feb 06-Feb 07-Feb

Supply 32 32 32 0 0 0 0

Welding 0 32 32 32 0 0 0

Painting 0 0 32 32 0 32 0

Assembly 0 0 0 32 0 32 32
Table 1.

73,006 Supramak bed production schedule.

Welding Process of Welding WIP Buffer Feed
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Figure 9.
Example scenario at a welding station. Total production of 96 units, ST = 5 days.

From Figure 9 at eighth hour, the welding process to finish 32 products should
have been completed, but the process was still running (overshoot capacity Ty > Tp)
to completing the process through extra time (overtime). The occurrence of
overtime is due to the available daily production capacity is lower than demand, the
indicator is weld cycle time > takt time (18 > 15 min), in this case the overtime that
needs to be provided is (18-15) 32 = 96 min.

To avoid overtime in the welding process, in planning the production process,
it must be ensured that takt time > cycle time, because takt time indicates the
production capacity is associated with workload (number of requests).

The semifinished component buffer for the painting station provided by the
welding station the day before was in complete condition, then the component was
painted with the process scenario as shown in Figure 10.

The complete component supply before leaving the painting station as a finished
component, is first circulated throughout the paint station track using a conveyor,
so there is a delay in processing time to start the painting process waiting for the
finished component to be the first to leave the paint station. In Figure 10 shown
at 24 h.

This delay will reduce the time available for the Tp process to Tp-waiting
time, and act as potential to cause a delay in the process of completing the
workload (overtime) and this will occur if the number of complete components
forming the finished product requires the same cycle time or greater than takt
time. But if the paint cycle time is far less than the takt time, then before the
process runs out the workload has been completed so that there is still available
remaining time and capacity (Figure 10), this remaining time can be used to
process other types of products.

10
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Example scenario at the paint station. Total production of 96 units, ST = 5 days.
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Example scenario at an assembly station. Total production of 96 units, ST = 5 days.

The finished component buffer for the assembly station provided by the welding
station 1 day before is available in complete condition, then the component is assem-
bled with the assembly process scenario as shown in Figure 11.

At the assembly station, the process of assembling finished goods can be directly
carried out without any waiting time, if the time of the assembly cycle (ta) of the
finished product is close to the takt time price then the possibility of overtime can
be reduced. Figure 11 shows that Tp processing time can be utilized maximally,
and in this case, overtime does not occur or the process is finished faster than the
available processing time.

2.7 Production dashboard
2.7.1 Production planning and scheduling (PPS) dashboard

Operational model of D minus 1 production scenario can be managed using a pro-
duction dashboard [19]. Starting with production schedules, buffering at each produc-
tion station and production simulation to total product demand can be demonstrated
using this dashboard. Also, daily production activity and calculating the time delay
when production cannot be met the target can be demonstrated too. This dashboard
besides to simulate production activities based on cycle time and takt time also provides
applications to show the response of the production system as a dynamic system.

11
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This dashboard to display production simulation with scenario D minus 1 is
called the production planning and scheduling (PPS) dashboard. The PPS dash-
board display is shown in Figure 12.

Production planning and scheduling can be setup on the dashboard. Before pro-
duction, event schedule executed the schedule simulated using relevant parameter
of production control. If by simulation target of production can be achieved, the
scheduled plan decided to be used as production schedule in production floor. But if
schedule failure, must be set up new production parameter to control and optimiza-
tion the process, and with the new parameter once again the production event must
be simulated. If the process objective can be fulfilled by this parameter, then the
parameter is used in the production schedule.

Control parameter provides in the prototype PPS dashboard, and the parameters
used to simulate production process are takt time and cycle time. Cycle time, which
is higher than takt time, means capacity of production is lower than the customer
demand. For this case the production system is multistage production it is mean all
cycle time in each production stage must be equal or lower than takt time. If one of
cycle time higher than the takt time, production output will not full fill the customer
demand, also there is a bottleneck in one of production stage certainly. If the differ-
ence of the takt time and cycle time relatively small, the solution is using extra time
in the production floor. But if the difference significantly high the production system
must add production time shift.

