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e

= BB DE!IOo| X|CH MAM SMZS 2ot ZZH (Normative Model. Bartholdi et al.,

2001)

Condition 1. Insignificant Walking Time
The walk-back time is ignorable.

Condition 2. Total Ordering of Workers by Velocity
Each worker is characterized by a distinct work speed.
Workers are sequenced from slowest-to-fastest

Condition 3. Continuity of Work Contents
The work content is spread continuously along the flow line.
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» Warehouse Order Picking
« Revco Drug Store: Pick rate 34% S 7t
« Anderson Merchandising: Pick rate 20% &7}
« The gap: Throughput 25% 2F4f
e Ford, Customer Service Division: Pick rate 50% =7}
« Wawa Convenience Stores: Pick rate 25% =7}

» Assembly Line
« United Technologies Automotive: A 10% S 7t WIP 75%Z A
« Tug Manufacturing (& E2liE): &A% 07, 2 HX} Ol
* Mitsubishi Consumer Electronics America:
« Subway
« Luxury Handback Assembly Line(Carlo et al. 2013): A At 55% 2F4t

& https://www?2.isye.gatech.edu/~jjb/bucket-brigades.html
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