o =

NIAITIMeIansaInnszds U0 29 aduil 1 Weuunsiau-Tguiey 2563

= = ad ¥ o/ a IS L~1
ﬂ’]'iL‘lJ'iEJ‘UL‘VIEJU'Jﬁﬂ’]'iLLﬂ‘f]iUU‘VI']ﬂ’Ti"\]ﬂﬁﬁJQaﬁ’lﬂﬂ"l'iwaﬂ : NFUANTEN
A18N1TUTIINAANUILATIIAT
A Comparison of Algorithms for Assembly Line Balancing: a Case

Study of Kitchenware Packing Line

Wsswas Aueug! SunsAs Avideu! uas siinny otau’

Patsasiri Limpabandhu! Chansiri Singhtaun' and Ramidayu Yousuk!
LNAYTIANTINEAEIMING ANEIAMNTIIAENS UnTInenduinunsaans Ieluau1aey
Department of Industrial Engineering, Faculty of Engineering, Kasetsart University (Bangkhen)
Fufldsunanna : 10 uns1eu 2563 Jufiudlaunau : 6 ey 2563 Suiineusuunai : 22 ey 2563
Received: 10 January 2020, Revised: 6 April 2020, Accepted: 22 April 2020

UNANYa

nsdnaunanisnaniamuddnydelssnugnamnssuesawn Lo inaiusaanaugey
wWahiiAnduannissenesuazifiauszAnsnmvesansn1suan nsdnaunanisndnlagisnisi
afuaglinadnsiiiusy s nmuasansnisuansnaiy mu%’aﬁﬁﬁfmqﬂszmﬁtﬁaLﬁmisﬁm%mw
nMsuanveIAENTUTTINARSaTilnTesnia IngtiauensUisuifisuUssansnwanonisnanues
nsinaunamensuanlngIsnsuaniuasirdnveuvadaduituiunsauayiSneulvadaduis
§95afn nadidunudunndnyianudiniusyestunudounds Rauuuudiaesaadnaans
ﬁm%’umﬁmamamimémuuﬁugmmaa{]z:ymmﬁmamamswamﬂszl,mn E fefiihmnefioanity
FrunuandnusazseunaInIsnan wariawnseidgmluldsunsudnaalomuleanesiiie
whitlmmstasunanissdnlneiBunnfuasdinveuan Mniudaaunanissdnlneiinenleads
\HunsdnauganandslaslflusunsueeyiaunefiinunteiienIouisulsdvinmuossadng
Jagduaenisusslulssnunsd@nulivse@nsnmnisudna 69.63% waainni1suideyminuii
nadwsTilennisunnisazdriaveuniiuszansamvesaunaasnsnanininisaeslvaiade
3.70% wargeninuseandawanensudadi 25.16% l9alunisussmanamdineuiods 1
s 50 unit FannniisrenlvaiiliinaUssnanands 3 3undl usegluszeznaniivousuldds
wugthlilssnunsalfinwdaaunaamensndnlagisuiunsafioussavsnmanensuaniiuinnin

AdAgY : MITnaNganIsHE Msuaniuazdiaveun Tineulea

”ﬁaggﬁmm'a E-mail address: patsasiri.l@ku.th

71



o =

NIAITIMeIansaInnszds U0 29 aduil 1 Weuunsiau-Tguiey 2563

Abstract

Line balancing is very important mission for manufacturing industries because they
can reduce the wastage from waiting and increase production line efficiency. Balancing the
production line by different methods will give different results or different line efficiency.
The objective of this research is to increase kitchenware packing line efficiency by comparing
line efficiency results from Branch and bound method which is exact algorithm with
Comsoal method which is heuristic algorithm. The research methodology starts with
studying on tasks relationships or precedence diagrams, develop the Branch and bound
algorithm which is exact algorithm in Microsoft Excel spreadsheet and solve by using
OpenSolver after that develop assembly line balancing mathematical model based on
simple assembly line balancing problem type E which aims to reduce both of the number
of work station and cycle time. Finally, Balancing the packing line by Comsoal method
which is an assembly line balancing method using computer. The current packing line of
case study has 69.63% of production line efficiency. From the computational results, it can
be shown that the results using Branch and bound algorithm gave more line efficiency of
the results than Comsoal method 3.70% and more than current line efficiency 25.16% by
consuming 1 hours and 54 minutes for solving the results while Comsoal method consumed
3 seconds for solving the results therefore the suggestion for balancing the packing line in
this company is balancing packing line by using exact algorithm for getting more line

efficiency.