Control parameter can be directly input to the dashboard use block Input
Parameter as shown in Figure 12. Also using facility provide in the windows
dashboard system is with push menu Input Production Parameter which is prompt
input dialog for input control parameter, the result also displayed in block Input
Parameter. For simulate the process must be push each process menu, Welding
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Figure 12.

Production planning and scheduling (PPS) dashboard. The dashboard consists of: 1. Dashboard name, 2.
Simulation Title, 3. Dashboard Menu, 4. Input parameters, 5. Product name and production schedule, 6.
Simulation Results, 7. Graph Display, and 8. Dynamic system display.
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Buffer, Paint Shop Buffer or Assembly Buffer. To show all process must be push menu
Display result.

The simulation sample shown in Figure 12 is simulation of production to
produce total customer demand 120 units hospital bed, for shipping time 5 days and
day demand is 40 units. Takt time 12 min, cycle time in welding station is 13 min,
in paint shop is 7.25 min and in assembly 12 min. Simulation result is shown in
Simulation Result block.

The dashboard also provide compare between target and realization for any
day of production, if there is any difference between target and realization the
dashboard will show bottleneck time also need of extra time to finishing the task. If
the differences can be accepted use menu in Input parameter to save the production
planning.

2.7.2 Production execution management and production information management

dashboard

To control production process provide production execution management
(PEM) dashboard and production information managements (PIM) dashboard,
both dashboard bundle in a single dashboard call as PEMPIM dashboard [19].

The architecture of the dashboard is shown in Figure 13, and the windows
dashboard is equipped with menu:

1. File menu: For operating file among other open file, save file and close
windows.

2.Bill of Materials (BOM) information and status of components supply menu:
It is for manufacturing control purposes, consist information of supply com-
ponents to ensure that supply is complete.

3. Outstanding orders menu: It is for execution purpose of production. This
consists of menu for give information of the order status, status finish good in
ware house and product delivery to customers.

PEMPIM_Dashboard - X
File BOM Information Handling Outstanding Order  Production Planning  Status WIP Status in Werk Station  Shipping Realization  Proyek Export -
Minus and Stock of Outstanding Orders Status 22-Jui-2020
‘ ___SAPID _ Cataleg ID Quantity ‘ \ _SAPID | CataleglD | PreductMame  StartSteck Total Os0 | FinishStok | EQB
| 1 |E0058MSJIM MC101 <1882 ~| | 1 [BOO7IMSKIM 73010 Supramak F... 240 0 240 273.6( ~
[ 2 lion44msYTE SSKS -1502 | 2 |HOD10SSKOM 36103 Infuse Stand 204 0 204 24 4
3 |B0219MSJOM MB511 -1017 3 [0BKMMO0290 MAT 02 S Mattress Bu.... 272 120 152 19.7€
1 |0BKMMO0341 MM205 -1017 4 [NODOBMSK 1M MKBO002 Meja Belajar 90 Nal 90 72C
5 |JOD55MSYTE SSLSS -768 5 |KODITMSKIM MKBO03 Kursi Belagar 90 E] 90 720
| & JOD1SMSRIE TRG 26 672 & |0BKMMO00019 36113R Mattress Lat 176 87 89 2758
7 [JOD23MSRSE TRG 26| -666 7 [FO04TMSJIG MA102 OVERBED T4 0 T4 17.7€
2 |HOD10SSKOMO3 MA201 625 2 |BO1TIMSKIM 75012 Lovina Bed 2__ 70 0 70 8330
& |0BKMMO0D10 MAT 02 560 g [BO156MSJOM 73053 Andalas Bed 68 0 68 93.1€
10 |JO0SEMSYTE SSLDS -267 10 |KDOO2MSK3M 99101 RED  Modem Chai 43 0 48 43z
11 |JOD43MSRIE TRG 26 SW -237 11 |0BKMMO0022 361128 Mattress for 46 0 46 124z
727 JOOIIMSYSE TRG 29 237 ‘iTUBKMMOM}ZQ 361128 MATTRESS ... 46 0 48 16.5€
[ 13 |J0047TMSYTE TRG 31 -236 13 |ED023MSKIM 33032 Bedside Cab... 4 0 4 i2mn
14 |DODBZMSIZM MT501 -224 14 [EDD1IMSKIM 32902 Medicine Ca B3 23 40 262
15 |JOOSTMSYTE §5QS -205 15 |FO018SS00M 36102 Room Devider 39 0 39 12.0¢
| 16 [BO1BOMSK1ED1 75006 SO -156 ‘ 16 |(DDO42MSK1IM 36603 A Emergency ... 60 21 39 2.9
17 |BO1TSMSKIEN 75005 SO -142 17 |KOOO2ZMSKSM 99101 GREEN Modem Chai.. 38 0 38 34z
18 |CO058MSSOED 34126 S0 127 18 |KDDD2MSK4M 99101 BLUE  Modem Chai... 35 0 3% 3.1k
19 FO03BMSJOM 73073 M -100 19 |BO1ISMSKIE 73002 Cent. Lokd 34 0 34 1033¢
20 |BO182MSKIMO1 75003 8O 93 20 |KDOO2MSKTM 99101 YELL... Modem Chai.. 34 0 34 3.0€
" F:IHR’}MQDMM TANN3 .Ofl) i " k;ﬂﬂn?M‘:KﬂM 4a1n1 Al ACK Madarm Chai EEd n " i g'ﬁ i
Figure 13.

