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METHODOLOGY Objective

To minimize dryer idle time caused by cleaning processes and disruptions to other processes in the system.
Choice of approach

WIP sizing Control work-in-process (WIP) in FPTs and silos to allow dryers to / * Easier to implement
run continuously in case of unforeseen delays in other processes.  AMS preference

Scheduling Optimize production schedule to reduce frequency of purging due e S,
to product changeover. AP B (Y ¢ o T
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no WIP control, the effects Full Full 34.2 377 to shorter Dryer Run [A].
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RECOMMENDATION FUTURE DIRECTIONS
‘ Initial VKlG silos

v’ Expansion of the Simulation Model
. Simulate other parts of the process and
add in more scenarios to optimize the
o further
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Y ry Blending SCKaging > v' Scheduling Solution
. Explore the linear programming

redissolve milk powder UHT treatment adding of flavour labelling and packaging methodology to optimize the
wet blend ingredients drying to powder dry blend ingredients sorting to pallets production scheduling
add nutrients v’ Consider Cost Factor

Recommended WIP . Introduce the cost constraints of each
Recommended WIP process in our solutions to make sure
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