__ SISTEMIMI __
| NJESIVE TE PRODHIMIT DHE TE
SHERBIMIT



Disa nga objektivat taktike dhe
operacionale te sistemimit jane:

Permireso produktivitetin e punes.
Minimizo kostot e lévizjes sé materialeve.
Minimizo koston e njesive dhe te pajisjeve.

Permireso mbikqyrjen dhe komunikimet e
manaxhimit.

Permireso moralin e punetorit.
Permireso sigurin e punetorit.



Si pérfundim, objektivat e njé
dizenjimi té mire te sistemimit jane:

» té pérmirésojné eficiencéen e procesit té
transformimit

* té minimizojne inputet e punes, pajisjeve



Cfare perfageson planifikimi i sistemimit te
hjesive te prodhimit dhe tée sherbimit

« Qéllimi i planifikimit té sistemimit éshté té
lejoje puntoret edhe paisjet per te vepruar
ne pikun e eficences dhe efektivitetit.



Termi sistemim fizik ngre

) s milat Kerkoing pargii | o
1. Cfaré qendrash duhet 16 parshile sistemimi?
2. Sa hapsire dhe kapacitet 1 nevojitet cdo gendre?

3. Si do te ndahet siperfagja e cdo gendre?
Madheésia e siperfages, forma e saj dhe
elementet ne€ nje gender jane te gjithe te
ndérlidhur.

4. Ku do te vendoset secila gender? Vendosja
neé gender té njesisé ose né goshe mund te
ndikojé ndjeshém né produktivitet.
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Zgjedhja e tipit te sistemimit
Nje zgjedhje varet shume nga
strategjia e pozicionimit te
firmes.



Jane kater tipe baze te
sistemimit (te vendosjes):

» Sistemimi sipas procesit,
» Sistemimi sipas produktit,

» Sistemimi (i perzier) fleksibel,
dhe

e Sistemimi fiks.
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 Si né rastin e vendimeve té planifikimit té
produktit ose shérbimit dhe té dislokimit
manaxheri duhet té& vendosi gysh né fillim
procesin e zgjidhjes, se cilat dimensione duhen
theksuar per te percaktuar nje zgjidhje te mire.

« Sistemimi duhet té béhet gé té maksimizojée
shitjet apo té& minimizojé shpenzimet e
zhvendosjes s€ materialeve.



Investimi kapital. Sipérfagja e repartit, nevojat pér
paisje dhe niveli | rezervave varen pjesérisht nga
zgjedhja e vendosjes sipas procesit apo produktit.

Zhvendosja e materialeve. Dislokimet relative te
gendrave do té lejonin flukse t&€ médha pér té levizur
né distanca té shkurtera.

Fleksibiliteti. do te thoté qge njéesia p/sh tée mbetet e
deshirueshme mbas ndryshimeve te rendéesishme qge
ndodhin ose ge ajo mund té adoptohet lehtesisht per
t'ju pérgjigjur atyre.

Kritere te tjera. mirémbajtja e makinerive ,Ambjenti i punés ,
Vendosja e paisjeve né zyra,Inkurajimi i shitjeve,géndresat e
punonjésve



Kriteri i performances per kater
vendosje te ndryshme

Uziné pérpunimi Zyra Magazina me shumicé Dyqane té shitjes me pakicé

Investimi kapital Investimi kapital Investimi kapital Investimi kapital

Zhvendosja e materialeve Komunikimi Térheqgja e materialeve nga | Saktésia e shérbimit ndaj klientit
stoku

Fleksibiliteti Fleksibiliteti Fleksibiliteti Fleksibiliteti

Mjedisi i punés Atmosfera Mjedisi i punés Atmosfera

Mirmbajtja Struktura organizative Koha e ruajtjes afati 1 | Shitjet
skadimit

Qéndrimet e punonjésit Qéndrimet e punonjésit

Produktiviteti i punés sé gjallé




Krijimi i sistemimeve hibride te kombinuara.

« Vellimet me té medha ge karakterizojnée
sistemimin sipas produktit lejojne rrjedhje té
progesit né vijé té drejté, lehtesojne
zhvendosjen e materialeve, zvogélojné kohén
e pergatitjes sé makinave dhe ulin
shpenzimet e punés sé gjalle.
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Teknologjia ne grup ( GT )

 Kjo tekniké péerpunimi grupon pjesét ose
produktet me karakteristika t€ ngjashme né
familjet dhe vecon ose vendos menjane grupin
e makinave pér prodhimin e tyre.

+ Qeéllimi eshte te gjendet nje grup produktesh
me kérkesa perpunimi té ngjashme dhe te
minimizohet koha e pergatitjes,



Informacioni pér grupimin e pjeséve né familje
vien nga dy burime té€ mundshme.

« Mé ithjeshti dhe mé pak i sakté éshté
kontrolli vizuali pjeséve té ndryshme té
prodhuara. | dyti éshté shgyrtims i
projektit final t€ produktitté gatshém
dhe i specifikimeve té projektimit té
procesit.



