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Activity A mouat e compietad befors activity B can hagin.

Actovities A sad B can sccur romegrrently, bt beth must
b compietad bedare actovity C can begn

Actrrities A aa B must be cum pieted before actiitses C

254 J caz begm. but C can bepz mdependently of [) and
VLS versa

Actiwitzes A and B caz acrur concurrently, but both muet
be comspleted before activity D can beqin Activity E can
occur only after sctivity B i compieted Activity C (dotsnd
Eme with arvow head 8 Cummy acovily which shows B
precadence relstionshsp but bas s zevo Lme durastion
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ystems that produce product& Examples of these
5 fon wrners, truckmgﬁrms and banks -

uﬂ'er' Between aystem capac:ty and customer demand. In
{ develup capacity plana that nearly match the expected

ﬁ_unator umts of capacity that are useful in transforming
du etl resource_ reqmrements

ped for expanding
'_ Examples of these mnovat:ons are -

: onIy part time and can be recalled for short periods.

! de a new-level capacity aggregate plan with the extra
ges in demand.

D! Qdu tion schedule or MPS) sets the quantity of each end

lete m_each time period (week or month or quarter) of the
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A : :
99regate Plannmg and Master Production Scheduling @

b vels, fac?ii?:{l:rd?ndevehp“ by reviewing market forecasts,
furfum"e Product; E and capacity information regularly.
a few Weeks on of eng items over a short-range planning horizon
several months. It is an important link between

i ’duction f apacit
dlow Production cog e resu}tacﬂl'f}’, so that, production capacity

alizes the :

s leads to p:’:su;t;:n plan angd converts it into specific material and capacity
derives the entire e Di:labour. material and equipment needs for each
ding to feed Pk &zmda‘imtwn and inventory system by setting production
ction P]-aﬂm'.ng_ Fror:l t;dﬁmtream operations. It is the beginning of all

nge schedules for RS ¢ MPS, material requirement planning (MRP)
ction system. The \[R";fmg parts that go into the end items in every work
Don : e develops short-range plans for purchasing the raw

Téquired to produce the products.

ag_mm plans into specific end items:

AL BT tlveSC]JedulES;

material requirements;

» acity requirements;

rinto aﬁgnpmcessing;

priorities;

ty effectively.

aggregate plans : The aggregate plan sets the level of operations that

rket demands with the material, labour and equipment capabilities of

gate is translated into specific number of end products to be produced in
» Products are grouped into economical lot sizes that can realistically

ies. The MPS represents a manufacturing plan of what the firm intends
3e forecast of what the firm hopes to sell.

lernative masier schedules : Master scheduling is done on a trial and
fing of alternative MPS can be done by simulation using computers.
id capacity required are then derived from the firm’s MPS.

o

al requirements : The MPS is the prime input to the MRP-1 system.
s for purchasing or manufacturing the necessary items in sufficient
mbly dates specified, based on the MPS for end products.

y requirements : Capacity needs, arise for manufacturing the
24 time schedule to meet the requirements of end products as per
ant planning is based on the MPS which should reflect an economic
ent capacities. Master schedules will have to be revised when
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Typical units
of forecaat

Rupees

Gallons, hours, kgs, unita or
customers per time period
Rupecs

Space, volume

Units

Hours, strokes, kg, gallons
units, or customers per
time period,

Workers, hours

Units, kgs, gallons

Units, Rupees

Workers, hours

Units, hours, gallons
strokes, kgs or customers
per time period

Rupees

Units, Kgs, Rupees
Units
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work next week end? (given

break downs).

_ Sha't-nmge Forecast

Labour by Skill and
Class

Machine Capacity
Cash

Inventories
Others
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methods may be used. In quantitative methods,
awtwedxn1:|1a.k:ngaforecau-xtfo»rthe‘Eui:urf1 This

rely on an expert’s opinion in making a prediction
for intermediate to long-range forecasting tasks.
unscientific and adhoc. But, where new products
rnatives other than using the informed opinion
better results, judgemental methods are used in

past data. In order to systematically analyse
analym plot demand data on a time scale,
tterns. (See Fig. 3.2)

is constant and does not consistently

| .factors that have impact on
and for woollen wear will be
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previous period’s demand decreases
emand data receive a higher weight than
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