Keywords: Line Balancing, Branch and Bound, Comsoal
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JednfauaringUszase [2] loun nsdnaunanisndnednsdis (Simple Assembly Line Balancing
Problem: SALBP) wUseanidu 4 Ussianauinguszasa Ldun 1. SALBP Type 1 Aonsdnauna
nsuaniteanduuaninulitiosiignidensiudseunainsndn 2. SALBP Type 2 Liloanseu
namsudalidosiian onsudwauanndeu 3. SALBP Type E 1dunisdnaunaiiionn
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6un 38nsunniswassidnveuien (Branch and Bound Algorithm) Faidunislélassasnaduldl
Wutlynduduges (Node) wazlidgymmanidulusin (Root) uwiazUuazuidaymauasuynuy
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Mnmsmumunyissudileidesunulides iyadufnwinazWauuwuudiasmig
AdaA1ans [4] nuidedidlngavaulatymnisinaunanisndnegraiiedsenn 1 uaz 2 Liles
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WWesd Uty [51 35825aAn (Heuristic Algorithm) 19w 38 aaulaa (Computer Method of
Sequencing Operation for Assembly Line: COMSOAL) %&Qﬂﬂl‘ff@*&hmwiwma (6] Wesanidu
Bnsildreuiumestiemuin sansuazwiug ladnsmedeuUstansamuesisnouleatl
WisuisuiuasnisdummnougwlndiAsanuunansgaisudu (Multi-Started Neighborhood
Search Heuristic) wui135Aeulgalinadnsfifnin3snsdumedmeug ulndifsswuunane
s uA [7] wazdviungugpaimnssusasuddnisiiausimaianisinaunanisuanlag
waunaudeR szt Seniminduiuayiseeslva Teanunsninauganiandnldussansnm
g991niy 87.67% 1Ju 92.76% [8] uarlstaniserhiausitnisumniauar mssinuudtamnns
Founudsluaneniswaslnevhnmsiausuuiiasmuadamandiitelduddaymivuanissiuau
Windudunuunay wasnadnsildiivseaninminnniisisafnesaiulddn uarldnadwsiia
fgpluvaziildnanlunisda 3 3und [9]
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Cr fiD SOULIAEIYNISHAR

P(k) fig LwHYBIUNBUIIY k
E Ao Usednsninaenisuan
frwlsamnaula (Decision variables) oA Cr>0

Xj- 4 1, 81910 j gndnasaniidan i
) 0,3uq Vij
Yie L 130819108 191UInAANTLY |
- 0,8u Vi
wUUTaeImMeAdnA1Ens ¥a9 SALBP-E ilsAduidming (Objective function) 1w
Maximize E= mLCTZ{; Yies b % (1)
Min m = 2,7, max, ;. %} )
Min Cy (3)
Aun1598311A (Constrains) oA " %=1, V=120 @)
2 X< 50 %y, Vi € PR (5)
tS) = Dyes t = Ny % <Gy, Vi 6)
X; € 0,1}, Vi (7)

Jymuszian E filsddudmunefeannisi (1) muszansamaunaaionisningaan
aunsiaulafeaunisi @) & (7) newdudgmmuuanissiwuduldidudaduiivuama
WA Teym 2 Sumeu Fuusnvinisudtam SALBP-1 fidiflaidudmunefoaunsi (2) meuau
anilanu (m) desitgn melditoulvauntsil @) fs (7) wazlfedouanionu m diiuveuiun
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Fuduann LB, luauia UB,, 43 UB,, Aosruiuaniiivutiagdu Tnstunoudasdunsuddgm
WUU SALBP-2 iflilsAdumanefoaunisit (3) mssunaimsudaiiesiiganeliteulvaunis
7i (@) 8¢ (7) TneldTusunulowiulaarios (Opensolven) Tululaswounvidniaa (Microsoft Excel)
FunnAUsEavsnmangnIsHARmNAT m uag Cr lagiiuan m fagnimegaidoA sz ansnm
anas wazidendmeuilvistdvinmaeiianlaeduaanaunsi 8 Fsinumninasiuves
NUGBYMIMLIIUIUANTNULALTRULIAINITHER
mCy
3.3 dnaunanisnanlagIsaaulya
3.3.1 nsendeyanannugesiardwunuieuds figuil 2