Production execution management and production information management dashboard.
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4.Production WIP menu: It is for manufacturing control purposes, consists in-
formation of WIP buffer of supply from internal supplier, welding station WIP
buffers, paint shop WIP buffer, and assembly WIP buffer.

5.Target and production realization menu: It is for manufacturing control
purposes to show target of production and realization.

6. Machine loading simulation menu: It is additional tool for simulating loading
of the machine to forecasting capacity of the workstation.

7.Tool for input components supply menu: It is additional menu for input
components supply for special case.

The design of the manufacturing control dashboard is still limited capability
as integrated tool for integrating production information from welding station,

Record Status 0SO i
e Total Oustanding Order All MAK Total Production 22-Jul-2020
Display 0S0O
| Quantity ( Unit) Quantity { EQE ) | IDSAP | Catalog Product Mame | Quantity (Unit)| Quantity (EQB)
- A 1_[OBSSMSV7E SSKS  KngShale 20 7439001 A
G50 Priority: 1 22 1 2 1 0 73 2 |JO0SSMSYTE SSLSS  LongSingle 154 261.8201
| 3 Loo23MSR9E TRG2B1  France bed 148 %
050 Priority 2 3 72 600 | 4 |EDOSIMSKIM 73172 Bedside cabinet Lovi ™ 162801
5 |FOD4TMSI3G MA102  OVERBED TABLE T4 17.7601
| 6 |B0182MSKIM 75003  Lovina Bed 3C Manual & 105 4801
SR PR 6545 3 93 6 7 |BowTiuskiw 75012 Lovina Bed 2C Manual & 714001
| g |Poooiscets 22501 M SO Operating Table - la =2 18,0401
050 Priority 4 5 5 1 3 2 3 9 |ooosamsKIM 365024  Emerpency Troley # 28,2901
10_|0BKMMOOZT... MAT 104 SO Matiress 89104 % 0.8001
11 |Botsswsiom 73052 Andalas Bed 2C % 4780
(0 Bt 3 59 2 5 7 | 712 |0179MSKIE 75008 Lovina Bed 2 Mator 2 78.3601
13 |FODIBMSKIG 73033 Overbed Table M 145701
Total 050 13843 1 23 75 | 14 |BoOSTMSKIM 77001 Manual Solamak Bed 0 2700/
15 9910454  Waiting Chair - 4 Ben, 30 18,7001
; 16 |B017SMSKIE. 7500550  Lovina Bed 3 Mator n 18200
o '1 1827 '10639 [ 17 |aooztusion 31213 Transfering Fatient 5. 20 26.6001
18 |FODISMSKIG 73031  Overped Tabk 2 88001
Stock Start 4376 3593 | 10 |BO18BMSK1M 74004  Celebes Bed 3CLCM. 20 448001
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21 [BOZ14MSJOM MB30Z ANDALAS Z CRANK 0 18.600
Thekine 2 0 1 6 1 73 7 | 22 |BO1SSMSIOE . 7305550  Andalas Bed Elechric 1 311601
23 |FOB4IMSKIM 73173M  OverBed Tabk Lovi 1 28501
Stock Free 23 6 0 1 8 5 7' | 24 [EODITMSKIM 73032  Bedside Cabinel 1 4540
| 25 |BO1SOMSKIE 75005 Lovina Beq 4 Motor % 18400
; 26 |JOOSTMSY7E SSQS  Queen Size 1 520y
Daily Production Result 1 24 1 09_ 88 g e =
€ >

