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A Study of Bottleneck Wandering

Student : Chih-han Lin Advisor :  Dr. Rong-Kwei Li

Department of Industrial Engineering and Management
National Chiao Tung University

Abstract

TOC claims that the bottlenecks determine the throughput of the production
system. However, in reality, bottleneck wandering do exit, this create bottleneck
management problems. Incorrect handle sbettleneck wandering will deteriorate the
throughput performance, this desires further study. In this thesis, the reasons that
cause bottleneck wandering are identified and solutions to overcome them are
proposed.
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Day ## | Day Drum Day ## | Day Drum
1 #1 1 #1 1 #1 1 #1
2 #1 2 #HA 2 #2 2 #H4
3 #1 3 #HA 3 3 #4
4 #1 4 #3 4 #3 4 #3
5 #1 5 #1 5 #1 5 #1
6 #1 6 #1 6 #2 6 #2
7 #1 7 #1 7 7 #2
8 #1 8 #1 8 #3 8 #3
9 #2 9 #1 9 #1 9 #1
10 10 #1 10 #2 10 #2
11 #2 11 #1 11 11 #2
12 12 #1 12 #3 12 #3
13 #2 13 #2 13 #1 13 #1
14 14 #2 14 #2 14 #2
15 #2 15 #2 15 15 #2
16 16 #2 16 #3 16 #3
17 #2 17 #2 17 #1 17 #1
18 18 #2 18 #2 18 #2
19 #2 19 #2 19 19 #2
20 20 #2 20 #3 20 #3
21 #2 21 #2 21 #1 21 #1
22 22 #2 22 #2 22 #2
23 #2 23 #2 23 23 #2
24 24 #2 24 #3 24 #3
25 #3 25 #2 25 #1 25 #1
26 #3 26 #2 26 #2 26 #2
27 #3 27 #2 27 27 #2
28 #3 28 #2 28 #3 28 #3
29 #3 29 #3 29 #1 29 #1
30 #3 30 #3 30 #2 30 #2
31 #3 31 #3 31 31 #2
32 32 #3 32 32 #3
33 33 #3 33 33 #1
A 34 #3 K7 K7 #2
35 35 #3 35 35 #2
36 36 36 36
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