[ Proplanner Line Balance - 1_LBPT_nome.xmi
Fle G6t View Bance Reports Help
= e 1Fei 8 eancn base 3Pisze pan 4 Pisce tas andpet & Place star
DSBA Qaaaaq LES | - (-\ ) ~ a
| Task Process A J
. 7 e z v ot — JA — —
No. > D > Description ¢ Type © Time o /
1 11 Fold a carton base 5.4300
> 22 Fold a carton base 5.3000 2Fokacanontosy’
3 33 Place pan 4.0000 ( )
4 a4 Place star and pot 4.2200 -
s 55 Place star 4.3600
6 66 Place glasslid 4.7900 “;:’-‘?\"‘" 12 Place st
I 77 Fold and place cart 4.7400 ) )
= | — —

JUT 2. TumpumInsendeyalianugosuaziduNUReUm

3.3.2 dnaunan1sndnlagilingussasreanseulawdn daguil 3

Balance Type: [ Minimize TAKT Time ~|

Select Algorithm: IWeighled Average j
‘\. 3

Number of stations:

3UN 3. faauganisrdnlaganseuniania

3.3.3 Ynaunan1snanlaedingUssasdreandruuandnulidesiian Inessyinuiuan
NuFBINMINNNAANSTlAINTURBY 3.3.2 faguil 4

Default Assignment X
Balance Type: Illrcnnrunb«d saton ;]
Select Algorith [Wesgrted Aversge ~
Desired cycle me (TAKT): [124 [Seconds ~|

JUN 4. dnaunanisudnlngandnuiuaniiiau
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4.1.1 NaMIINAUAANTHAALUY SALBP-1

M15199 1. wan13dnaunanswanwuuleymy SALBP-1

UM 29 adui 1 WweuunsIAu-iguiey 2563

v

Jundndnel | dwausanil 59ULI1 Usgiindnwaensuin nawsznana (i)
20369-T 8 14.40 98.01% 25
21890-T 8 13.48 92.56% 257
22063-T 8 14.20 95.18% 351
22064-T 7 14.20 92.03% 17
22187-T 7 13.68 92.81% 13
Fiade 13.99 94.12% 133

4.1.2 NaN33AALAANSKAALUY SALBP-2 9109157971 1 Hadwsanmsdnaunanisnanves
wAnSuTTU 20369-T sedyminuy SALBP-1 léilduandauiiduveuivadradie 8 annd
waziflouddam SALBP-2 nsuitulu 9 aoilasvilidssavsnmanasiaiuiadondneuiiy
UsgAnSnmanon1snan 98.01% fam31eil 2 wuReaiusdnfusiqudu

M19199 2. nan1sdnaunansanwuulemn SALBP-2

Junaadnel | 3uouaanll | seulaan UssAnsnmaEen1SHER LaUszanana (Jui)
20369-T 8 14.40 98.01% 34
20369-T 9 13.76 91.19% 19,000
21890-T 8 13.48 92.56% 5
21890-T 9 12.92 85.82% 3
22063-T 8 14.20 95.18% 3
22063-T 9 13.13 91.50% 22
22064-T 7 13.73 95.17% 4
22064-T 8 11.97 95.50% 16
22064-T 9 11.40 89.14% 14,400
22187-T 7 13.68 92.81% 5
22187-T 8 12.86 86.36% 3

Anade 13.23 92.11273% 3045

1




'
=]

Jun

o

NIAITIMeIansaInnszds U0 29 aduil 1 Weuunsiau-Tguiey 2563

4.2 wan153nauNanIsHanlaeISAaNYa
nanMIdnauganmndndeisaoulealaslilusunsy ProBalance linadnddmee 3