Figure 14.
Snapshot information of outstanding orders status.
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Snapshot information of outstanding ovders and stock.
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Figure 16.

Snapshot information of production and shipping.

paint shop, assembly also supply of components to be integrated with SAP ERP. The
dashboard is a stand-alone dashboard, and not an interface yet to the SAP system.

Examples of output information of the dashboard are: information outstand-
ing orders (Figure 14), information of outstanding orders and stock (Figure 15),
information of production and shipping (Figure 16), etc.

3. Verification and validation of the D minus 1 production system

To verify the implementation of this production system, a manufacturing
execution system (MES) is used which refers to the ANSI/ISA 95 Part 3 Activity
Models of Manufacturing Operations [22, 28]. The manufacturing operations
functions are shown in Figure 17.

Verification of D minus 1 system is intended to ensure that the functions of
manufacturing operations can be operated by providing properly prepared infor-
mation from the PPS and PEMPIM dashboards, so the production of each worksta-
tion normally run and capable to show good production performance.

The verification process begins with processing the product orders into a
production schedule and is detailed at all workstations following scenario D minus
1 for the shipping period ST and the detailed schedule must be available at each
workstation. This detailed schedule information is then passed on to the production
tracking function to ensure that all materials to be used in the process at each work-
station are available. For this purpose, the information is provided on the dashboard
in the material tracking function.

To ensure that the process can be carried out, the production resources must be
available, and for that, the availability of production resources as schedule is veri-
fied by using the information on resource requirements at the workstation using the
dashboard of available source information.

The verification process is accepted if the system can provide information about
the availability of production materials and resources to the dispatcher for each
production plan in each workstation according to the production schedule.

To validate the production system is done by validating the dispatcher function
and manufacturing execution. This validation process is intended to ensure that the
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Figure 17.
Manufacturing operation function.
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System validation using capability process.

production process can run and production targets can be achieved. Information on
the completeness of resources and the availability of materials must be processed by
the dispatcher to determine that the manufacturing execution in each workstation
can be carried out.

The process is declared valid if the process accuracy is +5 equivalent to bed
(EQB), precision <= 5 EQB, probability > 90% and process capability > 0.7, it is
used as indicators performance for process validation.

The system has been validated on18 May 2018 (Figure 18) in production floor,
the result all process performance (as process characteristics) indicate fulfilled
performance requirement given, it is mean the system is valid.

4. Conclusions

The purpose of D minus 1 production scenario is to produce a management
model on the production floor of the assembly plant of hospital furniture through
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WIP buffer control and feeding material scenarios to ensure the process runs
normally and produces the expected throughput.

The D minus 1 production scenario is an alternative production management
model for production scheduling and assembly management from a manufacturing
plant of hospital furniture. It also ensures that the production process runs normally
and produces a high level of production.

Managing of production activities is done through the control of WIP buffer and
material supply scenario in the factory using method D minus 1. This method is a
production scenario based on a 1-day buffering period, ending at assembly station
as zero point, and then pushed in 1 consecutive day to the beginning of the buffer
from each production station. The success of setting buffers at D-1 and D-2 is main
factor for the product to be delivered on time.

This production model is built using two dashboards, namely, the PPS dashboard
for production planning and the PEMPIM dashboard for production management.
By using this dashboard, orders from customers can be integrated into the produc-
tion schedule and actual production process. Also provided is material tracking
facility, which is used to decide whether a production schedule will be implemented
or canceled.

The model has been tested in a factory with actual production activity for
various types of products. By implementing D minus 1 in the factory, production
activity runs normally and is capable to produce products in the right quantity and
in a time that complies with the production schedule, so the goods can be delivered
on time.
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