Teknologjia ne Grup (GT)
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Teknologjia ne Grup(GT)
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Line flows in a job shop with three GT cells Figure 7.5



Balancimi i linjes

W

Balancimi i linjés éshté procesi i ndarjes sé
PUNEés népér vende né nje linjé né menyre geé té
arrihet ritmi | prodhimit t€ desheruar me numer
shume té vogél vendesh pune.



Diagrama e precedences.

Per té ndertuar diagrameén e precedences
fillimisht jepen gjithe elementet e punes,
pérshkrimi | ¢cdo elementi, koha si dhe elementi
paraardhés té cdo pune. Pér teé lehtésuar
Kuptimin e kesaj, le té bejmé ndertimin e
diagrames sé precedences.



Ritmi i1 deshiruar i prodhimit.
| lidhur ngushté me parashikimin e kérkeses, ritmi |
prodhimit varet nga shpeshtesia e ribalancimit,
shfrytézimi | kapacitetit dhe specializimi | punés. Kur
gjithe te tjerét jane pothuajse te njejte ritmi i prodhimit
duhet ti afrohet sa mé shume ritmit t& kérkeses.

Pér shembull, nése ritmi | kérkesés éshte 4000
njesi/jave dhe linja punon 80 orée/jave, ritmi | prodhimit
ideal do té ge 50 njési/ore (4000/80). Barazimi i tyre
siguron levrim né kohé dhe eviton krijimin e rezervave

te padeshiruara.



Koha e ciklit.

Koha e ciklit té njé linje éshté koha maksimale e lejuar pér
prodhimin e ¢do njésie, né ¢do vend pune.

Neése koha e nevojshme pér elementin e punées né njé véend
pune e kalon kohén e ciklit té linjés, ky vend béhet njé vend |
ngushte dhe e pengon linjén te arrijé ritmin e prodhimit té
deshéruar. Koha e ciklit e pércaktuar eshté e anasjellta e ritmit
te prodhimit orar t€ desheruar.

C = (1/R) * (3600 sek/njesi)
Ku:

C - koha e ciklit né sek/njési

R - ritmi | prodhimit i déshéruar né njési ne ore
(units/hours)

Per shembull, nése ritmi | prodhimit te deshéruar pér linjéen
eshté 1000 njesi/org, koha e ciklit duhet té jeté 36 sek (pra
3600/100).



Minimumi teorik.

« Per te arritur ritmin e prodhimit té desheruar,
problemi | ballancimit te linjes eshteé ge te
caktohet cdo element pune ne nje vend, ge te
plotsohen té gjitha kérkesat e precedencés dhe
t€ minimizohet numuri | vendeve té punes te
Krijuara (n).

* Né gofté se né ¢do vend pune punon njé
punéetor, minimizimi 1 “n” con né maximizimin e
produktivitetit.



Koha e mbajtjes pa pune, Eficienca,
dhe Mosballancimi.

* Duke minimizuar “n” automatikisht ge ne (1)
minimizojmé kohen e mbajtjes pa pune, (2)
maksimizojme eficiencen, (3) minimizojme %
e mosbalancimit. Keto géllime lidhen me njeri
tjetrin né ballancimin e linjés dhe shprehen né
keté menyre:

Koha e mbetjes pa puné =NC - T
Eficienca (%) = [ T/(N*C)] * (100)
% e mosbalancimit = 100 - Eficiencén



Balancimi i linijes

A 4

Element Koha Paraadhesi
I punes Description (sec) Imediat(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A
C Attach axle 50 A
D Attach agitator 40 B
E Attach drive wheel 6 B
F Attach free wheel 25 C
G Mount lower post 15 C

H Attach controls 20 D, E
I Mount nameplate 18 F,G
Total 244

Example 7.3



Balancimi i Linijes
Work Time Immediate
Element Description (sec) Predecessor(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A
C Attach axle 50 A
D Attach agitator 40 B
E Attach drive wheel 6 B
F Attach free wheel 25 C
G Mount lower post 15 C
H Attach controls 20 D,E
| Mount nameplate 18 F, G
Total 244

Example 7.3



Balancimi i Linijés

Work Time Immediate
Element Description (sec) Predecessor(s)

A Bolt leg frame to hopper 40 None

B Insert impeller shaft 30

C Attach axle 50

D Attach agitator 40

E Attach drive wheel 6

F Attach free wheel 25 C

G Mount lower post 15 C

H Attach controls 20 D

|

Mount nameplate 1

Total

40

Example 7.3



Balancimi i Linijes
Work Time Immediate
Element Description (sec) Predecessor(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft e=———3Q A
C Attach axle 50 A
D Attach agitator 40
E Attach drive wheel 6 B
F Attach free wheel 2
G Mount lower post
H Attach controls 3 , E
| Mount namepl 18 F,G
Total 244

40

Example 7.3



Balancimi i Linijes

Work Time Immediate
Element Description (sec) Predecessor(s)