WA LANUIWARSuaI5U 20369-T 21890-T 22063-T 22064-T waz 22187-T fiszAnsaw

a1en1sNAANAUTUUTHTY 87.66% 87.72% 95.16% 95.19% Waz 89.82% UasNUIINITLI UL

avandnulanuaugaiuannIu Asgun 5

M19199 3. nan15InaunanINaneIsAeLlYa

20369-T 21890-T 22063-T 22064-T 22187-T
danil . 181 , Lan | 181 , 1981 , a1
9ULdY ,, ULY ,, ) ~ | udy ~ | 9ueey -
011U g0 gy g0 d01U 01U
1 2,9 12.3 1,2 135 | 2,11,16 | 135 2,9 13.7 1,2,3 13.6
10,12,
2 1,11,21 | 117 9,17 14.1 s 131 | 1,11,12 | 131 a5 11.0
3 3,4,12 11.4 3,4,5,8 123 | 1,13,17 | 134 | 345,15 | 134 | 68,10 12.2
6,7,13, 11,12,
il 513,14 | 13.2 6,7,10 142 | 48,14 | 13.7 12.6 14.1
16 13
11,12,13, 8,14,17,
5 15,16,17 | 11.4 134 | 3567 | 12.6 135 | 9,14,15 | 134
14 18
10,19,
6 6,7,18 14.3 15,16 859 | 9,19,22 | 13.2 20 13.3 7,16 11.8
8,10,19, 21,222 17,18,
7 13.8 18,19 119 | 1820 | 14.1 115 12.5
20 3,24 19
21,23,
8 22,23 10.6 | 20,21,22 | 11.6 o 14.2
9 24,2526 | 13.9
99U
14.31 14.22 14.21 13.72 14.13
L2381
Udse
ans 87.66% 87.72% 95.16% 95.19% 89.82%
AN
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M 4 wuhaInmIRaesinauga@EN AR 5 Jundnsue Busunss a1uso
Inaunamsnandiiiussavsnimansnisnanuinniviseenlvalasiode 3.70% uiisutunssldiaan
Tunisuszananau1uninissiiadn laeisudunsdddiiardssatanatade 1 9lus 54 uri
F813ain Thausznanaeds 3 3unit wazduuaminuiidesmsvosusiazudnfamidiisuiy
pssnunldiudanalndifestunnn Tag 4 Juann 5 Jundasusidons 8 amidnu wazilifes
1 JunAnAnsinly 7 aand Famnzuinsi ludiuldessiulssnuannsavhlilaeivununsgu
Tununussell 8 andfsliniinau 8 Auwszndndaridiunnnld 8 aonil woasdlofananiivhnig
wARNARS s TReNIAuLTiEs 7 a0l anansodrentnau 1 au lutsrluuwunduiidagul
wiinulsifisswegls luvaziinadnsvesdnnuanilnuiidesnsanisdafininnuuususiu
w1 Taedl 1 Juain 5 Jundndasmifidesns 9 aond & 2 jundnfusiideinis 8 anndl uagil 2
Jundnfasiisoants 7 annil neunanvanevessuaniifenuamshliuiuldass

M15199 4. nan15IeuisUNSIRaNAaN1IHER

U Uagdu 388 3adn TBusiunse FGT2N
Useans Useans e Useans an | Usednd
doll | awane |d@andl | awene | Uszwaa | @enll | Aawene | Uszuoa | AWENE

Wan Wan Guil) Wan Guni) Han
20369 11 77.55% 9 87.66% 3 8 98.01% 19,059 10.35%
21890 11 63.40% 8 87.72% 2 8 92.56% 265 4.84%
22063 11 72.99% 8 95.16% 3 8 95.18% 376 0.02%
22064 11 61.06% 7 95.19% q 8 95.50% 14,437 0.31%
22187 11 73.24% 7 89.82% 3 7 92.81% 21 2.99%
\ady 3 68316 | 3.70%

5. d@gUnan1saniuau
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gauradwhlneimuuuuiasmndinmansiiouttymussan £ wagisssainiifnuieds
Aaulea NavINNsAnwILazIEUsUNUINTBuiunsagldnalunsdnaunanisndnuinndd
wiogluinamivisuline lsanuasnsadnaunanisnanvas sanndndusisuneuniiinag nouas
ynsndnndnsurisuild sreznailunsUssnanamdmeuindulladefianunsnniunulduas

Wudunsalvilszaniamaunaaienisndnigeninizgisainiade 3.70% Jawuzdibilssnuda
aunaaeNIsHaRlagTSveURT LN UTEAVE N NN ENTHERTIGS
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