W38 % AW TR KXKFEFROT F R) Vol. 38 No. 4
2008 4 7 H Journal of Jilin University (Engineering and Technology Edition) July 2008

B R A Y Drum-Buffer-Rope 1) B & &

HERL,\ N AL

(1.EMAE REZRE, 45 130022; 2. LB HBAFVFAREEE R 4,37 F %L 114044 )

# .z H DBR(Drum-Buffer-Rope) # 2 3 fn {5 & T B ARENA, xf & IH £ ® & & & 4 %
FA*TTIZRAEGEANRR.ELT DBRGEMA LA T X T LA R A WM ;5% 4
AT TR pra ety DBR EA RA R EF ERAFENTIRA R, AT RS HFH#
AHENREAAFAN G, FEERXW . ZHEARS RN MERERARE ALY, B s
HEFZHE BS, RME . BRTARTEHRIERKIA L, BAKT G 61 # e M; B
TRACT RA N E R L TR F R F A A

KB - ZATE; B ER AW EEE DBR#FRZ L, RFEAK

FES%ES.TP391.9, THI16 SCERARIAED . A MERS.1671-5497(2008)04-0852-06

Simulation modeling with Drum-Buffer-Rope for remanufacturing system

SUN Bao-feng' , TIAN Xiao-chuan', XIAO Wei* ,MA Li-1i!
(1. College of Transportation, Jilin University, Changchun 130022, China; 2. Management Committee, Anshan High-
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Abstract: Drum-Buffer-Rope scheduling method (DBR) and simulation tool ARENA were used to
simulate the production process in a case of end-of-life home appliance’s remanufacturing system. The
simulation model of DBR was established and the dynamic checking for the remanufacturing
production process was implemented. It was explained in detail how to make use of the DBR model
founded to identify and eliminate the resource constraints, and therefore improved the recourse
utilization rate and benefits of remanufacturing system. Outcomes from experimental simulations
show that the DBR model enables to come true identifying and eliminating recourse constraints and
their influences. By offering the optimal value of Buffer Size of DBR model, the phenomenon of queue
delaying in the unit of constraint is eliminated and the supply uncertainty of remanufacturing system
goes lower, meanwhile the objective functions as Recourse Utilization rate and Net Profit are also
optimized.
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Fig. 1 Process flow chart of company Ps remanufac-

turing system for end-of-life home appliance
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Table 1 Definition of entities and resources in remanufacturing system
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