A Bolt leg frame to hopper 40 None

B Insert impeller shaft 30 A

C Attach axle 50 A

D Attach agitator 40

E Attach drive wheel 6 B

F Attach free wheel 2

G Mount lower post

H Attach controls 3 , E

| Mount namepl 18 F,G
Total 244

Example 7.3




Balancimi i Linijés
Work Time Immediate
Element Description (sec) Predecessor(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A D
C Attach axle 50 A
D Attach agitator 40 /
E Attach drive wheel 6 B 40
F Attach free wheel 2
G Mount lower post
H Attach controls 3 , E
| Mount namepl 18 F,G
Total 244

Example 7.3



Balancimi i Linijés
Work Time Immediate
Element Description (sec) Predecessor(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A D
C Attach axle 50 A
D Attach agitator 40 /
E Attach drive wheel 6 B — 40
F Attach free wheel 2
G Mount lower post >
H Attach controls 3 , E
|

E
18 F, G

244 6

Mount namepl

Total

Example 7.3



Balancimi i Linijés
Work Time Immediate
Element Description (sec) Predecessor(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A D
C Attach axle 50 A
D Attach agitator 40 /
E Attach drive wheel 6 B — 40
F Attach free wheel 2
G Mount lower post >
H Attach controls 3 , E
|

E
18 F, G

244 6

Mount namepl

Total

Example 7.3



Balancimi i Linijés
Work Time Immediate
Element Description (sec) Predecessor(s)
A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A D
C Attach axle 50 A
D Attach agitator 40 /
E Attach drive wheel 6 B — 40
F Attach free wheel 2
G Mount lower post —
H Attach controls 3 , E
|

E
18 F, G

244 6

Mount namepl

Total

Example 7.3



Balancimi i Linijés
Work Time Immediate
Element Description (sec) Predecessor(s)

A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A D e
c Attach axle 50 A / H
D Attach agitator 40
E Attach drive wheel 6 B — 40 /
F Attach free wheel 2 20
G Mount lower post —
H Attach controls 36, E E
|

18 F,G

244 6

Mount namepl

Total

Example 7.3



Balancimi i Linijés
Work Time Immediate
Element Description (sec) Predecessor(s)

A Bolt leg frame to hopper 40 None
B Insert impeller shaft 30 A D e
C Attach axle 50 A / H
D Attach agitator 40
E Attach drive wheel 6 B o 40 /
F Attach free wheel 20
G Mount lower post
H Attach controls 3 ) E
I

Mount namepl

Total

Example 7.3



Balancimi i Linijés
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Balancimi i LinijeSIg Broadcaster
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Example 7.4



Balancimi i Linijés
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Balancimi i Linijes
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B 40 /" 20
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N F Desired output rate = 2400/week
40 ol Plant operates 40 hours/week

C 25
50 \ r = 2400/40 = 60 units/hour
C= 1/6ﬁ=/1minute/unit

= 60 seconds/unit

Example 7.4



Balancimi i Linijes

¢ = 60 seconds/unit
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Balancimi i Linijes

¢ = 60 seconds/unit
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N F Desired output rate = 2400/week
40 ol Plant operates 40 hours/week

C 25
50 \ TM = 244 seconds/60 seconds
= 4.067 or 5 stations

Example 7.4



Balancimi i Linijes

¢ = 60 seconds/unit

el
B —_ 40 /" 20
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A
N F Desired output rate = 2400/week
40 -

Plant operates 40 hours/week

C 25
50 \ TM = 244 seconds/60 seconds
= 4.067 or 5 stations

eficienca = [244\5(60)]100 = 81.3%

Example 7.4



Balancimi i Linijes

¢ = 60 seconds/unit
TM = 5 stations
eficienca = 81.3% /

B 40 /20

/30 -

\ F Desired output rate = 2400/week
ol Plant operates 40 hours/week

50 \ TM = 244 seconds/60 seconds

= 4.067 or 5 stations

A

eficienca = [244\5(60)]100 = 81.3%

Example 7.4



Balancimi i Linijes

¢ = 60 seconds/unit
TM = 5 stations
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A Cumm Idle
\ P 4 Station Candidate Choice Time Time

50\

Example 7.5



Balancimi i Linijes

¢ = 60 seconds/unit
TM = 5 stations

D\,H

eficienca = 81.3% Pl
B _ 40 / 20
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A Cumm Idle
\ P 4 Station Candidate Choice Time Time
A A 40 20

50\

Example 7.5



Balancimi i Linijes

¢ = 60 seconds/unit
TM = 5 stations
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Example 7.5



Balancimi i Linijes

¢ = 60 seconds/unit
TM = 5 stations
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Example 7.5



Balancimi i Linijes

¢ = 60 seconds/unit
TM = 5 stations
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A 40 20
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Example 7.5



Balancimi i Linijes
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TM = 5 stations
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Balancimi i Linijes
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TM = 5 stations
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Balancimi i Linijes
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TM = 5 stations
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Balancimi i Linijes
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TM = 5 stations
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Balancimi i Linijes
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Balancimi i Linijes
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Balancimi i Linijes
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Balancimi i Linijes
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Balancimi i Linijés
¢ = 60 seconds/unit
TM = 5 stations
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Balancimi i Linijés
¢ = 60 seconds/unit
TM = 5 stations
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Figure 7.13



